TURNING - PCBN

Grades selection guide .A120

Grades features .A121

Grades cross reference .A124

Edge preparations selection guide .A125
Edge preparations features .A130
Product selection .A142

Designation system .A143

Inserts range .A144

Parameters .A172



%D\AMDND & CUTTING TOOLS

PCBN

TURNING Grades selection guide

31avX3adnli

uoJi 1se)

ININHNL - ¥

NOSGHAN
i
= NOOGHAN
o
S NOOSHAN
=)
NOSGHAN
NOSYHAN NOOGHAN
=
[aa]
(&)
o
90Se1aN
900£1aN
a
Ll
= 90S218N
o
(db]
a 90021aN
=
o.
90S11aN
90SHH 30SPHAN "___ms.ﬂ
o =
R1.v o
o
)

[93]S pauapiey

ININOOYY - 3

HRSA: Heat resistant super alloy

ONITIIN - @

nidkorooLs | SORMA CUTTING SOLUTIONS

A120



TURNING Grades features - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

GRADE

COMPOSITION

HARDNESS HV

COATING

TECHNOLOGY

COMPOSITION

APPLICATION

FEATURES

NBLOSOC

Low volume CBN
40%

2.700

PVD

AITIN

HO1
H10

{

Great performance on high speed machining
under continuous cutting conditions.

Eccellenti prestazioni in lavorazioni a elevata
velocita in condizioni di taglio continuo.

Ausgezeichnete Leistung bei der
Hochgeschwindigkeitsbearbeitung auf
kontinuierlichen Schnittbedingungen.

Extréme ténacité dans des conditions de coupe
fortement interrompues.

NBLOSOGX

Low volume CBN
40%

2.700

PVD

AICN

HO1
H10

0

Same substrate of NBLO50C with a different
coating that enhances the sharpness of cutting
edge preparation.

Stesso substrato di NBLO50C con un diverso
rivestimento che esalta I'affilatura della
preparazione del tagliente.

Dasselbe Grundmaterial wie NBLO50C mit
anderer Beschichtung, die die Schérfe der
Schneidkantenprdparation erhoht.

Méme substrat que le NBLO50C avec un
revétement différent qui améliore I'affitage de
préparation du tranchant.

NBL1S0C

Low volume CBN
50%

2.900

PVD

AITIN

HO5
H15

{

First choice for continuous cut machining. High
reliability under various cutting conditions, from
low to high cutting speed.

Prima scelta per condizioni di taglio continuo.
Alta affidabilita in differenti condizioni di taglio,
per velocita di taglio da basse a elevate.

Beste Wahl fur kontinuierliche
Schnittbedingungen. Hohe Zuverlassigkeit unter
verschiedenen Schnittbedingungen, bei niedrigen
bis hohen Schnittgeschwindigkeiten.

Premier choix pour conditions de coupe continue.
Haute fiabilité dans différentes conditions de
coupe, pour vitesses de coupe lentes a élevées.

NBL200C

Low volume CBN
55%

3.000

PVD

ATTINSIN,

H10
H20

0

New universal grade mainly combined with full
solid style and solid brazing. Coating layer with
extreme hardness allows great wear resistance.

Nuovo grado universale principalmente
combinato con full solid e solid brazing. Strato di
rivestimento con estrema durezza che assicura
eccellente resistenza all'usura.

Die neue universelle Qualitdt wird hauptséchlich
mit den Voll-CBN Platten und den Platten mit
Vertical Brazing Vollldttechnologie kombiniert.
Eine extrem harte Beschichtung sorgt fiir eine
hervorragende VerschleiBfestigkeit.

Nouvelle nuance universelle principalement
associée au format entierement solide et au tout
brasage. Couche de revétement extrémement
dure qui assure une excellente résistance a
I'usure.

NBL250C

Low volume CBN
60%

3.200

PVD

AITIN

H10
H25

{

-
-

First choice for general machining even with light
to medium interruptions.

Prima scelta per lavorazioni generiche anche in
caso di leggero o medio taglio interrotto.

Erste Wahl fur allgemeine Bearbeitungen unter
leichten bis mittleren Schnittbedingungen.

Premier choix pour usinages généraux, y compris
dans des conditions de coupe avec interruptions
I6géres a moyennes.
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TURNING Grades features - PCBN %SORMA

DIAMOND & CUTTING TOOLS

#  All-around grade with a perfect balance between
toughness and wear resistance. Can be applied
both on interrupted and continuous cut.

) Grado universale con un perfetto bilanciamento
tra tenacita e resistenza all'usura. Puo essere
usato per taglio interrotto e taglio continuo.

NBL300G Low VOI“TG CBN 3.300 PVD ATIN H10 @ Universalqualitdt mit einem perfekten Verhéltnis
70% H30 von Robustheit und VerschleiBfestigkeit.

Kann fiir unterbrochene und kontinuierliche
Schneidevorgdnge eingesetzt werden.

O Qualité universelle avec équilibre parfait entre
ténacité et résistance a I'usure. Peut étre utilisé
dans des conditions de coupe interrompue et de
coupe continue.

(2]
=
=
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s Extreme toughness for heavy interrupted cut.
{

-~

Tenacita estrema per condizioni di taglio
fortemente interrotto.

Low volume CBN . H20
NBL3506 250 3.400 PVD AN H35 | ® Extreme Robustheit fiir stark unterbrochene
Schnittbedingungen.

O Extréme ténacité dans des conditions de coupe
fortement interrompues.

4 First choice for grey cast iron finishing at very
high cutting condition and with great wear
resistance.

B - THREADING

{

-~

Prima scelta per la finitura di ghisa grigia a
velocita di taglio molto elevate e con eccellente

High vol BN resistenza all'usura.
NBH450C onveme ¢ 4.400 PVD TICN+TIN KOt
95% K20 ® Frste Wahl fir die Bearbeitung von Grauguss

bei hohen Schnittgeschwindigkeiten und mit
ausgezeichneter VerschleiBfestigkeit.

C - GROOVING

O Premier choix pour finition de fonte grise a
des vitesses de coupe tres élevées, avec une
excellente résistance a I'usure.

& Same as NBH450C but uncoated. Generally
suggested under interrupted conditions.

{

-~

Come NBH450C ma non rivestito. Generalmente
consigliato per condizioni di taglio interrotto.

High volume CBN K01 a Wi i
NBH4S0U 4.400 R - Wie NBH450C, aber unbeschichtet.
95% K20 Generell empfohlen fiir unterbrochene
Schnittbedingungen.

D - MILLING

O |dentique au NBH450C mais non revétu.
Généralement recommandé dans des conditions
de coupe interrompues.

s Main choice for grey cast iron machining with
negative inserts, both for finishing and roughing.
Mostly available for full solid geometries.

{

-~

Scelta principale per finitura e semifinitura di
ghisa grigia con inserti negativi. Principalmente
disponibile per geometrie integrali.

NBHSOOE ' V°'“;“e CBN 4900 VD ATIN KIO | & Erste Wanl fir das Schiichten und

90% K25 Schruppschlichten von Grauguss mit negativen
Wendeschneidplatten. Uberwiegend fiir Voll-CBN
Platten verfligbar.

E - DRILLING

Premier choix pour la finition et la semi-finition
de fonte grise avec plaquettes négatives.
Principalement disponible pour des géométries
"full" PCBN.

F - ACCESSORIES

& Same as NBH500C but uncoated. Generally
suggested under most severe cutting conditions..

{

Come NBH500C ma non rivestito. Generalmente
consigliato per le condizioni di taglio pit gravose.

High volume CBN K10
NBHSO00U 90% 4.200 N - K25 & \Wie NBH500C, aber unbeschichtet. Generell
empfohlen flir schwierigste Schnittbedingungen.

-
-

|dentique au NBH500C mais non revétu.
Généralement recommandé dans des conditions
de coupe les plus exigeantes.

G - SPARE PARTS
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TURNING Grades features - PCBN
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DIAMOND & CUTTING TOOLS

High volume CBN
90%

3.800

K20
K30

0

Tough grade for severe applications on cast
iron. Coarse CBN grain combined with a metallic
binder for maximum stability even on interrupted
cut.

Grado tenace per applicazioni gravose sulla
ghisa. CBN di grana gorssa con legante metallico
per affidabilita massima anche su taglio
interrotto.

Robuste Qualitét fur schwere Anwendungen mit
Gusseisen. Grobes CBN-Pulver in Kombination
mit einem Metallbindemittel fir maximale
Zuverlassigkeit auch bei unterbrochenen
Schnittbedingungen.

Nuance tenace pour applications intensives sur
fonte. Poudre CBN grossiére combinée a un liant
métallique pour une fiabilité maximale y compris
dans des conditions de coupe interrompues.

High volume CBN
80%

3.500

H25
H35

K25
K35

0

Universal grade for severe applications both on
ISO K and ISO H materials. High reliability on
roughing operations.

Grado universale per applicazioni gravose su
materiali dei gruppi ISO K e ISO H. Elevata
affidabilita nelle operazioni di sgrossatura.

Universelle Qualitét fiir schwere Anwendungen
bei Materialien der Gruppen ISO K und ISO H.
Hohe Zuverldssigkeit bei der Vorbearbeitung.

Nuance universelle pour applications intensives
sur les matériaux des groupes IS0 K et ISO H.
Haute fiabilité dans les opérations d'ébauche.

High volume CBN
90%

4.000

H30
H35

K30
K35

{

Extreme toughness mainly for cast iron
machining but applicable, as alternative grade,
even on hardened steel.

Tenacita estrema, principalmente per lavorazione
della ghisa, consigliato come grado alternativo
anche per acciai temprati.

Extreme Robustheit, hauptséchlich fiir Gusseisen,
auch empfohlen als eine alternative Qualitét ftir
gehértete Stéhle.

Ténacité extréme, principalement pour la fonte,
recommandée comme nuance alternative y
compris pour aciers trempés.
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TURNING Grades cross reference - PCBN %SORMA

DIAMOND & CUTTING TOOLS

| IS0 513 nilkoroo.s  ISCAR  KENNAMETAL KYOCERA | MITSUBISHI | SANDVIK SECO | SUMITOMO | TAEGUTEC = TUNGALOY  WALTER
[B05S
KB1345 BC5110 CBN200
K01 - K10  NBH450C :E}gg KB5630 KBN475 MB710 CB7525 CK2065 BNC500 TB7015 BX930
CBN200
KB1340 BN500
NBH500C IB9O MB4120 CBN300 TB7015
K10 - K20 NBHG00U BIOA KB1345 KBNGOM MB730 CB7525 CBN300P BN7000 87020 BX480 WBK20
KBK45 BNC8115
CBN400C
NBH600U
K20 - K30  NBH900U % KB1340 KBN900 MBS140 CB7925 CBN500 BBNN888810205 TB7020 BXC90 WBK30
NBHO50U KBK45
BN1000
IBO5H CBNO10
<} KBNO5M BC8105 CB7015 BNC100
2 BNC100
= Hot-Hi0 \o305 P @Hi0B | KGNt | BCBIIO | CBIS o BNG2010 | TBH10 D0
= e KBN510 MB8110 CB7115 S nEEn BNC2115 - I
1= IB50 CHO0550
= BNX10
BN2000
IB2OH BNC160 BX330
NBL200C BC8120 BNC200 BX360
H10-H20 mB2soc 2O gpop | MENVAM | opeapp o700 | U mnconn | 7mes0 BXA20 | WBH20
NBL300C “B55 MB8120 — — BNC2125 BXM20
BNC8115 BXC50
2 BNX20
Q
=4 NBL300C
& NBL3SOC [B25HC BC8I30 | CB7135 e
= H20-H30 - o Ir— KB5630 KBN35M CH3515 BNC8115 TB670 BX380
; NBH900U 1B90 MB8130 CB7925 BNX25
o NBH950U
BLACK: CVD, UNDERLINED: PVD, RED: uncoated This table is our own estimation based on information available to the public and is not authorized by the company mentioned on it.
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TURNING Edge preparations - PCBN ¢/SORMA

DIAMOND & CUTTING TOOLS

C D S T v w
L
. =
NEGATIVE type with hole @ @ g
L
=]
35° 80° =
UE [4A170
g V. 4
honing u I
" [}
SIZE SIZE SIZE £
S01520 carbide backed 19 15 16 '5
UE [4A146 [4A153 [4A159 [4A170 C4A1T71 <
= //”
"
= "
R _~ Vi
honing i
S01525 vertical brazing I\S/I%IEI I\S/I%ﬁ S{ZzE S_:%E S%E S(l)%E 2
[=]
UE [4A146 [4A153 [4A159 [4A163 [4A171 3
. =
=
o
R _~»
honing
- SIZE SIZE SIZE
S02020 full solid D) 16 08
SE o
" =
=3
- A 3
= " &
" |
y/a (&)
T01020 carbide backed
UE [4A163 [4A170 C4A171
//”
" /44.-
- S
R _~ //// o %
honing i 5
K =
S01225 vertical brazing l\Slll(Z)lEl I\SII%IEI S1IZZE S%E S%E S(l)%E Q
UE [C4A153
; g
Vi i
R _~ //// o
honing u
: g
i ; SIZE =
S01225 solid brazing 15 E’
UE [4A146 i
R _~»
honing
; SIZE 1%}
S02020 full solid 0912 i
S
[72}
&0
carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplifies brazing process. §
solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used. '
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary. -
full solid: Full PCBN structure, maximizes performances and reduces the cost per edge. High cutting speed and depth of cut can be applied.
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TURNING Edge preparations - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplifies brazing process.

REINFORCED

CHIPBREAKER

C D S T v w
NEGATIE 0 i ol O & 0 A o 6
80° 55° 90° 60° 35° 80°
SE [C4A155 [C4A153 [C4A163 [C4A170 [C4A171
"
R » 7 -'f =
honing //// / W
Vi
; : SIZE SIZE SIZE SIZE SIZE
S01015 vertical brazing MCN 12 MDN 15 16 16 08
SE [CdA154
v :
R " 4
honing ///
Vi
S01015 solid brazing 31'%5
RE [CdA147 [CdA164 A7
v
"
"
"
R i
honing "
S01535 vertical brazing S1|ZZE S%E S(l)%E
RE [4A154
"
"
"
R _» ////
honing "
S01535 solid brazing 31'%5
RE [Cda147
R
honing
501535 full solid S(%E
WE [CdA148
v
R_~ !
honing ////
Vi
501015 vertical brazing 51'225
"
"
"
R N "
honing /!
S01035 vertical brazing

1y
honing

S01235

vertical brazing

SIZE
12

solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performances and reduces the cost per edge. High cutting speed and depth of cut can be applied.
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TURNING Edge preparations - PCBN

&

SORMA

DIAMOND & CUTTING TOOLS

C R S T
NEGATIVE type without hole [ Q D &
80° - 90° 60°
UE [4A150 [ JA158 [4A160 [ dA165
R _~
honing
= . SIZE SIZE SIZE SIZE
& 502020 full solid 0912 0609 12 0912 1116
w
= [ 4A150 [ 4A160
= UE
R _~
honing
SIZE
502020 12
[dA158
SE
- SIzE
T01020 full solid 09
RE
R
[=] honing
& full solid SIZE
= 502525 (sze 09) - $10020 fsize 12 u 0912
[T
=
o RH
R _~
honing
. SIZE
504025 full solid 09
UE [4A150 [ dA158 [4A160 [ dA165
honing
- SIZE SIZE SIZE SIZE
S02020 full solid 0912 0912 0912 1116
[CdA158
SE
- SIZE
T01020 full solid 09
[C4A158
RE
R .
honing ST
S02525 (size 09) - $10020 (size 12) full solid 09 12

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplifies brazing process.

solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.

vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.
full solid: Full PCBN structure, maximizes performances and reduces the cost per edge. High cutting speed and depth of cut can be applied.
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TURNING Edge preparations - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

c D R T v
POSITIVE type with hole @ @ Q A P
80° 55° - 60° 35°
UE CCL4A144 | DCLAAT151 TCC4A161 | VB 4A167
) | @/v é“@f'
Vi | _— .
R " iy ;
honing x el W
- SIZE SIZE SIZE SIZE
501520 carbide backed 06 09 11 0911 16 16
RC4A157
UE
R 5
honing
. SIZE
502020 full solid 0912
TCAA161
SE .,
"
) A
Vi o
T01020 carbide backed S’1|Z1E
TC4A162 | VB 4A168
RE ,
"
) A
Vi g _
R L L
honing v
‘ SIZE SIZE
501530 carbide backed 116 16
5 : : , 7,
UE CCL4A144 | DCLAAT51 TC,TP [JA161, A166) VB, VC [ A167, A169
//” [ ‘ A
" Pt
R 5 4 - 4 ’_ |
el <. 4
b SIZE SIZE SIZE SIZE
S01225 solid brazing 06 0912 07 11 091116 1116
SE CCL4A144 | DCLAAT51 TC,TP [JA161, A166) VB, VC [ A167, A169
) =Y g
R _» Vi e
A SIZE SIZE SIZE
S01015 solid brazing 06 09 07 11 1116
SF CCLAA144,A145 DG AA151 VB[ 4A167
) =Y g
" 2 / N
Vi = = L E
S SIZE SIZE SIZE
T01015 solid brazing 06 09 07 11 116
RE CC[4A145 | DC[4A152 10, TP JAI62,A166] VB[ 4A168
v p—
; =, | :
" 46 o
R 5 //// @{' E @ L‘ = W
honing "
S SIZE SIZE SIZE SIZE
S01535 solid brazing 06 09 07 11 1116 16

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplifies brazing process.
solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performances and reduces the cost per edge. High cutting speed and depth of cut can be applied.

A128
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TURNING Edge preparations - PCBN ¢/SORMA

DIAMOND & CUTTING TOOLS

( D R T v
POSITIVE type with hole O | & O A Pl
80° 55° = 60° 35°
CC[_4A145

WE

R "
honing P

S01015 solid brazing OSE‘JZ[;EQ

carbide backed: the PCBN material is produced with a carbide layer that improves mechanical properties and simplifies brazing process.

solid brazing: a thick PCBN tip extremely pure (not contaminated by carbide) guarantees much better performances. High reliable vacuum brazing is used.
vertical brazing: the PCBN layer is as thick as the carbide body for the best heat dissipation and brazing strenght. Vacuum brazing is necessary.

full solid: Full PCBN structure, maximizes performances and reduces the cost per edge. High cutting speed and depth of cut can be applied.
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TURNING Edge preparations features - PCBN ¢/SORMA

DDDDDDDDDDDDDD G TOOLS

U E Edge preparation

(SN
-
)
=
Ll
=)
=

# « First choice for general machining application = - Erste Wahl flr die allgemeine Bearbeitung unter
under variable cutting conditions from continuous to verschiedenen Schnittbedingungen, vom kontinuierlichen
interrupted cut bis zum unterbrochenen Schnitt.
- Available in a broad range of grades both for cast iron - Erhaltlich in einer Vielzahl von Qualitaten fiir die
and hardened steel machining Bearbeitung von Gusseisen und gehérteten Stahlen
- UE universal edge can be supplied in different PCBN - Die Universalschneidkante (UE) ist in verschiedenen
formats, carbide backed, solid brazing, vertical brazing PCBN-Typen erhdltlich: Grundmaterial aus Hartmetall,
and full solid integrales Loten, vertikales Loten und full solid
g - Best compromise for sharp and strong cutting edge - Optimaler Kompromiss zwischen Scharfe und Robustheit
2 design der Schneidkante
o« Prima scelta per lavorazioni generali in condizioni di o« Premier choix pour les applications générales d'usinage
taglio variabili, da taglio continuo a interrotto. dans des conditions de coupe variables, de la coupe
- Disponibile in un’ampia gamma di gradi per la continue a la coupe interrompue.
o lavorazione di ghisa e acciai temprati - Disponible dans une large gamme de nuances pour
é - |l tagliente universale (UE) puo essere fornito in I'usinage de fonte et d’aciers trempés
- diverse tipologie PCBN: supporto in metallo duro, - L'aréte de coupe universelle (UE) est disponible dans
brasatura integrale, brasatura verticale e integrale différents types de PCBN : support en carbure, brasage
- Miglior compromesso tra taglienza e robustezza del intégral, brasage vertical et entierement solide
tagliente - Meilleur compromis entre acuité et résistance de I'aréte
de coupe

F - ACCESSORIES E - DRILLING D - MILLING

G - SPARE PARTS
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TURNING Edge preparations features - PCBN ¢/SORMA

DIAMOND & CUTTING TOOLS

U E Edge preparation

L
-
@
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L
=)
=

Features of UE edge preparation

UNIVERSAL EDGE

# « The edge preparation has been optimized according to insert style and
workpiece material
- Chamfer width from 0.12 mm to 0.20 mm with an angle of 20°- 25°

A - TURNING

o - La preparazione del tagliente & stata ottimizzata in base al campo di
applicazione e al materiale da lavorare.
- Larghezza smusso da 0.12 a 0.20 mm con angolo di 20°- 25°

= . Die Schneidkantenpréparation ist auf den Einsatzbereich und das zu
bearbeitende Material optimiert
- Fasenbreite 0,12 bis 0,20 mm bei einem Winkel von 20° bis 25°

B - THREADING

o - La préparation des arétes de coupe a été optimisée en fonction du domaine
d'application et du matériau a usiner
- Largeur de chanfrein de 0,12 & 0,20 mm avec angle de 20 ° - 25 °

C - GROOVING

501520 MULTIPLE SOLUTIONS

S01525

R 502020 # « All NIKKO PCBN format available: full solid, vertical brazing, solid tip, and
honing carbide backed

o - Tutti i formati Nikko Tools PCBN disponibili: integrale, brasatura verticale,
riporto integrale, supporto in carburo

D - MILLING

= . Alle von Nikko Tools erhaltlichen PCBN-Formate: Vollmassiv, vertikales Léten,
S01225 Volllstung, Grundmaterial aus Hartmetall

502020 , o . ,
- o - Tous les formats PCBN Nikko Tools disponibles : entierement solide, brasage
honing vertical, pointe solide et support en carbure

DIMPLED INSERTS AVAILABLE

E - DRILLING

Application range - ISO 513

VERTICAL BRAZING FULL SOLID
ap (mm) nm SOLID BRAZING ap (mm) nm

CARBIDE BACKED
3.0 304

F - ACCESSORIES

4 High performance alternative to
conventional Si3N4 ceramic for cast
iron roughing.

« Alternativa ad alte prestazioni rispetto
alla convenzionale ceramica Si3N4 per
sgrossatura della ghisa.

a eistungsfahige Alternative zu

0.5 0.54 herkommlicher Si3N4-Keramik zum

_l fn (mm/rev) in (mmy/re) Schruppen von Gusseisen.

o Alternative hautes performances a la

T T T T T T T T
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 céramique Si3N4 traditionnelle pour
I'ébauche de la fonte.

2.0 2.0

1.0 1.0

G - SPARE PARTS
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S E Edge preparation
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# . Recommended for continuous cut application under = . Empfohlen flr kontinuierliche Schneidanwendungen

stable conditions unter stabilen Schnittbedingungen

- Cutting forces reduced by 10% in comparison with - 10 % geringere Schnittkrafte im Vergleich zu

most common general purpose design herkdmmlichen Standardausfiihrungen fiir allgemeine

- Sharpe edge preparation with high wear-resistant Anwendungen

CBN grade drastically reduces burrs formation - Scharfe Kantenpréparation mit hochverschleiBfester
CBN-Qualitat, wodurch die Gratbildung deutlich reduziert
wird

o « Raccomandato per applicazioni con taglio continuo in - © - Recommandé pour applications de coupe continues

B - THREADING

condizioni di taglio stabili dans des conditions de coupe stables

- Forze di taglio ridotte del 10% rispetto ai piu comuni - Efforts de coupe réduits de 10 % par rapport aux
design per applicazioni generiche conceptions pour applications genérales les plus

- La geometria molto affilata unita al grado GBN con courantes

elevata resistenza all'usura riducono la formazione di - Préparation de I'aréte de coupe avec nuance CBN
bave. tres résistante a I'usure qui réduit considérablement la

C - GROOVING

formation de bavures

F - ACCESSORIES E - DRILLING D - MILLING

G - SPARE PARTS
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S E Edge preparation
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Features of SE edge preparation

SHARP EDGE

~ # « The edge preparation has been optimized according to insert style and

workpiece material
- The chamfer width is 0.10 mm with angle from 15° to 20°

A - TURNING

o« La preparazione del tagliente ottimizzata in accordo allo stile dell’'inserto e al
materiale
- Larghezza smusso 0.10 mm con angolo da 15° a 20°

= . Optimierte Schneidkantenpraparation je nach Ausflinrung und Material der
Wendeschneidplatte
- Fasenbreite 0,170 mm mit einem Winkel von 15° bis 20°

B - THREADING

o - Préparation d'aréte optimisée en fonction du type de plaquette et de la matiére
- Largeur de chanfrein 0,10 mm avec angle de 15°a 20 °

C - GROOVING

101020 MULTIPLE SOLUTIONS

# « All NIKKO PCBN format available: full solid, vertical brazing, solid tip, and
carbide backed

o« Tutti i formati Nikko Tools PCBN disponibili: integrale, brasatura verticale,
brasatura integrale, supporto in metallo duro

D - MILLING

= . Alle von Nikko Tools erhaltlichen PCBN-Formate: Vollmassiv, vertikales Loten,
S01015 Volllétung, Grundmaterial aus Hartmetall

o - Tous les formats PCBN Nikko Tools disponibles : entierement solide, brasage

honing . . .
vertical, pointe solide et support en carbure

E - DRILLING

Application range - ISO 513

VERTICAL BRAZING FULL SOLID T TYPE AVAILABLE FOR ISO K
ap (mm) ﬂm SOLID BRAZING ap (mm) mﬂl
CARBIDE BACKED

3.0 3.0 i

2.0 2.0

F - ACCESSORIES

4 T land without honing prevent burrs
formation on cast iron machining.

« Pianetto a T senza onatura che previene
la formazione di bave nella lavorazione
della ghisa.

a T-Flache ohne Honen, was die Gratbildung
0.5 0.5 bei der Bearbeitung von Gusseisen

w fn (mm/rev) fn (mm/rey) verhindert.

T T T T T T T T o Plaquette en T sans honing qui évite la
0.05 010 020 0.30 0.05 010 020 0.30 formation de bavures lors de I'usinage de

la fonte.

1.0+ 1.0+

G - SPARE PARTS
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S F Edge preparation
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# « Recommended for small parts high precision = . Empfohlen flr die Prazisionsbearbeitung von
machining under continuous cutting conditions sehr kleinen Komponenten unter kontinuierlichen
- Low cutting force allows machining of thin workpieces  Schnittbedingungen
avoiding vibrations, obtaining strict dimensional - Die geringen Schnittkréafte ermdglichen die Bearbeitung
tolerances dinner Teile, vermeiden Vibrationen und erreichen genaue
- SF for super fine finishing is combined with a special MaBtoleranzen.

version of NBLO50C named NBLO50CX with a coating - Die SF-Geometrie filr die prazise Feinstbearbeitung

specifically studied to enhance the sharp action of this wird mit einer speziellen Ausfiihrung des NBL050C,

geometry dem NBLO50CX, kombiniert, der tiber eine spezielle
Beschichtung verfligt, die die Schneidwirkung verbessert

B - THREADING

o « Raccomandato per lavorazioni di minuteria di alta o« Recommandgé pour les usinages haute précision de tres
precisione in condizioni di taglio continuo petites pieces dans des conditions de coupe continues
- Le basse forze di taglio consentono la lavorazione di - Les faibles efforts de coupe permettent I'usinage de

o pezzi sottili, evitando vibrazioni e ottenendo rigorose pieces fines, évitant les vibrations et atteignant des

é tolleranze dimensionali. tolérances dimensionnelles serrées.

- - La geometria SF per superfinitura di precisione e - La géomeétrie SF pour superfinition de précision est
combinata con una versione speciale di NBLO50C associée a une version spéciale du NBLO50C dénommeée
chiamata NBLO50CX con un rivestimento NBLO50CX dotée d’un revétement pour renforcer I'action
specificamente studiato per esaltarne la taglienza de coupe de la géométrie

F - ACCESSORIES E - DRILLING D - MILLING

G - SPARE PARTS
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S F Edge preparation

Features of SF edge preparation

SUPER FINE

~ # « The edge preparation has been optimized for small part machining and best

dimensional tolerances
- The chamfer width is 0.10 mm with an angle of 15°, without honing

o - La preparazione del tagliente ¢ ottimizzata per la lavorazione di particolari di
piccole dimensioni e I’ottenimento delle migliori tolleranze dimensionali
- Larghezza smusso 0.10 mm con angolo di 15°, senza onatura

= . Optimierte Schneidenkantenpréparation fiir die Bearbeitung kleiner Details und
zum Erreichen der besten MaBtoleranzen
- Fasenbreite 0,10 mm bei 15° Winkel, ohne Honen

o « Préparation d'aréte optimisée pour I'usinage de détails aux dimensions réduites
et I'obtention de meilleures tolérances dimensionnelles
- Largeur de chanfrein 0,10 mm avec angle de 15 °, sans rodage

101015
SOLID BRAZING

# - Direct brazing between PCBN and carbide, with special vacuum technology,
EI produces a pure and stable cutting material

o - | a saldobrasatura con speciale tecnologia vacuum brazing tra PCBN e
metallo duro, cosente di ottenere un tagliente puro e stabile

= . Das SchweiBloten von PCBN und Hartmetall mit spezieller Vakuumtechnik sorgt
fir ein sauberes und zuverldssiges Schneidmaterial

o - Le brasage direct entre PCBN et carbure, avec une technologie spéciale sous
vide, produit un matériau de coupe pur et fiable

Application range - ISO 513 SHARP AND PRECISE

A\

a (mm) m 4 Only for positive inserts.

Perfect solution for very small radii.
0.1 radius can be produced as semi-
standard product.

Solo per inserti positivi.

La soluzione perfetta per raggi molto

0.3 piccoli.

Il raggio 0.1 puo essere prodotto come
semi-standard.

0.2 1 a Nur fiir positive Wendeschneidplatten.

Die perfekte Losung fur sehr kleine Radien.
Der Radius 0,1 kann als Semi-Standard
0.1+ hergestellt werden.

fn (mm/rev) « Uniquement pour plaguettes positives.
Parfaite solution pour les trés petits rayons.

T T T T
0.05 010 015 0.20 Le rayon 0,1 peut étre produit en semi-
standard.

0.4+
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R E Edge preparation
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# . Specifically designed to grant high reliability on = . Speziell flir hohe Zuverldssigkeit unter stark
heavy-interrupted cut unterbrochenen Schnittbedingungen entwickelt.
- In case of hardened steel machining a larger chamfer - Bei gehartetem Stahl verbessert ein breiter Spanwinkel
angle improves the cutting edge strength die Robustheit der Schneidkante
- RE reinforced edge is always combined with high - Die RE-Geometrie mit verstarkter Schneidkante wird
toughness grades stets mit Qualitaten hoher Robustheit kombiniert
- RE geometry on solid type CBN round inserts is a - Die RE-Geometrie als Voll-CBN-Wendeschneidplatten ist
great solution for roll machining in steel industry eine hervorragende Losung fir die Walzenbearbeitung in

der Stahlindustrie

B - THREADING

o« Progettato specificamente per assicurare elevata o « Spécialement congu pour garantir une fiabilité élevée
affidabilita in condizioni di taglio fortemente interrotto. dans des conditions de coupe fortement interrompues.
- Nel caso di acciai temprati, un ampio angolo di - Dans le cas des aciers trempés, un angle de dépouille
spoglia migliora la robustezza del tagliente important améliore la résistance de |'aréte de coupe
e - La geometria RE con tagliente rinforzato e sempre - La géomeétrie RE a aréte de coupe renforcée est toujours
é combinata a gradi di elevata tenacita associée a des nuances de haute ténacité
- - La geometria RE su inserti tondi integrali CBN - La géométrie RE sur plaquettes rondes intégrales CBN
e la soluzione ottimale per la lavorazione dei rulli est une excellente solution pour I'usinage des rouleaux
nell'industria siderurgica dans l'industrie sidérurgique

F - ACCESSORIES E - DRILLING D - MILLING

G - SPARE PARTS
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R E Edge preparation

Features of RE edge preparation

REINFORCED EDGE

# « Big chamfer and angle to keep the cutting edge strong
- The chamfer width starts from 0.15 mm for brazed type and reaches 1 mm
for solid

o « Grande smusso e ampio angolo di spoglia per mantenere il tagliente robusto
- Larghezza smusso: parte da 0.15 mm per tipologia saldobrasata e arriva a 1
mm nella versione integrale

& . GroBe Fase und breiter Spanwinkel flir eine robuste Schneidkante
- Fasenbreite: ab 0,15 mm flr die schweiBgeldtete Ausfilhrung und bis zu 1T mm
in der Voll CBN Ausflihrung

o - Grand chanfrein et grand angle de dépouille pour maintenir une aréte de coupe
robuste
- Largeur de chanfrein : commence a 0,15 mm pour le type brasé, jusqu’a 1 mm

dans la version intégrale
S02525
S04025
510020 MULTIPLE SOLUTIONS
honing~
n # « All NIKKO PCBN format available: full solid, vertical brazing, solid brazing,
and carbide backed
o« Tutti i formati Nikko Tools PCBN disponibili: interamente solido, brasatura
verticale, intera brasatura, supporto in metallo duro
S01530
S01535 = . Alle von Nikko Tools erhdltlichen PCBN-Formate: Voll CBN, vertikales Léten,
S10020 Volllétung, Grundmaterial aus Hartmetall
[H| oning o - Tous les formats PCBN Nikko Tools disponibles : entierement solide, brasage
vertical, pointe solide et support en carbure

Application range - ISO 513 A

VERTICAL BRAZING FULL SOLID 4 Cutting forces could be slightly higher
ap (mm) mn SOLID BRAZING ap (mm) nm compared to general purpouse type,
CARBIDE BACKED stable clamping and equipments are

strongly recommended.
3.01 3.0 gly

Le forze di taglio possono risultare
leggermente pill elevate rispetto

alle tipologie per uso generale: si
raccomanda I'uso di attrezzature e un
fissaggio stabile.

a Die Schnittkrafte kdnnen etwas hoher sein
als bei Allzwecktypen: Es wird empfohlen,
Werkzeuge und eine sichere Befestigung zu
verwenden.

0.5 0.54 Les efforts de coupe peuvent étre

_l fn (mm/rev) fn (mm/rev) Iégerement supérieurs par rapport aux types

d'applications générales : un serrage stable

0.65 O.H 0 0.%0 0.1’30 0,65 0,%0 0,%0 0,1’30 et des équipements sont recommandés.

2.0+ 2.0+

1.0 1.0
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# « Wiper geometry with special arc design for maximum = - Wendeschneidplattengeometrie mit speziellem

performance and low cutting forces Bogendesign fiir maximale Leistung und geringe

- Improves productivity when used at high feed Schnittkrafte

machining; reaches ground surface quality at - Verbessert die Produktivitat bei der Verwendung
conventional cutting conditions mit groBen Vorschiiben; verbessert die Qualitat der
- WE wiper edge is available in a broad range of grades ~ geschliffenen Oberflache unter konventionellen

for hardened steel Schnittbedingungen

- Die Wendeschneidplattengeometrie WE (Wiper Edge)
ist in einer Vielzahl von Qualitaten fir gehartete Stéhle

2 erhaltlich
o« Geometria raschiante con speciale disegno ad arco o « Géometrie WIPER avec conception en arc spéciale pour
per le massime prestazioni e basse forze di taglio des performances maximales et de faibles efforts de
- Migliora la produttivita quando usato con elevati coupe
e avanzamenti; raggiunge la qualita delle superfici - Améliore la productivité si utilisé a des avances élevees ;
é rettificate in condizioni di taglio convenzionali atteint la qualité des surfaces rectifiées dans des
- - Geometria raschiante WE (wiper edge) disponibile in conditions de coupe conventionnelles
un’ampia gamma di gradi per acciai temprati - Géometrie wiper WE disponible dans une large gamme

de nuances pour aciers trempeés

F - ACCESSORIES E - DRILLING D - MILLING

G - SPARE PARTS
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WE Edge preparation
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Features of WE edge preparation

WIPER EDGE

# » Small chamfer and reduced angle for a very smooth cutting action
- The chamfer width is 0.1 mm with an inclination of 15°

A - TURNING

o -« Piccolo smusso e ridotto angolo per azione di taglio estremamente leggera
- Larghezza smusso di 0.1 mm con inclinazione di 15°

= . Kleine Fase und kleiner Winkel flir extrem behutsames Schneiden
- Fasenbreite von 0,1 mm bei 15° Neigung

B - THREADING

o - Petit chanfrein et angle réduit pour une coupe extrémement douce
- Largeur de chanfrein de 0,7 mm avec inclinaison de 15 °©

\ ARC GEOMETRY

4 - Multiple arc wiper instead of conventional straight wiper land effectively
S01015 reduces vibrations, creates better surface and suitable for wider feed range

C - GROOVING

honing o « |l pianetto raschiante multicurva, rispetto ai pianetti raschianti convenzionali

diritti, riduce efficacemente le vibrazioni per ottenere migliori superfici e si
m adatta a un ampio intervallo di avanzamenti

= . Die mehrkurvige Wendeschneidplatte reduziert im Vergleich zu herkdmmlichen
geraden Schneidplatten effektiv die Vibration fiir bessere Oberfldchen und passt
sich an eine Vielzahl von Vorschiben an

D - MILLING

o -« La plaquette WIPER ARC multiple, par rapport aux plaquettes wiper droites
classiques, réduit efficacement les vibrations pour obtenir de meilleures surfaces
et s'adapte a une plage d'avances plus large

SPECIAL DESIGN UPON REQUEST

A\

# Wiper "concept" can be applied to any
shape and it can be provided even in
combination of full solid grades.

ap (mm) m VERTICAL BRAZING « |l concetto di raschiante pud essere

SOLID BRAZING usato per qualsiasi geometria anche se
le pit comuni sono quelle con angolo di
0.44 80° che possono essere fornite anche
in conbinazione a gradi integrali.

a Das Wendeschneidplattenkonzept kann fiir
jede beliebige Geometrie verwendet werden,
auch wenn die gdngigsten Geometrien die
mit einem Winkel von 80° sind, die auch in
einer Kombination mit integralen Qualititen
geliefert werden kdnnen.

o Le concept de wiper peut étre appliqué a
n'importe quelle forme, bien que les plus
courantes soient celles avec un angle de

fn (mm/rev) 80 ° qui peuvent également étre fournies en

combinaison avec des qualités intégrales.

E - DRILLING

Application range - ISO 513

F - ACCESSORIES

0.3

0.2

0.1+

G - SPARE PARTS
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# « Solution for surface hardened or sintered steel = . 3D-Spanbrecher fiir optimierte Fluss- und Spankontrolle
workpieces like gears and shafts; bei schwierigen Anwendungen.
- The edge preparation is suitable for interrupted cut on - CM ist auf das Abtragen der gehérteten Schicht
hardened surfaces and sintered steel at high hardness; spezialisiert, wohingegen CF vor allem fiir gehértete

- The stepped chipbreaker effectively controlls the Stahle geeignet ist, bei denen die Spanabfuhr schwierig
chips especially when cutting the softer part under the ist (typische Anwendung: Innendrehen)

hardened laye - Es konnen kundenspezifische Losungen flr negative und
- Tailor-made solutions can be realized both for positive Wendeschneidplatten realisiert werden

negative and positive inserts

B - THREADING

o« Rompitruciolo 3D per il miglior controllo truciolo o « Brise-copeaux 3D pour évacuation copeau optimisée
anche nelle applicazioni piu complesse. et controle des copeaux dans les applications les plus
- CM e specializzato nella rimozione dello strato exigeantes.
cementato, mentre GF & principalmente per acciai - CM est spécialisé dans I'enlevement de la couche de
s temprati in cui I'evacuazione del truciolo € impegnativa ceémentation, tandis que CF est principalement destiné
é (tipica applicazione: tornitura interna) aux aciers trempeés ou |'évacuation des copeaux est
- - Si possono realizzare soluzioni su misura per inserti exigeante (application typique : tournage interne)
negativi e positivi - La création de solutions sur mesure est possible pour

les plaquettes négatives et positives

F - ACCESSORIES E - DRILLING D - MILLING

G - SPARE PARTS
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Features of CF/CM edge preparation

SMART DESIGN 5
=
=

# « Excellent performance thanks to the chipbreaker and cutting edge design. =

- Small chamfer to reduce cutting forces and 35° angle for a higher strength <

o -« Prestazioni eccellenti grazie allallo speciale design di rompitruciolo e

tagliente
- Piccolo smusso per ridurre le forze di taglio e 35° per maggiore robustezza
S
= . Hervorragende Leistung durch die Trennung von Spanbrecher und Schneidkante é
- Kleine Fase zur Reduzierung der Schnittkrafte und 35° fiir mehr Robustheit £
) @
o - Excellentes performances grace a la séparation entre le brise-copeaux et I'aréte
de coupe
- Petit chanfrein pour réduire les efforts de coupe et un angle a 35 ° pour une
solidité accrue
S
=
3
[=)
[~=
CFKM 501035 GREAT RELIABILITY 3
. (]
L ‘ # - Available with stable and reliable vertical brazing technology
honinff . - . . \ . . .
m w o - Disponibile con tecnologia di brasatura verticale stabile e affidabile

= - Erhaltlich mit stabiler und zuverlassiger vertikaler LGttechnologie <

o - Disponible avec une technologie de brasage verticale stable et fiable =
[=]

S01235
CHIPBREAKER+WIPER AVAILABLE .
=
D %
(=]
Application range - ISO 513
]
ap (mm) m ap (mm) m A S
w
08 08 & The combined types CFW and CMW are §
] = also available. Perfect chip control and .
great surface finishing in one step.
« Disponibili anche le tipologie combinate
0.6 0.6 CFW e CMW. Perfetto controllo del
truciolo e ottima finitura superficiale in
un unico passaggio. o
0.4+ 0.4 a Auch kombinierte CFW- und CMW-Typen &
sind erhdltlich. Perfekte Spankontrolle und E
hervorragende Oberflachenqualitét in einem =
024 0.2 einzigen Arbeitsgang. &
fn (mm/rev) fn (mm/rev) o Les types combinés CFW et CMW sont e
T T T T T T T T également disponibles. Contrdle parfait des
0.10 0.20 0.30 0.40 0.10 0.20 0.30 0.40 copeaux et excellente finition de surface en
une seule passe.
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TURNING Product selection - PCBN

&

SORMA

DIAMOND & CUTTING TOOLS

BRAZED TIP FULL SOLID
NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance
A
15t CHOICE NBH450G / UE NBH450G /7 UE NBHS00G /7 UE
v
toughness NBH500C / UE NBHB00U / UE
wear resistance NBH450C / UE
A
‘ 15t CHOICE NBHS00C / UE NBH450C / UE NBHS500G / UE
v
toughness NBH900U / UE NBH450U / RE NBHB00U / UE
wear resistance NBH500C / UE NBH500C / UE
A
# 15t CHOICE NBHS00U / RE ® NBH600U 7 UE
v
toughness NBHI00U / UE
BRAZED TIP BRAZED TIP (WIPER) FULL SOLID
NEGATIVE POSITIVE NEGATIVE POSITIVE NEGATIVE POSITIVE
wear resistance NBLO50C / SE NBLO50C / SE
A
. 1t CHOICE NBL150C / UE NBL150C / SE NBLOSOC / WE NBLOSOC / WE NBL200C / UE
v
toughness NBL250C / UE NBL250C / UE NBL150C / WE NBL150C / WE NBL250C / UE
wear resistance NBL150C / UE NBL150C / UE NBL050C / WE NBLO50C / WE NBL200C / UE
A
‘ 15t CHOICE NBL250C / UE NBL250C / UE NBL150C / WE NBL150C / WE NBL250C / UE
v
toughness NBL300C / UE NBL300C / UE NBL250C / WE NBH900U / UE
wear resistance NBL300C / UE NBL300C / UE
A
# 1t CHOICE NBL350G / RE NBL350G / RE NBHS00U / RE
v
toughness NBHI00U / RE NBH950U / RE

A142
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7p)
1
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<<
1

CNMG1204 08 UE NBL250

18]
-
=
1 2 3 4 5 6 7 8 9 10 11 12 | 13 | 14 >
[=]
=
1 SHAPE 2 RELIEF ANGLE 3 TOLERANCES HOLE/CHIPBREAKER
C  |80° rhombic B |5° Symbol |1.C. Thickness Corner height Hole Hole countersink | Chipbreaker
D |55° thombic c |7 E 0025 +0.025 +0.025 A v X X &
=
K |55° parallelogram D |15° G [+0.025 +0.13 +0.025 G v X double sided E
=
S 190° square E |20° M | +0.05~+0.15 +0.13 +0.08 ~ +0.18 M v X single sided L=
<
T 60° triangular No|0° U |+0.08~=+025 |+0.13 +0.13 ~ +0.38 N X X X
V| 35° rhombic P11 T v 40°+60° single sided
W |80° trigon w v 40°+60° X
X NIKKO norm
S
=
=
B | EDGE LENGHT © | THICKNESS 7 |rabUs 8 | EDGE PREPARATION i
£
I.C. (mm)|C shape | D shape |Rshape |Sshape Tshape Vshape |W shape Symbol | (mm) Symbol | (mm) Symbol |Shape i
o
3.97 |03 04 03 06 01 1.59 005 |0.05 /
E honing R
476 |04 05 04 08 08 A 1.98 01 0.10
5.00 05 02 1238 02 |0.20 /'
F sharpedge  sharp
556 |05 06 05 09 03 T2 278 04 0.40
[ [}
6.00 06 03 |38 mm@ 08 080 honing + =
S | chamferin R 3
6.35 |06 07 06 " " 04 T3 |3.97 12 [1.20 9 S
[~=
7.94 |08 09 07 13 05 04 1476 mm © 16 1.60 L?
T T chamfering o
8.00 08 05 5.56 20 |2.00
9.53 |09 " 09 09 16 16 06 06 1635 24 240
10.00 12 10 07 |7.94
12.00 09 953
12.70 |12 15 12 12 22 22 08 g
15.88 |16 19 15 15 27 24 10 g
16.00 16 .
19.05 |19 23 19 19 33 33 13
20.00 20
2223 22 27 22 38
25.00 25
2540 |25 31 25 25 44 44 17 2
-
31.75 |32 38 31 31 54 54 21 E‘
a
32.00 32 o
O | NUMBER OF EDGES 10 |BRAZINGTYPE 11 |EDGE PREPARATION
number of cutting edges o
(only for brazed type) C carbide backed SE  |sharp edge @
S solid brazing UE |universal edge §
w
v vertical brazing RE | reinforced edge =]
(&}
WE | wiper edge <.t
[V
CBx chipbreaker
(CBEF finishing, CBM medium)
12 GRADE - features 13 GRADE - material 14 GRADE - coating
NBL | low content CBN 000+3901SO H C coated E
<
NBH | high content CBN 400+690|1SO K U | uncoated E
[+
700:790 150 X |special =
800890 | sintered materials e
900+990 | universal
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBN volume | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
c c PVD: Physical vapor deposition PVD |PVD | PVD PVD PVD | PVD | PVD
e ><
e &5 e e en | e
s e o o o e e
. ¢ 222284
ISO - with hole =S=2==22=2=2=2
= = = === =
* The most popular insert shape due to high siale et @y 1scnoce e @ @ @ @ O O
versatility General machining, . ]
« Clearance angle 7°, effectively reduces the modum ot | @ 1*eroee (D siave| @ e eo
risk of chip jamming when boring ot | 3 1 choce D sutable| 5 o
* 80° corner can be used for both turning and Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
= facing operations
E  Solid brazing type provides better stability
'5 and reliability than conventional carbide
= backed brazing type
o 120 120 90 90 60 @ 60
% 280 280 220 180 180 150
<<
% Designation Stock
. = CCGW060202S-UE-2S 020 | 635238 28 | 28 O @]
1%2]
= § CCGW060204S-UE-2S 040 | 635 238 | 28 | 28 ® ® &6 o O
g CCGW060208S-UE-2S 080 | 635 | 238 | 28 | 27 OO0 |0
CCGW09T3025-UE-28 020 19525397 | 44 | 28 O O O
o CCGW09T304S-UE-28 0.40 195251397 | 44 | 28 [ ] ® &6 o O
. ol tp CCRWOSTBOBS-UE-2S | 0.80 | 9.525 397 44 | 2.7 e o 0 O
% CCGW120404S-UE-28 040 | 127 | 476 | 55 | 28 O
o
=] CCGW120408S-UE-2S 0.80 | 12.7 | 476 | 55 | 2.7 O
S
& = CCGW060204S-UE-2C 040 1 635238 28 28 @
(7]
E CCGW060208S-UE-2C 080 | 635238 28 | 27 O
g CCGW09T304S-UE-2C 040 195251397 | 44 | 28 @
CCGWO09T308S-UE-2C 0.80 19525 397 44 | 27 @
CCGW120408S-UE-2C 0.80 | 127 1 476 | 55 | 27 | O
carbide backed
(Zz ESEE‘ CCGW060202S-SE-2S 020 | 635238 28 | 28 O [ ]
g = CCGW060204S-SE-2S 040 | 635 238 | 28 | 28 [ ] [}
& CCGW060208S-SE-2S 080 | 635 | 238 | 28 | 27 O
CCGW09T3025-SE-28 0.20 19525397 | 44 | 28 O [}
o CCGW09T304S-SE-2S 0.40 19525397 | 44 | 28 [ ] [}
soli tp CCGWOSTI0BS-SE-2S | 0.80 9.525 397 44 | 2.7 o
Espm CCGWO060202T-SF-28 020 | 635 238 28 | 28 (@]
5 CCGWO060204T-SF-28 040 | 635 238 28 | 28 [}
% CCGWO09T304T-SF-28 0.40 19.525 397 @ 44 | 238 ®
= CCGWO09T308T-SF-28 0.80 19.5625 397 @ 44 | 27 O
[=]
- solid tip
without hone
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
w
w
[~ =
o
[77]
I
‘g’ CUUN K [ H (ref. CCGW) o) [T (ref. CCGW) ) [ (ref. CCGW)
o
0.30 0.30 0.30
0.20 0.20 0.20
UE
w
|~ 0.10 4 0.10 0.10 4
=
=
= 0.05 0.05 0.05
w fn (mm/rev) fn (mm/rev) fn (mm/rev)
! T T T T T T T T T T T T
“ 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
c c PVD: Physical vapor deposition PVD |PVD |PVD |PVD | PVD |PVD | PVD
8 o T o w e e =
S e e e aeaee o
- A 2
ISO - with hole S=2=2==2=22=2 &
= =E =E =E = = = a
o The most popular insert shape due to high siale et @1+ croce Osiae| @) | @) | @ | @ O O =
versatility General machining, . ]
« Clearance angle 7°, effectively reduces the medum et @ croix s @ ©eeo
risk of chip jamming when boring ot | 3 1 choce D sutable| £ o
* 80° corner can be used for both turning and Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
facing operations 1]
 Solid brazing type provides better stability E
and reliability than conventional carbide '5
backed brazing type =
120 1120 90 90 60 60 )
280 | 280 | 220 | 180 180 150 g
<T
Designation Stock %
& sF CCGWO060204T-SF-2C 040 | 635 238 | 28 | 28 [ ] i
< @
w
carbide backed
without hone -
@ RE 11 CCGW060204S-RE-2S 040 | 635 238 | 28 | 28 [ ] g
S CCGWO060208S-RE-2S 080 | 635 | 238 | 28 | 27 @] %
% CCGWO09T304S-RE-2S 0.40 19525397 | 44 | 28 [ ] &
& CCGWO09T308S-RE-2S 0.80 19525397 | 44 | 27 (@]
solid tip
interrupted cut
E WE 1] CCGWO060204S-WE-2S | 0.40 | 6.35 238 | 28 | 28 [} [
= CCGWO09T304S-WE-2S | 0.40 19.525 397 | 44 | 28 [} [ o
CCGWO09T308S-WE-2S | 0.80 19.525 397 | 44 | 27 O [ E
s
a
solid tip
roughness oriented
% 1st choice, ¥« suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
=
o
(=]
w
&
[
o
[72}
@
a5 (ref. CCGW) v [ (ref. CCGW) ) [ (ref. CCGW) §
w
0.30 0.30 0.30
0.20 0.20 0.20
0.10 0.10 0.10 e
=
&
0.05 0.05 0.05 =
fn (mm/rev) fn (mm/rev) fn (mm/rev) 72}
T T T T T T T T T T T T !
0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 “
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 | GRADES FEATURES p.A120 | | HOLDERS p.A255
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BH | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
CN PUD: Physicalvapor depositon | pyyry PVD PVD PVD PVD PVD|PVD PVD
L D> >
e =2ce 828888888
mwWmn e 8 0 n weoe we wn
. S F R D RS =N ™ M
ISO - with hole SSESSS2=2=22¢2 =
= E EXE =E = = = =2 = = =
* The most popular insert shape due to high Stable maching, | @)1 cnoice () sutavie| @) | @ | O 000 e OO
versatility General machining, . ]
* 80° corner can be used for both turning and s @ Qe @ @ @O @ e eeo
facing operations Unstable machiind, | gg 1o cnoice S 3 sutee| 50 3 B W W o8
* Strong cutting edge with secure seating Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
= in the insert pocket creates good surface
= finishing
5 o \lertical brazing type and solid type CBN RE M
= show better performance in interrupted T ETIETIETIET
machining D1 1000 1000 1500 1200 1100
 The use of chip breaker on CBN
brazed tips effectively improves chip flow 3
control
4 edges
e 40 (120 90 1 90 90 | 60 @ 60
% 160 280 220 200|180 180 150
<T
& Designation RE IC S D1 LE Stock
x
'; 5:; UE @1 CNGA120404S-UE-4V 0.40 | 12,7 | 476 | 516 | 26 vVie e ® & O
E CNGA120408S-UE-4V 0.80 | 12.7 | 476 | 516 | 25 [ ] [ N ] ® & O
g CNGA120412S-UE-4V 120 | 127 | 476 | 516 | 25 O VI O e ® & O
vertical brazing
‘é 5:; VE [ CNGA120408S-UE-4C 080 | 12.7 | 476 | 516 | 25 @
2 E CNGA1204128-UE-4C 120 | 127 | 476 | 516 | 25 @
& =
] =1
(&}
carbide backed
g UE A1 CNGA090308S-UE 0.80 19.525 3.18 H 3.81 | 89 O
E CNGA120408S-UE 0.80 | 12.7 | 476 A 516 | 121 e o o o
o g CNGA120412S-UE 120 | 12,7 | 476 | 516 | 11.7 [ O] [OnN ]
=
=
s
! full solid
= high depth of cut
= SE 11 CNGA120404S-SE-4V 0.40 | 12.7 | 476 | 516 | 26 [ORNe]
<<
S CNGA120408S-SE-4V 0.80 | 12.7 1 476 A 516 | 25 [OAN )
CNGA1204128-SE-4V 120 | 127 | 476 | 516 | 25 [ONe]
S
% vertical brazing
—
g * 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
w
w
w
[~ =
o
7]
[¥¥}
8 CUUN K [ H (ref. CNGA) ap (mm) nm (ref. CNGA) EYUN K [H (fef. CNGA)
= BRAZED TIP FULL SOLID
[V
0.30 4.0 0.30
0.201 UE 3.0 T 02071 e
= 0.101 2.0 0.10-
=
w
3 0.051 101 0.05
7] fn (mm/rev) fn (mm/rev) fn (mm/rev)
! T T T T T T T T T T T T
“ 005 010 020 0.30 010 020 030 040 005 010 020 030
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BH | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
CN PUD: Physicalvapor depositon | pyypy PVD PVD PVD | PVD PVD |PVD PVD
W D w D D L
e ceseoaoc 838888 8 a_:‘
0 e 0 8 1n w»m e W 86 W
. A - A G RS =
- R EE E e e e o | omd | owd
ISOW|thh0|e 0 £0 60 £5 60 62 | 6 62 62 e e ]
E E E EXE E E =E =E =E =E = =)
o The most popular insert shape due to high Stable maciind, | @)1+ choice O sutae @) @ | O o X X Jele) =
versatility General machining, o ]
© 80° corner can be used for both turning and meauncsi @10 Osice @) @ @ O @ ©Ceeeo
facing operations Uns{amemna::v‘;‘gg{ B onoee T T3 D W W W ik 3
* Strong cutting edge with secure seating Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
in the insert pocket creates good surface @
finishing =
o \lertical brazing type and solid type CBN RE M 2
show better performance in interrupted <
hini / 340 340 300 300 300
machining b 1000 10001500 12001100
 The use of chip breaker on CBN
brazed tips effectively improves chip flow 3
control
4 edges
40 (120 90 | 90 | 90 60 60 2]
160 | 280 | 220 200 | 180 180 150 £
<T
Designation RE IC S D1 LE Stock %
& sE@@ CNGA120408T-SE-4V 0.80 | 12.7 | 476 | 516 | 2.5 O i
£ @
w
vertical brazing
without hone -
& seE@ CNGA120408T-SE-4C 0.80 | 12.7 | 476 | 516 | 2.5 (@) g
<
5 E
&
carbide backed
without hone
@ RE A1 CNGA120404S-RE-4V 040 | 12.7 | 476 | 516 | 2.6 O o
= CNGA120408S-RE-4V 0.80 | 12.7 | 476 | 516 | 25 O [ ] o
[
= CNGA120412S-RE-4V 120 | 127 | 476 | 516 | 25 ® [ ] E
== s
a
vertical brazing
interrupted cut
2 rR A CNGA090308S-RE 0.80 19.525 | 3.18 | 3.81 | 89 o
2
o
[
=
L
=S S
=
=
full solid =
interrupted cut '
w
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
&
oc
o
[72}
] :
ap (mm) (ref. CNGA) ap (mm) (ref. CNGA) ap (mm) (ref. CNGA) S
nm nm FULL SOLID <
[V
0.30 0.30 3.0
RE
0.204 0.20 2.0
SE
w
0.10 4 0.10 1.0 1~
=
&
0.05 0.054 0.5+ =
fn (mm/rev) fn (mm/rev) fn (mm/rev) w
T T T T T T T T T T T T .
0.05 0.10 020  0.30 0.05 0.10 0.20 0.30 0.15 0.30 0.45 0.60 “
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BH | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
CN PUD: Physical vapor depositon | py/y PVD PVD PVD PVD PVD PVD PVD
W D w D =D
s eos 2888888 8 8
0 N e 9 6 1n N &6 N 8 W
. TN DN S =N N
- = R R E R e e e e | omed | owd
ISOW|thh0|e 60 (60 60 £5 60 £2 62 62 62 68 e
E E E E E E =E EE E =
* The most popular insert shape due to high Stable maching, | @)1 cnoice () sutavie| @) | @ | O 000 e OO
versatility General machining, . ]
* 80° corner can be used for both turning and s @ Qe @ @ @O @ e eeo
facing operations Unstable machiind, | gg 1o cnoice S 3 sutee| 50 3 B W W o8
* Strong cutting edge with secure seating Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
= in the insert pocket creates good surface
= finishing
2 o \lertical brazing type and solid type CBN RE M
= show better performance in interrupted
hini / 340 | 340 | 300 300 300
machining b 1000 1000 150012001100
 The use of chip breaker on CBN
brazed tips effectively improves chip flow 3
control
4 edges
) 40 (120 90 |90 | 90 60 60
= 160 280 | 220 200 180 180 150
<<
% Designation RE IC S D1 LE Stock
= E wE [11 CNGA120404S-WE-&V | 0.40 | 12.7 | 476 | 516 | 2.6 [olNe} O
“ = CNGA120408S-WE-&V | 0.80 | 12.7 | 476 | 516 | 2.5 [ N} O | O
CNGA120412S-WE-&V | 1.20 | 12.7 | 476 | 516 | 2.5 e o (o6}
vertical brazing
o roughness oriented
g S cr CNGA120404S-CF-4v 040 | 127 | 476 | 516 | 2.6 [ ]
x
% & CNGA120408S-CF-4v 0.80 | 12.7 | 476 | 516 | 2.5 ®
oc
& 2 CNGA120412S-CF-4v 120 | 127 | 476 | 516 | 25 ®
S
vertical brazing
finishing
E crw I CNGA120408S-CFW-4V | 0.80 | 12.7 | 476 | 516 | 2.5 [ ]
o & CNGA120412S-CFW-4V | 1.20 | 12.7 | 476 | 516 | 2.5 [ ]
= oc
3 &
= S
a
vertical brazing
finishing with WIPER
é cm 1 CNGA120408S-CM-4V | 0.80 | 12.7 | 476 | 516 | 2.5 [ ]
& CNGA120412S-CM-8V | 120 | 12.7 | 476 | 516 @ 25 [ ]
&
[
o S
=
=
= vertical brazing
| medium
w
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
w
o
[~ =
o
[72}
@
=] f. CNGA f. CNGA
8 a5 (ref. CNGA) ap (mm) m (ref. CNGA) ap (mm) m (ref. CNGA)
o
0.30 0.8 0.8
0.20 0.6 0.6 1
= 0.10- 0.4 0.4
=
& h
= 0.054 0.2+ 0.2
w fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T
“ 0.05 0.10 020  0.30 0.10 0.20 0.30 0.40 0.10 0.20 0.30 0.40
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BH | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
CN PUD: Physicalvapor depositon | pyypy PVD PVD PVD | PVD PVD |PVD PVD
W D w D D L
s =588 88 8 8 =
mwWmwe @ 8 1n wn & W o W
ISO . ST LLE2S = NNBH §
- with hole aaa22a2=2
0 £0 60 £5 60 62 | 6 62 62 e e ]
E E E EXE E E =E =E =E =E = =)
o The most popular insert shape due to high Stable maciind, | @)1+ choice O sutae @) @ | O o M X JMele) =
versatility General machining,
chining, # choi jtabl
© 80° corner can be used for both turning and meauncsi @10 Osice @) @ @ O @ ©Ceeeo
facing operations Unmh‘emﬁlgmgﬂi B onoee T T3 D W W W o8
* Strong cutting edge with secure seating Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
in the insert pocket creates good surface @
finishing =
o \lertical brazing type and solid type CBN RE M 2
show better performance in interrupted <
hini 340 340 300 | 300 300
machining b 1000 10001500 12001100
 The use of chip breaker on CBN
brazed tips effectively improves chip flow 3
control
4 edges
40 120 90 | 90 | 90 60 60 )
160 280 | 220 | 200 | 180 180 150 £
<T
Designation RE IC S D1 LE Stock g
é cmw 11 CNGA120408S-CMW-4V | 0.80 | 12.7 | 476 | 516 | 2.5 [ ] i
5 CNGA120412S-CMW-4V | 1.20 | 12.7 476 | 516 | 2.5 [ ] “
&
o
==
(=]
vertical brazing
medium with WIPER -
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion g
2
S
&
S
=
—
=
s
a
S
=
=
o
(=]
w
&
oc
o
[72}
@
ap (mm) m (fef. CNGA) g
<<
w
0.8
0.6
w
0.4+ £
=
&
0.2 =
fn (mm/rev) w
. . . . o
010 020 030 040

PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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(2]
=
=
<
=
=
f
<<

F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Indexable inserts - PCBN ¢/SORMA
DIAMOND & CUTTING TOOLS
BH: High CBN volume | BH | BH | BH
PVD: Physical vapor deposition
CN
o =2 >
e e e
HHE
ISO - without hole ===
= = =
o The most popular insert shape due to high Stable machind, | @)1+ choice (sutavie| O | O
versatility General machining, . ]
« 80° corner can be used for both turning and e | @ verce Osiane @ | @ O
facing operations Unstable machiind, | g 1+ cnoice 53 suteve| | B | B
* Strong cutting edge with secure seating Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)

in the insert pocket creates good surface
finishing

o Solid style CBN has stronger performance in
interrupted applications

300 300
1100 800
40 40
160 160
Designation Stock
- |
2| ve @ CNGN090308S-UE 0.80 |9525 318 8.9 o
B CNGN0903125-UE 120 (9525 318 85 ® v
H CNGN0903165-UE 160 19525 318 8.1 o
CNGN1204085-UE 0.80 | 127 476 121 ®
_ CNGN1204125-UE 120 | 127 | 476 17 o
full soli CNGN1204165-UE 160 | 127 476 1.3 o
2 @ CNGX1207125-UE 120 | 127 | 476 17 ®
(77]
B CNGX1207165-UE 160 127 | 476 13 @
=
=]
full solid
dimpled type

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

ap (mm) nm (ref. CNGN) ap (mm) n (ref. CNGX)

FULL SOLID FULL SOLID
4.0+ 4.0+
3.0+ 3.0+

UE

20+ 2.0+
1.0+ 1.0

fn (mm/rev) fn (mm/rev)

010 020 030 040 010 020 030 040
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
Dc PUD: Physial vapor depositon | pypy | pypy | PYD | PYD | PVD | PVD | PVD | PVD
>< L
e e
SE L =
. HET L 2
ISO - with hole SS=2=2==2=22¢2 X
= = == === = =)
o Generally the 1st choice for profile/copy Stable Machang, | @)1+ choice () sutabe 000 O =
turning applications General machining, . ]
* Able to “In-Copy” (plunge turn in small medumcii | @ 1*tice st L] ©Ceeo
diameter) with 30° angle ot | 3 1 choce £ D sutabe o o
® 7° clearance angle, less risk of chip-jam- Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ming in boring -
e Solid brazing generally shows better stability E
and reliability comparing to conventional M '5
carbide backed brazing = y =
D1 340 340
1000 1000
= 70
s
2 edges
120 120 90 90 60 @ 60 =}
280 280 220 180 180 150 %
<T
Designation RE IC S D1 LE Stock %
5:; VE 11 DCGW0702025-UE-2S 020 | 635238 | 28 | 25 (@] [ ] ::Tn
§ DCGWO070204S-UE-2S 040 | 635 | 238 | 28 | 24 [ ) ® ® O | O
g ﬁ DCGWO070208S-UE-2S 0.80 | 6.35 | 238 | 28 2 O|O | O
DCGW11T302S-UE-28 0.20 19525397 | 44 | 25 O [} [ ]
o DCGW11T304S-UE-28 0.40 19525397 | 44 | 24 [ ] ®e 6 o O
ol tp DCGWITTAOBS-UE-2S | 0.80 9525 397 44 | 2 e o 0 O .
5:': VE[@ DCGW11T304S-UE-2C 0.40 19525397 | 44 | 24 [ ] g
E DCGW11T308S-UE-2C 0.80 19.525| 397 | 4.4 2 [eNe] 2
= °
=} o
carbide backed
E SE 11 DCGWO0702025-SE-2S 020 | 635238 | 28 | 25 (@] [ ]
= DCGWO0702045-SE-2S 040 | 635 238 | 28 | 24 [ ] [ ]
DCGWO070208S-SE-2S 0.80 | 6.35 | 238 | 28 2 O e
DCGW11T3025-SE-2S 0.20 19525397 | 44 | 25 (@] [} g
o DCGW11T3048-SE-2S 0.40 19525397 | 44 | 24 A [} -
soli tp DCGWITTI0BS-SE-25 | 0.80 | 9.525 397 | 44 2 e e OO
E SF 11 DCGWO070202T-SF-28 020 | 635238 28 | 25 ®
& DCGWO070204T-SF-28 040 | 635 | 238 | 28 | 24 ®
DCGW11T302T-SF-28 0.20 19.525 397 @ 44 | 25 [ J
DCGW11T304T-SF-28 0.40 19.525 397 @ 44 | 24 °
DCGW11T308T-SF-28 0.80 19.525| 397 | 44 2 ® 2
solid tip =1
without hone =
% 1st choice, ¥ suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion o
&
oc
o
[77]
@
CUUN K [ H (fef. DCGW) o) [T (fef. DCGW) ) [ (fef. DCGW) §
w
0.30 0.30 0.30
0.20 0.20 0.20
UE
w
0.10 0.10 0.10 £
=
&
0.05 0.05 0.05 =
fn (mm/rev) fn (mm/rev) fn (mm/rev) 72}
T T T T T T T T T T T T !
005 010 020 0.30 005 010 020 030 005 010 020 030 “
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL:Low CBNvoume | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
Dc PUD: Physial vapor deposion | pypy pypy | PYD | PVD | PVD | PYD | PVD | PVD
S 9 e 5 € & & e
g 3 e o e e e e
. SSSE5288 5
ISO - with hole =SSE=2==2=22¢=2
E E E E E E E =
* Generally the 1st choice for profile/copy Stable Machang, | @)1+ choice () sutabe 0 00 O O
turning applications General machining, o ]
* Able to “In-Copy” (plunge turn in small medumcii | @ 1*tice st Ld ©Ceeo
diameter) with 30° angle ot | 3 1 choce £ D sutabe &5 o
® 7° clearance angle, less risk of chip-jam- Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
. ming in boring
E e Solid brazing generally shows better stability
'5 and reliability comparing to conventional M
< carbide backed brazing = y
D1 340 | 340
1000 1000
N, 70
s
2 edges
- 120 120 90 90 | 60 @ 60
= 280 280 220 180|180 150
<<
% Designation RE IC S D1 LE Stock
= 2 DCGW070204S-RE-2S | 0.40 | 6.35 | 2.38 | 28 | 24 O
“ % DCGW070208S-RE-2S | 0.80 | 6.35 | 2.38 | 2.8 2 O
[
= DCGW11T304S-RE-28 | 0.40 | 9.525 | 3.97 | 44 | 24 [
&= DCGW11T308S-RE-28 | 0.80 | 9.525 | 3.97 | 44 2 [
solid tip
- interrupted cut
g * 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
2
S
&
S
=
—
=
=
a
S
=
=
[+=
[=]
w
w
w
[~ =
o
[72}
w
&
3 a5 (fef. DCGW)
o
0.30
0.20
w
e 0.10
=
&
< 0.05
w fn (mm/rev)
é T T T T
0.05 0.10 020  0.30
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BH | BH | BL | BL | BL | BL | BL
BH: High CBN volume
DN PVD: Physical vapor deposition PVD  PVD PVD ' PVD |PVD | PVD | PVD
W o D = L
S8 s58 88 8 8 =
w e & 9 wn ww e w
IS0 - with hol S 222988 S
- Wi ole 60 60 00 60 00 6 | e e e )
= =E =E =E =E =E | =E = = a
o Generally the 1st choice for profile/copy Stable e, | @)1 choice () suiavie| @) | O o M Jelle) =
turning applications General machining, . ]
« Able to “In-Copy” (plunge turn into a smaller medunci| @10 Ot @) @ O | @ ©eeo
diameter) at an angle of 30° Uns{ab‘emﬁec:v‘;‘ggi B ooee Tpwiae T3 W W8 A
o Vertical brazing and solid type has impressi- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
ve performance on interrupted applications @
e Solid brazing generally shows better stability E
and reliability comparing to conventional M '5
carbide backed brazing - % =
340 | 300 300 300
' D1 1000 1500 1200 1100
-7
s
4 edges
40 120 90 90 60 60 )
160 280 220 | 180 | 180 | 150 £
<T
Designation RE IC S D1 LE Stock %
= DNGA150404S-UE-4V 0.40 | 12.7 | 476 | 516 | 2.7 (Ol J i
1%2]
E DNGA150408S-UE-4V 0.80 | 12.7 | 476 | 516 | 2.3 O | O “
g DNGA150604S-UE-4V 0.40 | 127 | 635 | 5,16 | 2.7 ®
DNGA150608S-UE-4V 0.80 | 12.7 | 6.35 | 5,16 | 2.3 [ ] O
DNGA150612S-UE-4V 1.20 | 12.7 | 6.35 | 5,16 2 ®
vertical brazing
5:', UE [11 DNGA150604S-UE-4S 0.40 | 12.7 | 6.35 | 5,16 | 24 Ol e e @ O 2
E DNGA150608S-UE-4S 0.80 | 12.7 | 6.35 | 5,16 2 O e @& @& O §
g [=} DNGA150612S-UE-4S 120 | 127 1 6.35 | 5,16 | 2.1 OO0 OO %
(]
solid tip
Z vE@ DNGA150608S-UE-4C | 0.80 | 127 635 516 | 2 | O
&2
w
=
=
=] S
=
=
s
carbide backed .
Z @ DNGA150608S-UE 080 127 | 635 | 516 147 ® O
w
E DNGA150612S-UE 0.80 | 12.7 1 6.35 | 516 | 14.3 ® O
=
=]
full solid ==
high depth of cut %
—
ESEIII DNGA150404S-SE-4V 0.40 | 127 | 476 | 516 | 2.7 [eNe] g
5 DNGA150408S-SE-4V 0.80 | 12.7 | 476 | 516 | 2.3 [elNe] w
vertical brazing
* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion %
5
[72}
@
ap (mm) (ref. DNGA) ap (mm) (ref. DNGA) ap (mm) (ref. DNGA) 8
mn BRAZED TIP n FULL SOLID m <
[V
0.30 4.0+ 0.30
0.20 UE 3.0 0.20
w
0.10 4 2.0+ 0.10 4 1~
=
&
0.05 1.0+ 0.05 =
fn (mm/rev) fn (mm/rev) fn (mm/rev) n
T T T T T T T T T T T T !
0.05 0.10 0.20 0.30 0.10 0.20 0.30 0.40 0.05 0.10 0.20 0.30 “
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL:Low CBNvoume | BH | BH | BH | BH | BL | BL | BL | BL | BL
BH: High CBN volume
DN PVD: Physical vapor deposition PVD | PVD PVD ' PVD PVD PVD PVD
[TARTER 3
e 22388888 8
nw e 8 8 1n n» W 8 W
i =S E2E22Ss-c9aa
ISO - with hole SSES==2=2=2=2
E E E E E E E E =
* Generally the 1st choice for profile/copy Stable maching, | @)1 choice () sutavie| @ | O 0Oe e OO0
turning applications General machining, o ]
« Able to “In-Copy” (plunge turn into a smaller remci @1 oee: Ouiene @ @O @ ©Oeeo
diameter) at an angle of 30° Uns{ab‘emﬁec:v‘;‘ggi B oo o $ B B W AR
o Vertical brazing and solid type has impressi- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
- ve performance on interrupted applications
E e Solid brazing generally shows better stability
'5 and reliability comparing to conventional M
< carbide backed brazing - %
340 | 300 300 | 300
; D1 10001500 1200 1100
-7
s
4 edges
o 40 120 90 90 | 60 @ 60
= 160 280 | 220 180 | 180 150
<<
% Designation RE IC S D1 LE Stock
'; QSEII] DNGA150604S-SE-4S 040 | 127 | 6.35 | 516 | 2.4 [ORNe)
S DNGA150608S-SE-4S 080 | 127 | 635|516 | 2 [ORNe)
-
solid tip
‘é @ RE [11 DNGA150604S-RE-4S | 0.40 | 12.7 | 6.35 | 516 | 2.4 O
8 = DNGA150608S-RE-4S | 0.80 | 12.7 | 6.35 | 516 | 2 O
S = = DNGA150612S-RE-4S | 1.20 | 12.7 | 6.35 | 516 | 2.1 o
' L 4
12y =
solid tip
interrupted cut
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
—
=
=
a
S
=
=
[+=
[=]
w
w
w
[~ =
o
[72}
@
o
8 a5 (ref. DNGA) v [ (ref. DNGA)
o
0.30 0.30
0.20 0.20
2 0.10 0.10
=
&
< 0.05 0.05
w fn (mm/rev) fn (mm/rev)
! T T T T T T T T
“ 0.05 0.10 020  0.30 0.05 0.10 0.20 0.30
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBN volume | Bl | BL | BH
BH: High CBN volume
MCN PVD: Physical vapor deposition PVD | PVD | PVD
5
b33 @
i % 8 o 3
MicroNega 222 i
= =E = =)
* MicroNega system it serves as an alternative | S ™S, | @+ crace (O sutare| @ | O | @ =
to positive conventional solutions General machining
chining, 15 choi itabl
o Excellent economy for external small part megumcit | @ 1eroee O ©) | @ | @
machining or small boring application ot | 3 1 choce £ D sutabe o3
© Special holders tailored with big clearance Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
angle for boring application, effectively =
reduces the risk of chip-jamming E
o \lertical brazed type CBN provides the Micro- RE M '5
Nega family with advanced opportuni !
g y pp! ty | 340 <
b 1000
S
4 edges
90 90 )
220 180 5
<T
Designation RE IC S D1 LE Stock %
= MCN.R02S-GP-4V 020 75 318 36 | 22 o |V i
1%2]
§ MCN.R04S-GP-4v 040 75 318 36 | 22 o |V “
g MCN.R08S-GP-4V 080 | 75 318 36 | 21 o |V
vertical brazing
& cc MCN.R04S-CC-4v 040 75 318 36 22 @ g
< =
= MCN.R08S-CC-4V 080 75 318 36 | 21 O §
&
&
% 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
—
=
s
a
S
=
=
o
(=]
w
&
oc
o
[72}
@
CUUN K [ H (ref. MCN) EYUN K | H (ref. MCN) §
w
0.30 0.30
6P
0.20 0.20
SE
w
0.10 0.104 e
=
&
0.05 0.05 =
fn (mm/rev) fn (mm/rev) 72}
T T T T T T T T !
0.05 0.10 020  0.30 0.05 0.10 0.20 0.30 “
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=
=
<
=
=
f
<<

F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING

Indexable inserts - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

BL: L_owCBNvo\ume BL | BL | BH
BH: High CBN volume
MDN PVD: Physical vapor deposition PVD | PVD PVD
o o o
w N W
i A
MicroNega 222
= =E =
* MicroNega system it serves as an alternative | S22 ™0, | @y << choce (D) sutanie| @ | O | @
to positive conventional solutions General machining
g, 19 choi itabl
* Excellent economy for external small part e | @ veree Quiae O | @ | @
machining or small boring application ot | 3 1 choce £ D sutabe &5
© Special holders tailored with big clearance Dimensions \ISD Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
angle for boring application, effectively
reduces the risk of chip-jamming
o \lertical brazed type CBN provides the Micro- M
Nega family with advanced opportunity 0
D1 1000
s
4 edges
90 | 90
220 180
Designation RE IC S D1 LE Stock
5:; GP [0 MDN.R02S-GP-4V 020 7 |318| 36 | 24 o |V
E MDN.R04S-GP-4V 040 | 7 |318] 36 | 22 o |V
g MDN.R08S-GP-4V 080 7 |318] 36 | 18 o |V
vertical brazing
&icc MDN.R02S-CC-4V 020 7 |318| 36 | 24 O
<
&5 MDN.R04S-CC-4V 040 | 7 [318] 36 | 22 O
MDN.R08S-CC-4V 080 7 |318] 36 | 18 O

* 1st choice, v suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

CUUN K [ H (fef. MDN) EYUN K | H (fef. MDN)
030 030
6P
020 020
SE
0.104 0.104
005 005
fn (mm/rev) fn (mm/rev)
T T T T T T T T
005 010 020 030 005 010 020 030
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH
C - y
z =
ISO - without hole = 0
= (=]
o \ery strong and universal use insert shape Stable Machang, | @)1+ choice () sutabe =
 With a high volume tough grade, able to General machining
i ¢ 1% choi itabl
cope with the challenges in heavy load medumcii | @ 1*oice Ostae| O
applications Unstale maching, | gg 1= choice 3 suanle | 3o
o Stable sitting on the holder pocket Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
(43
=
=
M 2
o 300 <
120 1200
IC
S
S
=
2
Designation RE IC S D1 LE Stock %
2D RCGX090700-UE 476 9525 794 - | - ® -
§ RCGX120700S-UE 6.35 | 12,7 | 7.94 - - ®
=
=2
full solid
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion 2
S
[+~
S
&
S
=
—
=
s
a
S
=
=
o
(=]
w
&
oc
o
[77]
@
ap (mm) nm (ref. CNGN) g
FULL SOLID <
[V
4.0+
3.0
UE
w
2.0 &
=
&
101 =
fn (mm/rev) w
‘ ‘ ‘ ‘ -
010 020 030 040
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(2]
=
=
<
=
=
f
<<

F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH:Hign CaNvoume | BH | BH | BH | BH | BH | BL | BL
BL: Low CBN volume
RN PVD: Physical vapor deposition PVD PVD | PVD
e 2223288
o oo wo & R
. 22282SK
ISO - without hole =SES=ES=2=2
= = = === =
* Very strong and universal use insert shape Stable machind, | @) 1schoce Osutave| O | O | O ® O
Could b d both in turni d profil
.m?llljmgeuse oth in turning and profile Generd e, | @ e oo @) @) @ O 0
* With a wide range of grade choices, able to | "™“* "R g 1w croce (B 8 W W W
cope with challenges in Several applications Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)

40 | 40 40 90 90
160 160 | 160 | 200 | 180

&
300 | 300 | 300 300 300
150015001100 800 800
S
LE

Designation RE IC S D1 Stock
- | - -
Z UE A1 RNGNO060300S-UE 3.18 1 6.35 | 3.18 O
E RNGNO0903008-UE 476 19.525| 3.18 - - [ ® & V| e O
g RNGN1203008-UE 6.35 | 12.7 | 3.18 - - Ol e |V
RNGN1204008-UE 6.35 | 12.7 | 4.76 - - [ e o o o
full solid
& sE [ RNGN090300T-SE 4.76 19.525| 3.18 - - [ ] ®
£
w
full solid
without hone
S| Re [@01 RNGN090300S-RE 476 19.525| 3.18 - - ®
§ RNGN120400S-RE 6.35 | 12.7 | 4.76 - - ® O
=
w
=
full solid
interrupted cut
S RHIA RNGN090300S-RH 476 19.525| 3.18 - - ®
2
S
[
=
w
o«
full solid

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

ap (mm) nm (ref. CNGN) ap (mm) nm (ref. RNGN) ap (mm) nm (ref. RNGN) ap (mm) n (ref. RNGN)

FULL SOLID FULL SOLID FULL SOLID FULL SOLID
4.0 3.0 3.04 3.0
3.0+ 2.0+ 2.0 RE 2.0

UE
2.0+ 1.0 1.04 1.0
1.0 0.5+ 0.5 0.5
n (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
0.10 0.20 0.30 0.40 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60 0.15 0.30 0.45 0.60
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255

A158 nidkoroo.s | SORMA CUTTING SOLUTIONS



TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH | BH | BH | BL | BL
BL: Low CBN volume
SN PVD: Physical vapor deposition PVD PVD | PVD
51
888888 =
e & & » [2=]
i =EE2S g 3
ISO - with hole === X
= E ZE =E = =)
* Very strong 90° corner with excellent Stable macitnd, | @y 1 choice () suiatle | ) O @O =
economy (8 edges on double-sided inserts), | general machining
i ¢ 1% choi itabl
especially with vertical brazing or solid type meduncsi| @10 Osicte @ O @ O | @
CBNs Unstab\em;ec:‘)gwggi ﬁv‘choice @suitable x ﬂ :
* Mostly used for rough facing operations Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o High radial forces push against the workpie- @
ce when used for turning E
 Should always be used in a stable set-up M '5
' D1 300 300 | 300 =
’ 1500 1200 1100
S
8 edges
40 | 90 | 90 5
160 220 180 =
<T
Designation RE IC S D1 LE Stock %
2 vE A1 SNGA120404S-UE-8V 040 | 127 | 476 | 516 | 2.2 ® i
1%2]
E SNGA120408S-UE-8V 080 | 12.7 | 476 | 516 | 2.2 [CRNCRNe) “
g SNGA120412S-UE-8V 120 | 127 | 476 | 516 | 2.2 ®
vertical brazing
Z U@ SNGA120408S-UE 080 | 127 1 476 | 516 119 O ©O s
B =
E SNGA120412S-UE 120 | 127 1 476 | 516 115 O O §
= &
=] '
o
full solid
high depth of cut
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
—
=
=
a
S
=
=
[~=
a
i
]
[~=
o
[72}
@
ap (mm) (ref. SNGA) ap (mm) (ref. SNGA) =
nm BRAZED TIP n FULL SOLID <
[V
0.304 4.0+
0.20 UE 3.0
w
0.104 2.0 &
=
&
0.05 1.04 =
fn (mm/rev) fn (mm/rev) g
T T T T T T T T
0.05 0.10 020  0.30 0.10 0.20 0.30 0.40 -
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F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH | BH | BH | BH
PVD: Physical vapor deposition
SN
o DD >
e o e e
e o o w
| HHHE:
ISO - without hole =23
= == =
* Vlery strong 90° corner with excellent Stable machitnd, | @y 1 choice () suiatie | (O O
economy (8 edges on double-sided inserts), | general machining
i ¢ 1% choi itabl
especially with vertical brazing or solid type remci | @1 oee: Osiane @ O | @ O
CBNs Unstable mﬁec:‘)gwggi B - choice §73 suitable S8 88
* Mostly used for rough facing operations Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)

o High radial forces push against the workpie-
ce when used for turning
 Should always be used in a stable set-up

- ' 300 300 300 300
. : 15001200 1100 800
F
S
8 edges
40 | 40
160 160

Designation RE IC S D1 LE Stock
= SNGN090308S-UE 0.80 19.525| 3.18 - 8.7 (@]
% e [ SNGN090312S-UE 1.20 19.525| 3.18 - 8.3 ® VvV
% SNGN0903168-UE 1.60 19.525| 3.18 - 7.9 (@]
SNGN120408S-UE 0.80 | 12.7 | 476 - 1.9 (@]
SNGN120412S-UE 1.20 | 127 | 476 - 15 ® O
fulfsold SNGN1204165-UE 160 | 127 476 - | 111 o
5(': VE@A SNGX120412S-UE 1.20 | 127 | 476 - 15 [ ]
E SNGX120712S-UE 120 | 127 | 794 - 15 @
g SNGX120716S-UE 160 | 127 | 7.94 - M1l @
full solid
dimpled type
E SE A SNGN120412T-SE 1.20 | 127 | 476 - - v
5
full solid
without hone

* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

ap (mm) nm (ref. CNGN) ap (mm) n (ref. SNGX) ap (mm) nm (ref. SNGN)
FULL SOLID FULL SOLID FULL SOLID
4.0+ 4.0+ 4.0+
3.0+ 3.0+ 30+
UE UE
20+ 2.0+ 2.0+
1.0+ 1.0 1.0
n (mm/rev) fn (mm/rev) fn (mm/rev)
010 020 030 040 010 020 030 040 010 020 030 040
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH | BH | BL | BL | BL | BL
BL: Low CBN volume
Tc PVD: Physical vapor deposition PVD PVD | PVD | PVD | PVD
o = L
e =88 88 -
. s s 828 8 S
ISO - with hole SE=2=2=2 =2 &
= E ZE =E =E = =)
* Very versatile insert shape sable machind, | @y 1scroce Osuiae| @) | @) | @ | @ | O =
o Excellent choice for general boring due to General machining, . )
very stable seating of the insert in the boring medumcii | @ 1* e Osiate| @ | @ ©eO0
bar pocket Unstable machiind, | g 1 cnoice 577 suteble | £ | 52 s
* Extra clearance between the insert and the Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
workpiece bore, greatly reduce the risk of -
chip jamming =
 Boring bars made of steel (Vortex technolo- M '5
gy) and carbide are available <
o ) . S 340 340
@ 80° C shape insert is recommended when a D1 1000 1000
stronger edge is required ; ; 70 I
s
3 edges
120 9 0 60 )
280 | 220 | 180 150 £
<T
Designation RE IC S D1 LE Stock %
5:; VE 11 TCGW110204S-UE-3S | 0.40 | 6.35 | 238 | 28 | 25 [N BN ) =
E N TCGW110208S-UE-3S | 0.80 H 6.35 | 2.38 | 2.8 | 22 ® e “
g a., TCGW16T304S-UE-3S | 0.40 1 9.525| 397 | 44 | 25 [CRNCRN )
) TCGW16T308S-UE-3S | 0.80 1 9.525| 397 | 4.4 | 22 Ol ]
solid tip
Z U@ TCGW090204S-UE-3¢ | 0.40 556 | 238 | 25 | 25 | O 2
B =
E N TCGW110204S-UE-3¢ | 0.40 635|238 28 | 25 @ §
g a TCGW110208S-UE-3¢ | 0.80 635|238 28 | 22 @ %
J TCGW16T304S-UE-3¢ | 0.40 9525|397 44 | 25 @ =
TCGW16T308S-UE-3¢ | 0.80 1 9.525| 397 44 | 22 @
carbide backed
SRS H| TCGW110204S-SE-35 040 | 635 | 238 | 28 | 25 [ORN )
<
S - TCGW110208S-SE-35 080 | 635 | 238 | 28 | 22 @]
a-, TCGW16T304S-SE-35 040 19525 397 | 44 | 25 [eRNe) .
) TCGW16T308S-SE-38 0.80 |9.525|3.97 | 44 | 22 o E
s
solid tip .
& seE@ TCGW110204T-SE-3C 040 | 635 238 | 28 | 25 | O
<
& -
carbide backed e
without hone =
—
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion g
i
@
[~=
o
[72}
@
ap (mm) nm (ref. TCGW) ap (mm) nm (ref. TCGW) §
w
0.304 0.304
0.204 0.20
UE
0.10 ot | e
=
&
0.05+ 0.05+ =
fn (mm/rev) fn (mm/rev) 72}
T T T T T T T T !
0.05 0.10 020  0.30 0.05 0.10 0.20 0.30 “
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH | BH | BL | BL | BL | BL
BL: Low CBN volume
Tc PVD: Physical vapor deposition PVD PVD | PVD| PVD | PVD
o D
e =888 8
. s 82488
ISO - with hole =SS=2=2=2¢2
E E E ZE =E =
* Very versatile insert shape sable maching, | @y 1scroce Osutate| @) | @ | @ | @ | O
o Excellent choice for general boring due to General machining
chining, * choi jtabl
very stable seating of the insert in the boring e | @ eroee Qs @ | @ ©eo0
bar pocket Unstable machiing, | g 14 choice 52 suteble | 3 | &3 s
* Extra clearance between the insert and the Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
- workpiece bore, greatly reduce the risk of
= chip jamming
E  Boring bars made of steel (Vortex technolo- M
= gy) and carbide are available TR BT
@ 80° C shape insert is recommended when a - D1 1000 1000
stronger edge is required ; ; 70 I
s
3 edges
5 120 90 90 | 60
% 280 220 180 | 150
<<
§ Designation RE IC S D1 LE Stock
'; @ RE 11 TCGW110204S-RE-3S 040 | 635 | 238 | 28 | 25 O
= N TCGW110208S-RE-3S 080 | 635238 | 28 | 22 O
[
= a TCGW16T304S-RE-3S 040 [9.525| 397 | 44 | 25 O
&= ) TCGW16T308S-RE-3S 0.80 [9.525| 397 | 44 | 22 O
solid tip
- interrupted cut
g @ RE [@ TCGW110208S-RE-3C 080 | 635 | 238 | 28 | 22 [}
2 S TCGW16T308S-RE-3C 0.80 [9.525| 3.97 | 44 | 22 O
[ 2 -~
! =
“ = ﬁ}
carbide backed
interrupted cut
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
—
=
=
a
S
=
=
[+
[=]
w
w
w
[~
o
[72}
w
&
3 CUUN K [ H (ref. TCGW)
o
0.304
RE
0.20
w
e 0.10
=
&
S 0.05+
w fn (mm/rev)
é T T T T
0.05 0.10 020  0.30
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | BH | BH | BH | BH | BL | BL | BL | BL | BL
BH: High CBN volume
TN PVD: Physical vapor deposition PVD  PVD PVD ' PVD |PVD | PVD | PVD
W o D = L
S8 s58 88 8 8 =
w e & 9 wn ww e w
IS0 - with hol S 222988 S
- Wi ole 62 00 | cA £ 62 62 ea 62| ea ]
= =ExE =E E =E =E =E = | = =
* Very versatile insert shape, can be used for | SER M, | @y 1 crace (D) sutanle| @) | O O 0e OO0 =
turning, facing, boring, copy turning and General machining, . )
basic profiling, sometimes even threading medunci| @10 Ot @) @ O | @ ©eeo
 Good economy with up to 6 cutting edges Uns{ab‘emﬁec:v‘;‘ggi B ooee Tpwiae T3 W W8 gk
* T16 has a similar depth of cut as CN12 Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
[&]
=
=
RE o
M =
IC A LE :
340 1300 300 300 o
D1 1000 15001200 1100
607
S
6 edges
40 (120 1 90 | 90 | 60 @ 60 s
160 280 220 180 180 150 %
<T
Designation RE IC S D1 LE Stock %
5:; UE @1 TNGA160404S-UE-6V 0.40 19.525| 476 | 3.81 | 29 [ ] ©@® O e @ @ O i
E - TNGA160408S-UE-6V 0.80 19.525| 476 | 3.81 | 26 [ ] © ®© e @ & O “
g 8; TNGA160412S-UE-6V 1.20 19525 476 | 3.81 | 24 O ®@ OO0 0Ol 0|0
vertical brazing
2D TNGA1604045-UE-6C | 0.40 [9.525 | 476 | 3.81 | 25 | O g
= =
E - TNGA160408S-UE-6C 0.80 19.525| 476 | 381 | 22 | O §
g TNGA160412S-UE-6C 120 19525 476 | 381 | 24 | O %.
(o) N 5
carbide backed
= TNGA160408S-UE
B UE [ ® O
E TNGA160412S-UE (oG]
=
=1 S
A -
=
s
full solid .
high depth of cut =
ESEI]] TNGA160404S-SE-6V 0.40 19.525 4.76 H 3.81 | 29 O |0
S . TNGA160408S-SE-6V 0.80 19.525 4.76 K 3.81 | 2.6 O |0
8; TNGA160412S-SE-6V 1.20 19.525 476 H 3.81 | 24 O | O
S
vertical brazing %
—
* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion g
w
&
oc
o
[77]
@
ap (mm) (ref. TNGA) ap (mm) (ref. TNGA) ap (mm) (ref. TNGA) 8
nm BRAZED TIP n FULL SOLID m <
[V
0.30 4.0+ 0.30
0.20 UE 3.0 0.20
w
0.10 4 2.0+ 0.10 4 1~
=
&
0.05 1.0+ 0.05 =
fn (mm/rev) fn (mm/rev) fn (mm/rev) n
T T T T T T T T T T T T !
0.05 0.10 0.20 0.30 0.10 0.20 0.30 0.40 0.05 0.10 0.20 0.30 “
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBN volume | BH | BL
BH: High CBN volume
T N PVD: Physical vapor deposition PVD
S 8
S8
ISO - with hole ==
= =
* Very versatile insert shape, can be used for | SER ™A, | @y 1 choice (D sutavie| O | @
turning, facing, boring, copy turning and General machining
i ¢ 1% choi itabl
basic profiling, sometimes even threading medum et @ oo Ouie @ @
* Good economy with up to 6 cutting edges ot | 3 1 choce D sutabie| o
* T16 has a similar depth of cut as CN12 Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
[}
=
=
c=c, RE M
2
' A [LE
< ' 300
@ D1 1100
i A
60%.
S
6 edges
o 40 90
= 160 ' 200
2
% Designation RE IC S D1 LE Stock
'; @ RE 11 TNGA160404S-RE-6V 040 [9.525| 4.76 | 381 | 29 (@]
= - TNGA160408S-RE-6V 0.80 |9.525| 4.76 | 3.81 | 2.6 (@]
[
= Q:- TNGA160412S-RE-6V 120 |9.525| 476 | 381 | 24 (@]
vertical brazing
- interrupted cut
g * 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
2
S
&
S
=
—
=
=
a
S
=
=
[+=
[=]
w
w
w
[~ =
o
[72}
w
&
3 a5 (ref. TNGA)
o
0.30
0.20
2 0.10
=
&
< 0.05
w fn (mm/rev)
é T T T T
0.05 0.10 020  0.30
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH | BL
BL: Low CBN volume
T N PVD: Physical vapor deposition PVD
= w
S g =
. N o
ISO - without hole == =
= = (=)
* Very versatile insert shape, can be used for | SER M, | @y 1 crace (D sutae| ) | @) =
turning, facing, boring, copy turning and General machining
i ¢ 1% choi itabl
basic profiling, sometimes even threading meduni | @1 wr Oicte| @) | @
* Good economy with up to 6 cutting edges e st | 3 1 cnoce B sutabie| o
* T16 has a similar depth of cut as CN12 Dimensions Vc(m/min) - suggested cutting speed range (bold: 1% choice)
[&]
=
=
5
=~
<
6 edges
90 =}
200 5
. . S
Designation RE | IC S Stock %
5:; UE @1 TNGN160408S-UE 0.80 19.525 | 4.76 [ ] i
=2 o
w
=
=
=2
full solid
* 1st choice, ¥ suitable, @ stock standard, ® non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion 2
S
[+~
S
&
S
=
—
=
s
a
S
=
=
o
(=]
w
&
oc
o
[77]
@
ap (mm) nm (ref. CNGN) g
FULL SOLID <
[V
4.0+
3.0
UE
w
2.04 1~
=
&
101 =
fn (mm/rev) w
‘ ‘ ‘ ‘ -
010 020 030 040
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBNvolume | Bl | BL | BL
PVD: Physical vapor deposition
TP PVD  PVD|PVD
e e e
e e e
. 288
ISO - with hole 22 =
= = =
* Vlery versatile insert shape Stable maching, | @)1 choice () sutavie| @ | O
o Excellent choice for general boring due to General machining
i ¢ 1% choi itabl
very stable seating of the insert in the boring medum et @ ooz Ouime O @ O
bar pocket Unstabe macting, | ga 1< choice €3 sutable s
* Extra clearance between the insert and the Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
- workpiece bore, greatly reduces the risk of
= chip jamming
'5  Boring bars made of steel (Vortex technolo- M
= gy) and carbide are available A |LE
 Edge is 80° C shape insert is recommended - D1
when a stronger edge is required ] A 11 I
y
3 edges
5 90 | 90 | 60
= 220 | 180 | 150
2
% Designation RE IC S D1 LE Stock
= 2 UED] TPGW110302S-UE-3S 020 | 635 | 318 | 33 | 26 O
1%2]
“ E N TPGW110304S-UE-35 040 | 635 | 318 | 33 | 25 ® O
S I TPGW110308S-UE-35 080|635 318 | 33 | 22 ®
solid tip
2 & se TPGW110304S-SE-3S 040 | 635 318 | 33 | 25 | O
= <
§ &5 N TPGW110308S-SE-3S 080|635 318| 33 | 22 O
S "‘_
& i
solid tip
2 re TPGW110304S-RE-38 | 0.40 | 6.35 | 318 | 33 | 25 O
2
E -
= b
[} w %
= oc 4
—
= )
=
! solid tip
= interrupted cut
* 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
=
[+
[=]
w
w
w
[~
o
[72}
@
o
8 o [ (ref. TPGW) o) [T (ref. TPGW) a5 (ref. TPGW)
o
0.304 0.304 0.304
0.204 0.20 0.20
2 0.10 0.10 0.10
=
&
= 0.054 0.05 0.05
w fn (mm/rev) fn (mm/rev) fn (mm/rev)
! T T T T T T T T T T T T
“ 0.05 0.10 020  0.30 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30
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A166 nidkoroo.s | SORMA CUTTING SOLUTIONS



TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL:Low CBNvoume | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
VB PVD: Physical vapor deposition PVD PVD | PVD | PVD | PVD |PVD | PVD
>< Ll
o D
g8g8gs8 2
. SESS2E8288 8 3
ISO - with hole SS=2=2==2=22¢2 X
E E E E E =E XE = =)

o 15t choice for complex shape copy turning siale et @1+ cnoce Osiae| @) | @) @ @ @ O O =

e Can “In-Copy” (plunge turn into a smaller General machiing, . )
diameter) at an angle up to 49° meduni | @1 wor Oicte| @) | @ ©Ceeo

o Can work extremely close to the tailstock/ ot | 3 1 onoce B sutavee| €3 | €3 o
live center Dimensions \ISD Ve(m/min) - suggested cutting speed range (bold: 15 choice)

* Positive style can be used for external and 5
internal applications, in many cases impro- E
ved performance outweighs the increased M '5
cost per edge (2 edges vs. 4 edges of a : :

p . ge (2 edg g ) 340 340 <
double sided VNGA) = 1000 1000
2 edges S
120 120 90 | 90 60 60 )
280 280 | 220 180 180 150 £
<T
Designation RE IC S D1 LE Stock %

5:; VE 11 VBGW110302S-UE-2S | 0.20 | 6.35 | 3.18 | 2.8 3 (@] ';

E VBGW110304S-UE-2S | 0.40 | 6.35 | 3.18 | 28 | 25 @) ® O

g = VBGW160402S-UE-2S | 0.20 ' 9.525 | 4.76 | 4.4 3 [ ]

VBGW160404S-UE-2S | 0.40 9.525 476 = 44 | 25 ) ®e & o O
VBGW160408S-UE-2S | 0.80 9.525 4.76 = 4.4 | 2.2 ) ®e 6 & O
solid tip

5:', vE @ VBGW160404S-UE-2C | 0.40 9.525 476 | 44 | 25 | O %

E VBGW160408S-UE-2C | 0.80 (9.525 476 | 44 | 22 | O =

= &

=] '
(]
carbide backed

Esgm VBGW110302S-SE-28 | 0.20 | 6.35 | 3.18 @ 2.8 3 [ ]

= VBGW110304S-SE-28 | 0.40  6.35 | 3.18 | 2.8 | 25 A [ ]

= VBGW160402S-SE-28 | 0.20 |9.525| 4.76 | 4.4 3 [ ] o

VBGW160404S-SE-28 | 0.40 9.525 476 = 44 | 25 [ [ ] E

VBGW160408S-SE-28 | 0.80 9.525 476 = 4.4 | 2.2 ® [ ] =

solid tip .
%spm VBGW110302T-SF-2S 020 | 6.35 | 3.18 | 238 3 [ ]
= VBGW110304T-SF-2§ 040 | 635 1 318 | 28 | 25 (@]
= VBGW160402T-SF-25 0.20 |9.525  4.76 | 4.4 3 o
VBGW160404T-SF-28 040 19525 476 | 44 | 25 ®
VBGW160408T-SF-25 0.80 19525 476 | 44 | 22 ®

solid tip e

without hone =

—

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion g

w

&

oc

o

[72}

@

CUUN K [ H (ref. VBGW) o) [T (ref. VBGW) ) [ (ref. VBGW) §

w
0.30 0.30 0.30
0.20 0.20 0.20

UE

w

0.10 4 0.10 0.10 4 =

=

&

0.054 0.05 0.05 =

fn (mm/rev) fn (mm/rev) fn (mm/rev) 72}

T T T T T T T T T T T T !

0.05 0.10 020  0.30 0.05 0.10 0.20 0.30 0.05 0.10 0.20 0.30 “
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL:Low CBNvoume | BH | BH | BL | BL | BL | BL | BL | BL
BH: High CBN volume
VB PVD: Physical vapor deposition PVD PVD | PVD | PVD | PVD | PVD | PVD
S 2 e ’u‘ € & & e
s 3 e o e e e e
: SSZ2Z222884
ISO - with hole =SSE=2==2=22¢=2
E E E E E E E =
* 1st choice for complex shape copy turning siale et @ 1scnoce e @ @ @ @ @1 O O
e Can “In-Copy” (plunge turn into a smaller General machining,
chining, * choi jtabl
diameter) at an angle up to 49° e | @ eroee Qs @ | @ ©Ceeo
o Can work extremely close to the tailstock/ ot | 31 e D sutabee| 5| L5 o
live center Dimensions IS0 Ve(m/min) - suggested cutting speed range (bold: 15 choice)
- * Positive style can be used for external and
E internal applications, in many cases impro-
E ved performance outweighs the increased M
= cost per edge (2 edges vs. 4 edges of a / TR BT
2 edges S
- 120 120 90 | 90 | 60 | 60
g 280 280 220 180 180 150
<<
§ Designation RE IC S D1 LE Stock
= 2 VBGW160404S-RE-2S | 0.40 9.525 476 = 44 | 25 O
“ % VBGW160408S-RE-2S | 0.80 9.525 | 4.76 = 4.4 | 2.2 O
=
w
o~
solid tip
- interrupted cut
g @ RE [@ VBGW160404S-RE-2C | 0.40 9.525 476 = 4.4 | 25 (@)
% = VBGW1604088-RE-2C | 0.80 1 9.525| 4.76 | 4.4 | 22 @)
- =
o ]
oc
carbide backed
interrupted cut
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
—
=
=
a
S
=
=
[+
[=]
w
w
w
[~
o
[72}
w
&
3 CUUN K [ H (ref. VBGW)
o
0.30
RE
0.20
w
e 0.10
=
&
S 0.05
w fn (mm/rev)
é T T T T
0.05 0.10 020  0.30
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL:Low CBN volume | BL | BL
PVD: Physical vapor deposition
Vc PVD |PVD
[T
o e
e o =
. 2| <
ISO - with hole 2 = X
= = =)
o 1st choice for complex shape copy turning Stable e, | @)1 choice () suiavie| @) | O =
 Can “In-Copy” (plunge turn into a smaller General machining
i ¢ 1% choi itabl
diameter) at an angle up to 49° medum et @ v Que O @
o Can work extremely close to the tailstock/ oo | 3 1 coice &3 utabie
live center Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1% choice)

o Positive style can be used for external and
internal applications, in many cases impro-
ved performance outweighs the increased
cost per edge (2 edges vs. 4 edges of a
double sided VNGA)

A - TURNING

90

S
180 =
<T
Designation Stock %
2 UE D VCGW110304S-UE-28 040 | 635 318 28 | 25 [ ] i
1%2]
E VCGW160404S-UE-28 0.40 19.525 476 @ 44 | 25 [ ] “
= =3 VCGW160408S-UE-2S 0.80 19.525 4.76 @ 44 | 22 [ ]
solid tip
& sl VCGW110304S-SE-25 | 0.40 635 318 28 | 25 @ g
‘% VCGW160404S-SE-2S 0.40 19525 476 44 | 25 @ §
=3 VCGW160408S-SE-2S 0.80 19525 476 | 44 | 22 O %
(]
solid tip
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
E
—
=
s
a
S
=
=
o
(=]
w
&
[
o
[72}
@
a5 (fef. VCGW) o) [T (fef. VCGW) §
w
0.30 0.30
0.20 0.20
0.10 0.10 e
=
&
0.051 0.051 =
fn (mm/rev) fn (mm/rev) 72}
T T T T T T T T !
0.05 0.10 020  0.30 0.05 0.10 0.20 0.30 “
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 | GRADES FEATURES p.A120 | | HOLDERS p.A255

nidkotoo.s | SORMA CUTTING SOLUTIONS A169



TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BL: Low CBN volume | BH | BH | BL | BL
BH: High CBN volume
VN PVD: Physical vapor deposition PVD | PVD | PVD | PVD
8888
N S w»n w»
i = £z o
ISO - with hole ===
= E ZE =
o 1st choice for complex shape copy turning siable machind, | @)1 cnoce (sutavie| @ | O | @ | O
e Can “In-Copy” (plunge turn into a smaller General machining,
i ¢ 1% choi itabl
diameter) at an angle up to 49° reinci @1 Qe @ @ O @
o Can work extremely close to the tailstock/ | "™ RN, | g v+ cnoce § 73 sunae| £ 3
live center Dimensions \ISD Ve(m/min) - suggested cutting speed range (bold: 15 choice)
- e Lighter ap and fn are recommended for
= this shape
'5  Double sided style should mainly be used for M
= external applications - TR
\); 1000 1500
)
4 edges
5 90 90
= 220 180
2
% Designation RE IC S D1 LE Stock
'; 5:; UE [ VNGA160404S-UE-4V 040 |9.525 | 4.76 | 381 | 2.2 [ ] (@]
E VNGA160408S-UE-4V 0.80 |9.525| 4.76 | 3.81 | 2.3 [ (@]
=
=2
vertical brazing
‘é 5:', vE @ VNGA160404S-UE-4C 040 [9.525| 476 | 381 | 25 | O
§ E VNGA160408S-UE-4C 0.80 |9.525 | 476 | 381 | 22 | O
< 5 -
o
carbide backed
%SE[“ VUNGA160404S-SE-4V 0.40 19.525 | 4.76 | 3.81 | 2.2 O
= VUNGA160408S-SE-4V 0.80 19.525  4.76 | 3.81 | 2.3 O
S
=
—
=
=
. vertical brazing
% 1st choice, ¥« suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion
S
=
=
[+
[=]
w
w
w
[~
o
[72}
@
8 CUUN K [ H (ref. VNGA) o) |51 (ref. VNGA)
= BRAZED TIP
[V
0.304 0.304
0.20 UE 0.20
2 0.10 0.10
=
&
< 0.05 0.05
w fn (mm/rev) fn (mm/rev)
! T T T T T T T T
“ 0.05 0.10 020  0.30 0.05 0.10 0.20 0.30
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TURNING Indexable inserts - PCBN %SORMA

DIAMOND & CUTTING TOOLS

BH: High CBN volume | BH | BH | BH | BL | BL | BL | BL
BL: Low CBN volume
WN PVD: Physical vapor deposition PVD PVD | PVD |PVD | PVD
o D=
e 228 88 8
S 8 9 n wn e w
i EE22o 89S
ISO - with hole =SSS=2==2=2
= = = = = = =
* 6-corner 80° diamond shape that can Stable macitnd, | @y 1 choice () suiatle | ) OO0
i d to CNGA-styl
ooescuonomy ompareq o BXEAHE | see s @ rtone (oo @ O @ O @@ O
« Generally used on more moderate depths of | "R b1 cnace {3 suiae b B o
cut and feedrates than CNGA-style inserts Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)

e Lighter ap is recommended compared to
C shape inserts

300 300
1200 1100

40 90 90 60 60
160 | 220 | 180 | 180 150

Designation Stock
5:; UE A1 WNGA080404S-UE-6V 0.40 | 127 476 A 516 | 2.6 O OO O
E - WNGA080408S-UE-6V 0.80 | 12.7 1 476 A 516 | 2.6 O ® e O
g ! WNGA080412S-UE-6V 120 | 127 476 1 516 | 25 O OO O
‘G.J

vertical brazing
5:', VE [ WNGAO080408S-UE 0.80 | 127 1 476 516 | 79 | O | O
§ WNGA080412S-UE 120 | 127 1 476 516 | 75 | O | O
=]

full solid

high depth of cut
ESEm WNGA080404S-SE-6V 0.40 | 12.7 | 476 A 516 | 2.6 @)
5 - WNGA080408S-SE-6V 0.80 | 12.7 | 476 | 516 | 2.6 @)

Gjh

vertical brazing
S| Re [ WNGAO080404S-RE-6V 0.40 | 127 | 476 A 516 | 2.6 (@] O
§ - WNGA080408S-RE-6V 0.80 | 12.7 | 476 A 516 | 2.6 (@] [ J
[ .
E 9’! WNGAO080412S-RE-6V 120 | 127 476 1 516 | 25 ® O

vertical brazing

interrupted cut

* 1st choice, v suitable, @ stock standard, @ non-stock standard (no MOQ), O non-stock standard (MOQ), A upcoming product, V stock exhaustion

CUUN K [ H (ref. WNGA) ap (mm) n (ref. WNGA) v [T (ref. WNGA) BN K [H (ref. WNGA)
BRAZED TIP FULL SOLID
030 40+ 030 030
RE
0.20 UE 3.0 0.20 0.20
010+ 20+ 010 010
005 1.0+ 005 005+
fn (mm/rev) fn (mm/rev) fn (mm/rev) fn (mm/rev)
T T T T T T T T T T T T T T T T
005 010 020 030 010 020 030 040 005 010 020 030 005 010 020 030
PRODUCT SELECTION p.A142 | CUTTING CONDITIONS p.A177 =~ GRADESFEATURES p.A120 ~ HOLDERS p.A255
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A - TURNING

F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS

TURNING Parameters - cutting speed - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

‘ IS0 513 ‘

1S0 513

B haroNEss | NBHASOE NBH4S0U NBHS00C
HB | min | start | max | min | start | max | min | start | max
. 400 700 1000 . 400 700 1000 O 500 1000 1500
Crey cast fron 150+250 @ 380 650 920 @ 380 650 920 @@ 400 900 1400
(ex. 0.6025/GG25/EN-GJL-250) .
@ 340 600 860 @ 340 600 860 3 300 800 1300
e HARDNESS | NBLOSOG / CX NBLISOC NBL200C
HRC min | start | max min | start | max min | start | max
. 120 200 280 . 100 160 220 O 100 150 200
Case-hardened steel .
(ex. 1.7131/16MnCr5) 50 = 56 @ 90 150 210 ‘ 90 135 180
. 100 170 240 . 100 150 200 O 100 140 180
Bearing steel, quenched and tempered steel .
(ex.1.350/100C16) 54 = 62 @ 90 140 190 ‘ 90 130 170
@ 00 140 180 @ 8 130 180 (O 80 120 160
Hardened tool steel X
(o1 ZASENZ100M12] 60 = 65 ) 70 120 170 @ 70 110 150
White cast iron 54 - 62

(ex 0.9625/G-X260NiCr42)

Complete workpiece materials p. M1.
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TURNING Parameters - cutting speed - PCBN

&

SORMA

DIAMOND & CUTTING TOOLS

NBHS00U NBHGOOU NBHS00U NBHIS50U
min | start | max min | start | max min | start | max min | start | max
() 500 1000 1500 () 500 80 1100
@ 400 900 1400 | () 400 800 1200 @ 400 700 1000 () 400 600 800
#® 300 800 130 @ 300 600 900 MW 300 600 900 @ 300 500 700
NBL250C NBL300C NBL350C NBHS00C NBHI00U NBHI50U
min | start | max min | start | max min | start | max min | start | max min | start | max min | start | max
O 100 140 180 (O 80 130 180
@ 0 130 170 |@ 70 120 170 () 70 110 150
£ 60 110 160 @ 60 100 140
O 80 130 180 | (O 80 120 160 O 80 130 180
@ 0 120 170 |@ 70 110 15 () 70 100 130 @ 0 120 170
£ 60 100 140 @ 60 90 120 # o 110 155
O 7 1o 150 [ O 70 100 130 O 70 110 150
@ o0 100 140 @ 60 90 120 () 60 80 100 @ oo 100 140
& 5 8 110 @ 50 70 QO g 6 9 12
O 100 140 180 | () 80 130 180
@ 90 130 170 @ 70 120 170 () 80 130 180
8 120 160 M 50 100 150 @ 70 110 150

nidkotoo.s | SORMA CUTTING SOLUTIONS

Complete workpiece materials p. M1.
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F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING

G - SPARE PARTS

TURNING Parameters - depth of cut and feed rate - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
CCGW060202S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08 CNGA120412S-WE-4V 0.06 0.13 0.20 0.10 0.20 0.30
CCGW060202S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15 CNGN090308S-UE 0.50 1.50 2.50 0.10 0.20 0.30
CCGW060202T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08 CNGN090312S-UE 0.50 1.50 2.50 0.10 0.23 0.36
CCGW060204S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20 CNGN090316S-UE 0.50 1.50 2.50 0.10 0.25 0.40
CCGW060204S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12 CNGN120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
CCGW060204S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18 CNGN120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36
CCGW060204S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18 CNGN120416S-UE 1.00 2.00 3.00 0.10 0.25 0.40
CCGW060204S-WE-2S 0.05 0.10 0.15 0.07 0.14 0.21 CNGX120712S-UE 1.00 2.00 3.00 0.10 0.23 0.36
CCGWO060204T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12 CNGX120716S-UE 1.00 2.00 3.00 0.10 0.25 0.40
CCGW060208S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22 DCGW070202S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGW060208S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15 DCGW070202S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
CCGW060208S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20 DCGW070202T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGW060208S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20 DCGW070204S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20
CCGW09T302S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08 DCGW070204S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGW09T302S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15 DCGW070204S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
CCGW09T304S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20 DCGW070204T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGWO09T304S-SE-2S 0.05 0.10 0.15 0.04 0.08 012 DCGWO070208S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22
CCGW09T304S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18 DCGW070208S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
CCGW09T304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18 DCGW070208S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
CCGW09T304S-WE-2S 0.05 0.10 0.15 0.07 0.14 0.21 DCGW11T302S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGWO09T304T-SF-2S 0.05 0.10 0.15 0.04 0.08 012 DCGW11T302S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
CCGW09T308S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22 DCGW11T302T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
CCGW09T308S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15 DCGW11T304S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20
CCGW09T308S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGWO09T308S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T304S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18
CCGW09T308S-WE-2S 0.05 0.10 0.15 0.07 0.15 0.23 DCGW11T304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
CCGW09T308T-SF-2S 0.05 0.10 0.15 0.05 0.10 0.15 DCGW11T304T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
CCGW120404S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18 DCGW11T308S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22
CCGW120408S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T308S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
CCGW120408S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20 DCGW11T308S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20
CNGA090308S-RE 0.50 1.50 2.50 0.08 0.16 0.24 DCGW11T308S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20
CNGA090308S-UE 0.50 1.50 2.50 0.10 0.20 0.30 DCGW11T308T-SF-2S 0.05 0.10 0.15 0.05 0.10 0.15
CNGA120404S-CF-4V 0.08 017 0.26 0.08 0.14 0.20 DNGA150404S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18
CNGA120404S-RE-4V 0.08 0.17 0.26 0.08 0.14 0.20 DNGA150404S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20
CNGA120404S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18 DNGA150408S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20
CNGA120404S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20 DNGA150408S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120404S-WE-4V 0.06 0.13 0.20 0.10 0.17 0.24 DNGA150604S-RE-4S 0.08 0.17 0.26 0.08 0.14 0.20
CNGA120408S-CF-4V 0.08 0.17 0.26 0.08 0.15 0.22 DNGA150604S-SE-4S 0.06 0.13 0.20 0.06 0.12 0.18
CNGA120408S-CFW-4V 0.08 0.17 0.26 0.10 0.19 0.28 DNGA150604S-UE-4S 0.07 0.16 0.25 0.08 0.14 0.20
CNGA120408S-CM-4V 0.30 0.50 0.70 0.08 0.16 0.24 DNGA150604S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20
CNGA120408S-CMW-4V 0.30 0.50 0.70 0.10 0.20 0.30 DNGA150608S-RE-4S 0.08 0.17 0.26 0.08 0.16 0.24
CNGA120408S-RE-4V 0.08 0.17 0.26 0.08 0.16 0.24 DNGA150608S-SE-4S 0.06 0.13 0.20 0.06 0.13 0.20
CNGA120408S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 DNGA150608S-UE 1.00 2.00 3.00 0.10 0.20 0.30
CNGA120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30 DNGA150608S-UE-4C 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408S-UE-4C 0.07 0.16 0.25 0.08 0.15 0.22 DNGA150608S-UE-4S 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22 DNGA150608S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22
CNGA120408S-WE-4V 0.06 0.13 0.20 0.10 0.19 0.28 DNGA150612S-RE-4S 0.08 0.17 0.26 0.08 0.17 0.26
CNGA120408T-SE-4C 0.06 0.13 0.20 0.06 0.13 0.20 DNGA150612S-UE 1.00 2.00 3.00 0.10 0.23 0.36
CNGA120408T-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 DNGA150612S-UE-4S 0.07 0.16 0.25 0.08 0.16 0.24
CNGA120412S-CF-4V 0.08 0.17 0.26 0.08 0.16 0.24 DNGA150612S-UE-4V 0.07 0.16 0.25 0.08 0.16 0.24
CNGA120412S-CFW-4V 0.08 0.17 0.26 0.10 0.20 0.30 MCC.R02S-CS-1C 0.05 0.10 0.15 0.04 0.06 0.08
CNGA120412S-CM-4V 0.30 0.50 0.70 0.08 0.17 0.26 MCC.R02T-CC-1C 0.05 0.10 0.15 0.04 0.06 0.08
CNGA120412S-CMW-4V 0.30 0.50 0.70 0.10 0.22 0.34 MCC.R02T-GP-1C 0.06 0.13 0.20 0.05 0.10 0.15
CNGA120412S-RE-4V 0.08 0.17 0.26 0.08 0.17 0.26 MCC.R04T-GP-1C 0.06 0.13 0.20 0.06 0.12 0.18
CNGA120412S-SE-4V 0.06 0.13 0.20 0.06 0.14 0.22 MCN.R02S-GP-4V 0.07 0.16 0.25 0.06 0.12 0.18
CNGA120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 MCN.R02S-SE-4V 0.06 0.13 0.20 0.05 0.10 0.15
CNGA120412S-UE-4C 0.07 0.16 0.25 0.08 0.16 0.24 MCN.R02S-UE-4V 0.07 0.16 0.25 0.06 0.12 0.18
CNGA120412S-UE-4V 0.07 0.16 0.25 0.08 0.16 0.24 MCN.R04S-CC-4V 0.06 0.13 0.20 0.06 0.12 0.18
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TURNING Parameters - depth of cut and feed rate - PCBN

¢, SORMA

DIAMOND & CUTTING TOOLS

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION DESIGNATION
ap (mm) fn (mm/rev) ap (mm) fn (mm/rev)

min start max min start max min start max min start max
MCN.R04S-GP-4V 0.07 0.16 0.25 0.08 0.14 0.20 TCGW16T304S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18
MCN.R04S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18 TCGW16T308S-RE-3C 0.08 0.16 0.25 0.06 0.14 0.22
MCN.R04S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20 TCGW16T308S-RE-3S 0.08 0.16 0.25 0.06 0.14 0.22
MCN.R08S-CC-4V 0.06 0.13 0.20 0.06 0.13 0.20 TCGW16T308S-SE-3S 0.05 0.10 0.15 0.05 0.10 0.15
MCN.RO8S-GP-4V 0.07 0.16 0.25 0.08 0.15 0.22 TCGW16T308S-UE-3C 0.06 0.13 0.20 0.06 0.13 0.20
MCN.RO8S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 TCGW16T308S-UE-3S 0.06 0.13 0.20 0.06 0.13 0.20
MCN.R08S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22 TNGA160404S-RE-6V 0.08 0.17 0.26 0.08 0.14 0.20
MDN.R02S-CC-4V 0.06 0.13 0.20 0.05 0.10 0.15 TNGA160404S-SE-6V 0.06 0.13 0.20 0.06 0.12 0.18
MDN.RO2S-GP-4V 0.07 0.16 0.25 0.06 0.12 0.18 TNGA160404S-UE-6C 0.07 0.16 0.25 0.08 0.14 0.20
MDN.R02S-SE-4V 0.06 0.13 0.20 0.05 0.10 0.15 TNGA160404S-UE-6V 0.07 0.16 0.25 0.08 0.14 0.20
MDN.R02S-UE-4V 0.07 0.16 0.25 0.06 0.12 0.18 TNGA160408S-RE-6V 0.08 0.17 0.26 0.08 0.16 0.24
MDN.R04S-CC-4V 0.06 0.13 0.20 0.06 0.12 0.18 TNGA160408S-SE-6V 0.06 0.13 0.20 0.06 0.13 0.20
MDN.R04S-GP-4V 0.07 0.16 0.25 0.08 0.14 0.20 TNGA160408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
MDN.R04S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18 TNGA160408S-UE-6C 0.07 0.16 0.25 0.08 0.15 0.22
MDN.R04S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20 TNGA160408S-UE-6V 0.07 0.16 0.25 0.08 0.15 0.22
MDN.R08S-CC-4V 0.06 0.13 0.20 0.06 0.13 0.20 TNGA160412S-RE-6V 0.08 0.17 0.26 0.08 0.17 0.26
MDN.RO8S-GP-4V 0.07 0.16 0.25 0.08 0.15 0.22 TNGA160412S-SE-6V 0.06 0.13 0.20 0.06 0.14 0.22
MDN.RO8S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20 TNGA160412S-UE 1.00 2.00 3.00 0.10 0.23 0.36
MDN.R08S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22 TNGA160412S-UE-6C 0.07 0.16 0.25 0.08 0.16 0.24
RCGX090700S-UE 0.50 1.50 2.50 0.10 0.30 0.50 TNGA160412S-UE-6V 0.07 0.16 0.25 0.08 0.16 0.24
RCGX120700S-UE 0.50 2.00 3.50 0.10 0.35 0.60 TNGN110308S-UE 0.50 1.50 2.50 0.10 0.20 0.30
RNGN060300S-UE 0.50 1.00 1.50 0.10 0.20 0.30 TNGN160408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
RNGN090300S-RE 0.50 1.50 2.50 0.15 0.35 0.55 TPGW090204S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18
RNGN090300S-RH 0.50 1.50 2.50 0.15 0.35 0.55 TPGW110302S-UE-3S 0.06 0.13 0.20 0.05 0.10 0.15
RNGN090300S-UE 0.50 1.50 2.50 0.10 0.30 0.50 TPGW110304S-RE-3S 0.08 0.16 0.25 0.06 0.13 0.20
RNGN090300T-SE 0.20 1.00 1.80 0.10 0.20 0.30 TPGW110304S-SE-3S 0.05 0.10 0.15 0.04 0.08 0.12
RNGN120300S-UE 0.50 2.00 3.50 0.10 0.35 0.60 TPGW110304S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18
RNGN120400S-RE 0.50 2.00 3.50 0.10 0.45 0.80 TPGW110308S-SE-3S 0.05 0.10 0.15 0.05 0.10 0.15
RNGN120400S-UE 0.50 2.00 3.50 0.10 0.35 0.60 TPGW110308S-UE-3S 0.06 0.13 0.20 0.06 0.13 0.20
SNGA120404S-UE-8V 0.07 0.16 0.25 0.08 0.14 0.20 VBGW110302S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGA120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30 VBGW110302S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
SNGA120408S-UE-8V 0.07 0.16 0.25 0.08 0.15 0.22 VBGW110302T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGA120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW110304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
SNGA120412S-UE-8V 0.07 0.16 0.25 0.08 0.16 0.24 VBGW110304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
SNGN090308S-UE 0.50 1.50 2.50 0.10 0.20 0.30 VBGW110304T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
SNGN090312S-UE 0.50 1.50 2.50 0.10 0.23 0.36 VBGW160402S-SE-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGN090316S-UE 0.50 1.50 2.50 0.10 0.25 0.40 VBGW160402S-UE-2S 0.06 0.13 0.20 0.05 0.10 0.15
SNGN090412S-UE 0.50 1.50 2.50 0.10 0.23 0.36 VBGW160402T-SF-2S 0.05 0.10 0.15 0.04 0.06 0.08
SNGN120408S-UE 1.00 2.00 3.00 0.10 0.20 0.30 VBGW160404S-RE-2C 0.08 0.16 0.25 0.06 0.13 0.20
SNGN120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW160404S-RE-2S 0.08 0.16 0.25 0.06 0.13 0.20
SNGN120416S-UE 1.00 2.00 3.00 0.10 0.25 0.40 VBGW160404S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
SNGX120412S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW160404S-UE-2C 0.06 0.13 0.20 0.06 0.12 0.18
SNGX120712S-UE 1.00 2.00 3.00 0.10 0.23 0.36 VBGW160404S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
SNGX120716S-UE 1.00 2.00 3.00 0.10 0.25 0.40 VBGW160404T-SF-2S 0.05 0.10 0.15 0.04 0.08 0.12
TCGW090204S-UE-3C 0.06 0.13 0.20 0.06 0.12 0.18 VBGW160408S-RE-2C 0.08 0.16 0.25 0.06 0.14 0.22
TCGW110204S-RE-3S 0.08 0.16 0.25 0.06 0.13 0.20 VBGW160408S-RE-2S 0.08 0.16 0.25 0.06 0.14 0.22
TCGW110204S-SE-3S 0.05 0.10 0.15 0.04 0.08 0.12 VBGW160408S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
TCGW110204S-UE-3C 0.06 0.13 0.20 0.06 0.12 0.18 VBGW160408S-UE-2C 0.06 0.13 0.20 0.06 0.13 0.20
TCGW110204S-UE-3S 0.06 0.13 0.20 0.06 0.12 0.18 VBGW160408S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20
TCGW110204T-SE-3C 0.05 0.10 0.15 0.04 0.08 0.12 VBGW160408T-SF-2S 0.05 0.10 0.15 0.05 0.10 0.15
TCGW110208S-RE-3C 0.08 0.16 0.25 0.06 0.14 0.22 VCGW110304S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
TCGW110208S-RE-3S 0.08 0.16 0.25 0.06 0.14 0.22 VCGW110304S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
TCGW110208S-SE-3S 0.05 0.10 0.15 0.05 0.10 0.15 VCGW160404S-SE-2S 0.05 0.10 0.15 0.04 0.08 0.12
TCGW110208S-UE-3C 0.06 0.13 0.20 0.06 0.13 0.20 VCGW160404S-UE-2S 0.06 0.13 0.20 0.06 0.12 0.18
TCGW110208S-UE-3S 0.06 0.13 0.20 0.06 0.13 0.20 VCGW160408S-SE-2S 0.05 0.10 0.15 0.05 0.10 0.15
TCGW16T304S-RE-3S 0.08 0.16 0.25 0.06 0.13 0.20 VCGW160408S-UE-2S 0.06 0.13 0.20 0.06 0.13 0.20
TCGW16T304S-SE-3S 0.05 0.10 0.15 0.04 0.08 0.12 VNGA160404S-SE-4V 0.06 0.13 0.20 0.06 0.12 0.18
TCGW16T304S-UE-3C 0.06 0.13 0.20 0.06 0.12 0.18 VNGA160404S-UE-4C 0.07 0.16 0.25 0.08 0.14 0.20
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A - TURNING

F - ACCESSORIES E - DRILLING D - MILLING C - GROOVING B - THREADING

G - SPARE PARTS



TURNING Parameters - depth of cut and feed rate - PCBN ¢/SORMA

DIAMOND & CUTTING TOOLS

DEPTH OF CUT FEED RATE

w DESIGNATION

= ap (mm) fn (mm/rev)

§ min start max min start max

'-'QJ VNGA160404S-UE-4V 0.07 0.16 0.25 0.08 0.14 0.20

= VNGA160408S-SE-4V 0.06 0.13 0.20 0.06 0.13 0.20
VNGA160408S-UE-4C 0.07 0.16 0.25 0.08 0.15 0.22
VNGA160408S-UE-4V 0.07 0.16 0.25 0.08 0.15 0.22
WNGA080404S-RE-6V 0.08 0.17 0.26 0.08 0.14 0.20
WNGA080404S-SE-6V 0.06 0.13 0.20 0.06 0.12 0.18

2 WNGA080404S-UE-6V 0.07 0.16 0.25 0.08 0.14 0.20

E WNGA080408S-RE-6V 0.08 0.17 0.26 0.08 0.16 0.24

:: WNGA080408S-SE-6V 0.06 0.13 0.20 0.06 0.13 0.20
WNGA080408S-UE 1.00 2.00 3.00 0.10 0.20 0.30
WNGA080408S-UE-6V 0.07 0.16 0.25 0.08 0.15 0.22
WNGA080412S-RE-6V 0.08 0.17 0.26 0.08 0.17 0.26
WNGA080412S-UE 1.00 2.00 3.00 0.10 0.23 0.36

- WNGA080412S-UE-6V 0.07 0.16 0.25 0.08 0.16 0.24
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