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% Arranged by Alphabetical order
A-PCLN 440 DPDU 446 FSVPB/C 397
A-PDQN 442 DPTF 445 FSVUB/C 396
A-PDUN 439 DPVP 449 FSWL1 422
A-PDZN 443 DSKN 402 FSWL2 423
A-PSKN 437 DTFN 403 FSWUB/P 394
A-PTFN 438 DVUN 404 FSWUB/P-E 395
A-PWLN 441 DWLN 405 MWLN 444
B1_Arbor 450 FCTU1 420 S-SCLC 428
C-BLS 417 FCTU2 421 S-SCzC 436
C-SCLC 429 FSCLC/P 386 S-SDQC 430
C-SDhQC 431 FSCLC/P-E 387 S-SDUC 426
C-SbucC 427 FSDQC 392 S-SSKC 434
C-STFC 425 FSDQC-E 393 S-STFC 424
C-SvQC 433 FSDUC 390 S-STFE 451
CB 410 FSDUC-E 391 S-SVQC 432
CR 412 FSTU1 418 S-SvVuC 435
DCLN 400 FSTU2 419 SCLC 406
DDUN 401 FSTUP 388 STUC 408
DPCL 447 FSTUP-E 389 SWUB 407
DPDH 448 FSVJB/C 398
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BORING BARS

BORING BARS

IDENTIFICATION

M DIMPLE BAR ©Min.Cutting Diameter @Shank Diameter
(mm) (mm)
10| 10 ||22| 22 08 8
Blnsert Shape @Cutting Angle 12| 12 ||25| 25 10 10
C |RHOMBIC 80° u 93° 13| 13 [|30| 30 12 12
D |RHOMBIC 55° L 95° ®lnsert Clearance 14| 14 32| 32 16 16
T |TRIANGULAR 60° Q 107°30° B 5° 16| 16 ||34| 34 20 20
@Function @Clamp Structure V |RHOMBIC 35° P 117°30° (o3 7° 18| 18 (40| 40 25 25
F ‘Fixedtype S ‘ Screw-on W | TRIGON J 142° P 11° 20| 20 32 32
— |
@ () @
F| |S |C] [L] |IC] 10/ |08 |[R|-|06] |E|-|2/3
[0 @ 6) @ 6 © %) |
I 1 |
®Hand of Tool ©Cutting Edge Length (mm) ®Shank Material @ Tool Length (Carbide shank only) (mm)
R |Right Hand Inscribed circle| 4 76|5.56| 6.35 | 7.94 |9.525 E | Carbide Shank Shank Dia.| 8| 10| 12 | 16 | 20
L | Left Hand RHOMBIC 80°| — - 06 0.8 09 S |[Steel Shank No symbol | 140 | 160 | 180 | 220 | 250
RHOMBIC 55°| — | — 07 - 1 2/3 90| 105| 120 | 145 | 165
TRIANGULAR 60°| 08 | 09 " - 16 1/2 70| 80| 90 | 110 | 125
RHOMBIC 35°| 08 | — 1" - 16
TRIGON | L3 | — 04 - 06
M ISO TYPE Boring tools
[For Aluminium Alloy, P-type and S-type]
S| 16 M| |S] |C] |[L] |[C| [R] |09
@ o) ® ® ® ® [ | ©
——
@Tool Length 1
®Shank Material (mm) @Clamp Structure ®lnsert Shape @Insert Clearance ®Hand of Tool
A | Steel Shank F 80 P Lever Lock C |RHOMBIC 80° c 7°Positive R |Right Hand
with Coolant Hole H 100 S Screw-on D |RHOMBIC 55° E 20°Positive L |LeftHand
Cc Carbide Shank . S
- | Carbide Shank K| 125 S |SQUARE 900 N 0 0 _
with Coolant Hole M 150 T | TRIANGULAR 60 P 11°Positive
S Steel Shank Q 180 V |RHOMBIC 35°
R 200 W | TRIGON
S 250
I T | 300
@Shank Diameter u 350
(mm) v 400 ©®Cutting Angle @Cutting Edge Length (mm)
08 8 F 91° Inscribed circle| 6,35 |7.94 | 9.525 | 12.70 | 19.05
10 10 K 75° RHOMBIC 80°| 06 | 08 | 09 12 19
12 12 L 95° RHOMBIC 55°| 07 | — 1" 15 -
16 16 Q 107°30° SQUARE 90° | — - 09 12 19
20 20 U 93° TRIANGULARG0° | 11 | — 16 22 -
25 25 RHOMBIC 35°| 11 | — 16 - -
32 32
40 40
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BORING BARS

FEATURES OF DIMPLE BAR

Highly rigid steel shank and a lightweight head configuration
designed by computer simulation analysis reduces chatter
and improves the vibration damping properties.

Chip disposal is improved by having

two channels for chip evacuation.

The lightweight head with its large
dimple reduces chatter.

Available in sizes smaller than the ISO

standard. Therefore the boring of
small diameter holes is possible.

The boring bar has a laser printed
scale on the shank to facilitate easy
installation.

"F and FS" breakers improves the quality
of the surface finish, "MV" breaker offers
excellent chip disposal. High wear
resistant CBN inserts are also available

for the machining of hardened materials.

M VIBRATION RESISTANCE

Weight of th
@DIMPLE BAR A

Damping Time

49.7g 15.8ms

By reducing the weight of the head, the damping
properties are increased.

@ Conventional Product We'ﬂga%“he Damping Time
70.1g 20ms

* The simulation data stated above was conducted with a FSCLP1816R-09S holder, under the following conditions;

1/d=5, depth of cut=0.5mm, and feed=0.05mm/rev.

M Direction for the use of CCG/MT « CPG/MT + CPMX « TPG/MX type inserts

By changing the clamp screw, it is possible to use the inserts listed in the table below.

Holder : FSTUP « FSTUP...E

Holder : FSCLC/P « FSCLC/P...E

Insert Number Clamp Screw

Insert Number

Clamp Screw

CCG/MT0602:: ($6.35) Can be used as it is.

TPG/MX0802:

3 (94.76)

Change to CS200T

CPG/MT0802:: (¢7.94) Change to TS3 TPG/MX0902::: ($5.56) Change to CS250T
CPG/MT0903::: ($9.525) Change to TS4 TPG/MX1103:: ($9.525) Change to CS300890T
CPMX0802::: (¢7.94) Can be used as it is.
CPMX0903 3 ($9.525) Can be used as it is.
* If the screw is too long the please shorten as necessary.
(Note) TPMT/W09, W11 types cannot be used due to a different clamp screw size.
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BORING BARS

BORING BARS

CLASSIFICATION

Name of Tool Holder

Features

KAPR=75°

DIMPLE BAR

® The minimum cutting diameter is
from #10.

® 5°,7°, 11° positive insert.

® Excellent vibration resistance due
to a light dimple head.

® |/d is 3 to 5 times the diameter
(Carbide shank is 7 to 8 times the
diameter).

KAPR=91°

FSTUP
© 388

KAPR=93°

FSVUB/C
© 396

DOUBLE CLAMP
DIMPLE BAR

® The minimum cutting diameter is
from ¢32.

® Economical negative insert.

® Single action type.

® Excellent vibration resistance due
to a light dimple head.
(With coolant hole.)

® |/d is 3 to 4 times the diameter.

DSKN
© 402

DTFN
© 403

DVUN
© 404

F Type Boring Bars

® The minimum cutting diameter is
from ¢5.8.
® 11°positive insert.

® Screw-on type and Clamp-on type.

® |/d is 3 to 5 times the diameter.
® FSWL type is 7°positive insert.

FCTU
© 420

S Type Boring Bars

/

® The minimum cutting diameter is from ¢11.
® SO standard.
® 7°positive insert.
@® Screw-on type.
® |/dis 3 to 5 times the diameter
(Carbide shank is 7 times the diameter).

P Type Boring Bars

/

® The minimum cutting diameter is
from ¢25.

® |SO standard.

® Economical negative insert.

® Lever lock type, and pin lock type.

® |/d is 3 times the diameter. I;S‘:g\l ':)Tg': %D‘gy
D Type Boring Head | ® The minimum cutting diameter is
from ¢40.
_ ® Economical negative insert.
® Lever lock type.
® Exchangeable head type. DPTF DPDU
© 445 © 446

M Type Boring Bars

=

® The minimum cutting diameter is
from ¢32.

® Negative trigon shape insert.

® Double clamp type.

® |/d is 3 times the diameter.

AL Type Boring Bars

/

@ The minimum cutting diameter is from $20.
® Suitable for non-ferrous metal.

® 20°positive insert.

® Screw-on type.

® |/d is 6 times the diameter.

® Excellent vibration resistance.

STFE
© 451

MICRO-DEX

Boring Bars
(Carbide Shank)

® The minimum cutting diameter is from @5.
® 7°positive insert.

® Carbide shank type.

® Easy-to-use tool geometries.

® Suitable for small workpieces.

® |/dis 5 times the diameter.

SWUB
© 407

STUC
© 408

MICRO-MINI TWIN
Boring Bars

® The minimum cutting diameter is
from ¢2.2.

® Solid carbide type with two cutting
edges.

® Continuous cutting from boring to facing.

@ With or without a chip breaker.

MICRO-MINI

® The minimum cutting diameter is
from ¢3.2.

® Solid carbide type (Single cutting edges).

® |/d is 5 times the diameter.

@ Cutting edge can be shaped
according to the application. Thus,
it covers a wide cutting range
(threading,grooving,copying, etc.).

(Note 1) Holders with blue colour symbol have an anti-vibration carbide shank. (For Micro-dex boring bars, carbide shank only.)
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BORING BARS

CLASSIFICATION

KAPR=3°,5° Selection Standard
KAPR-Tf — |5 [ > o 3
SI88 2| 8sx2 |8
ElgE| £ S5|82| & |3 I8
2138 ¢ F2(58|S|gee
= £
£ EE S SLOE| 8|8 63
* *
FSWUB/P | FSCLC/P FSDQC FSVPB/C FSVJB/C
© 394 © 386 © 392 © 397 © 398
"3
DCLN DWLN
© 400 © 405

O
Ox
Ox

FSWL
© 422

O]
2D «
\_/
\&)
o]

SCLC SDQC svQcC
© 428 © 430 © 432
-4
o] ” (O [o]
= =
PCLN PWLN PDQN
© 440 © 441 © 442

r
i

DPCL DPDH DPVP
© 447 © 448 © 449

(©)
©)
O
©)

MWLN
© 444

@
& ©) ©)

SCLC
© 406

ﬁ
©)
©)
(@)

CB(}RS(-B) CR
© 410 © 412

©) ©)

(Note 2) © : 1st recommendation. O: 2nd recommendation.
(Note 3) *Indicates that the shank material is carbide.

S« MITSUBISHI MATERIALS 385

BORING BARS



BORING BARS

BORING BARS

FSCLLC/P DIMPLE BAR

i RECOMMENDED CUTTING CONDITION >> 399 FEATURES OF DIMPLE BAR >> 383
PrPdUCt |nf0rmat|0n GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 138
s o5° CBN TURNING INSERTS >> 244 PCD TURNING INSERTS >> 272
e TR KAPR SPARE PARTS >> 1927 TECHNICAL INFO >> 1971

ISO13399 PROPERTY >> 1966

. e
) L e LF DCON
2
% GAMP:FSCL108R/L-06S = 1° Right hand tool holder shown. Unit: mm
x [=] w
Order Number g n:: Inserts § w % ";" T § % = g §
Clamp Screw Wrench
FSCLC1008R-06S ® R CC*0602 8 125 18 5 12 12 10 3 95° TS253 | TKYO8F
FSCLP1210R-08S ® R CP0802(*) 10 150 25 6 9 5° 12 35 95° 783D TKY10F
FSCLP1412R-08S @® R CP*0802(*) 12 150 21 7 1 & 14 4 95° 783D TKY10F
FSCLP1612R-09S ® R CP0903() 12 150 30 8 1 & 16 4 95° TS4D TKY15F
FSCLP1816R-09S @® R CP™0903(") 16 180 36 9 15 35° 18 5 95° TS4D TKY15F
FSCLP2220R-09S ® R CP0903(’) 2 220 45 1 19 2 2 5 95° TS4D TKY15F
FSCLP3025R-09S ® R CP0903() 25 250 56.3 15 234 0° 30 5 95° TS4D TKY15F
FSCLC1008L-06S oL CC*0602 8 125 18 5 12 12° 10 3 95° TS253 | TKYO8F
FSCLP1210L-08S @ L CP0802(*) 10 150 225 6 9 5° 12 35 95° 783D TKY10F
FSCLP1412L-08S o L CP*0802(*) 12 150 21 I 1 & 14 4 95° 783D TKY10F
FSCLP1612L-09S ® L CP™0903(") 12 150 30 8 1 & 16 4 95° TS4D TKY15F
FSCLP1816L-09S o L CP™0903(") 16 180 36 9 15 35° 18 5 95° TS4D TKY15F
FSCLP2220L-09S oL CP0903() 2 20 45 1 19 2 2 5 95° TS4D TKY15F
FSCLP3025L-09S oL CP0903(*) 25 250 56.3 15 234 0° 30 5 95° TS4D TKY15F

Clamp Torque(N ¢ m) : TS253=1.0, TS3D=2.5, TS4D=3.5
* (*)By changing the clamp screw, it is possible to use the other inserts. Please refer to the FEATURES OF DIMPLE BAR
@: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting CBN/PCD

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

FSCILLC/P-E DIMPLE BAR Carbide shank with coolant

: > >
Product Inormation e N T e
EEHE 95° CBN TURNING INSERTS >> 244 PCD TURNING INSERTS >> 272
% SPARE PARTS >> 1927 TECHNICAL INFO >> 1971
1SO13399 PROPERTY >> 1966
o
95 Bl
)
=
% GAMP:FSCL108R/L-06E = 1° Right hand tool holder shown. Unit: mm
x (=] w
Order Number g & Inserts g g % s T g % = g §
Clamp Screw Wrench

FSCLC1008R-06E ® R CC*0602 8 140 138 5 72 12 10 7 95° 78253 | TKYOSF
FSCLC1008R-06E-2/3 | @ | R | 0C*0602 B | % | 188 | 5 | 72 | fr | 0 | 7 | 9 | TSH3 | TKYOGF
FSCLC1008R-06E-1/2 | @® | R CC*0602 8 70 138 5 12 1 10 7 95° 78253 | TKYOSF
FSCLP1210R-08E ® R CP*0802() 10 160 16 6 9 5° 12 15 95° TS3D TKY10F
FSCLP1210R-08E-2/3 | @ | R CP™0802(") 10 106 16 6 9 5° 12 75 95° TS3D TKY10F
FSCLP1210R-08E-1/2 | @ | R CP*0802(") 10 80 16 6 9 5 12 15 95° TS3D TKY10F
FSCLP1412R-08E ® R CP0802(") 12 180 78 7 1 & 14 8 95° TS3D TKY10F
FSCLP1412R-08E-2/3 | @ | R CP*0802(") 12 120 178 7 1 & 14 8 95° TS3D TKY10F
FSCLP1412R-08E-1/2 | @ | R CP0802(*) 12 90 178 7 i & 14 8 95° TS3D TKY10F
FSCLP1816R-09E ® R CP0903() 16 220 218 9 15 35° 18 8 95° TS4D TKY15F
FSCLP1816R-09E-2/3 | @® | R CP0903() 16 145 218 9 15 35° 18 8 95° TS4D TKY15F
FSCLP1816R-09E-1/2 | @ | R CP™0903(") 16 10 218 9 15 35° 18 8 95° TS4D TKY15F
FSCLP2220R-09E ® R CP0903() 20 250 24 1 19 2 2 8 95° TS4D TKY15F
FSCLP2220R-09E-2/3 | @ | R CP0903(*) 20 165 24 1 19 2 2 8 95° TS4D TKY15F
FSCLP2220R-09E-1/2 | @ | R CP™0903() 20 125 24 1 19 2 2 8 95° TS4D TKY15F
FSCLC1008L-06E o L CC*0602 8 140 138 5 12 12° 10 I 95° 78253 | TKYOSF
FSCLP1210L-08E @ L CP0802(*) 10 160 16 6 9 5° 12 75 95° TS3D TKY10F
FSCLP1412L-08E @ L CP™0802(") 12 180 178 7 1 & 14 8 95° TS3D TKY10F
FSCLP1816L-09E @ L CP*0903(") 16 220 218 9 15 35 18 8 95° TS4D TKY15F
FSCLP2220L-09E oL CP0903(*) 20 250 24 1 19 2 2 8 95° TS4D TKY15F

* Clamp Torque(N * m) : TS253=1.0, TS3D=2.5, TS4D=3.5
@: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting CBN/PCD

FP FM

(06,09) (06,09) (06,09) (06,09) (06,09)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

#« MITSUBISHI MATERIALS 387

BORING BARS



BORING BARS

BORING BARS

FsSTLUP DIMPLE BAR

i RECOMMENDED CUTTING CONDITION >> 399 FEATURES OF DIMPLE BAR >> 383
PrPdUCt |nf0rmat|0n GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 158
s 93° CBN TURNING INSERTS >> 254 PCD TURNING INSERTS >> 277
e TR KAPR SPARE PARTS >> 1927 TECHNICAL INFO >> 1971

ISO13399 PROPERTY >> 1966

D

93°

/‘ ﬁ LF DCON|

=
Right hand tool holder shown. Unit: mm
x [=] w
Order Number g n:: Inserts § w % ";" T § % = g §

Clamp Screw Wrench
FSTUP1008R-08S ® R TP*0802(*) 8 125 18 5 12 10° 10 3 93° 782D TKY06F
FSTUP1210R-09S ® R TP*0902(*) 10 150 25 6 9 8’ 12 35 93 TS25D | TKYO8F
FSTUP1210R-11S @® R TP*1103() 10 150 225 6 9 g’ 12 35 93° TS3D | TKY10F
FSTUP1412R-09S ® R TP*0902(*) 12 150 21 I 1 7 14 4 93° TS25D | TKYOSF
FSTUP1412R-11S @® R TP*1103(") 12 150 2 7 1 r 14 4 9% TS31D | TKY10F
FSTUP1816R-11S ® R TP*1103() 16 180 36 9 15 & 18 5 93 TS31D | TKY10F
FSTUP2220R-11S ® R TP*1103(") 20 20 45 1 19 0 2 5 93 TS3D | TKY10F
FSTUP3225R-16S ® R TP*1603(*) 25 210 56.3 16 234 0° 32 5 93 TS4D TKY15F
FSTUP1008L-08S @ L TP*0802(*) 8 125 18 5 12 10° 10 3 93° 782D TKY06F
FSTUP1210L-09S o L TP*0902(*) 10 150 25 6 9 8’ 12 35 93° TS25D | TKYOSF
FSTUP1210L-11S ® L TP*1103(") 10 150 225 6 9 8’ 12 35 9% TS31D | TKY10F
FSTUP1412L-09S o L TP*0902(*) 12 150 2 I 1 T 14 4 93 TS25D | TKYOSF
FSTUP1412L-11S @ L TP*1103(") 12 150 2 I 1 7 14 4 93 TS31D | TKY10F
FSTUP1816L-11S o L TP*1103() 16 180 36 9 15 & 18 5 93 TS31D | TKY10F
FSTUP2220L-11S oL TP*1103(") 20 220 4 1 19 0° 2 5 93 TS31D TKY10F
FSTUP3225L-16S o L TP*1603(*) 25 210 56.3 16 234 0° 32 5 93° TS4D TKY15F

Clamp Torque(N ¢ m) : TS2D=0.6, TS25D=1.0, TS31D=2.5, TS4D=3.5
* (*)By changing the clamp screw, it is possible to use the other inserts. Please refer to the FEATURES OF DIMPLE BAR
*  @: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Medium
Cutting

MV

Finish Cutting | Light Cutting PCD CBN

FV

SV
AN A x
PN N
ﬁ _

(08,09) | (08,09,11,16) | (08,09,11,16) (08,09,11) | (08,09,11,16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

388 #« MITSUBISHI MATERIALS



BORING BARS

FSTUP-E

Carbide shank with coolant

DIMPLE BAR hole
H > >
ProductInformatr T e
EEHE 93° CBN TURNING INSERTS >> 254 PCD TURNING INSERTS >> 277
% SPARE PARTS >> 1927 TECHNICAL INFO >> 1971
1SO13399 PROPERTY >> 1966
93° v
7 T ]
‘jIL [l DCON
D T w
=
Right hand tool holder shown. Unit: mm
x (=] w
Order Number g & Inserts g g % s T g % = § §
Clamp Screw Wrench
FSTUP1008R-08E ® R TP*0802(*) 8 140 138 5 72 10° 10 7 9 152D TKY06F
FSTUP1008R-08E-2/3 | @ | R TP*0802(*) 8 90 138 5 12 10° 10 7 93 182D TKY06F
FSTUP1008R-08E-1/2 | @ | R TP*0802(*) 8 70 138 5 12 10° 10 7 93 TS2D TKY06F
FSTUP1210R-09E ® R TP*0902(*) 10 160 16 6 9 8’ 12 15 93 TS25D | TKYO8F
FSTUP1210R-09E-2/3 | @ | R TP*0902(*) 10 106 16 6 9 8° 12 75 9 TS25D | TKYO08F
FSTUP1210R-09E-1/2 | @ | R TP™0902(*) 10 80 16 6 9 8’ 12 75 9 75250 | TKYO8F
FSTUP1412R-09E ® R TP*0902(*) 12 180 178 7 i 7 14 8 93 TS25D | TKYO8F
FSTUP1412R-09E-2/3 | @ | R TP*0902() 12 120 178 7 11 7 14 8 93 TS25D | TKYO08F
FSTUP1412R-09E-1/2 | @ | R TP*0902(*) 12 90 178 7 i 7 14 8 93 TS25D | TKYO8F
FSTUP1816R-11E ® R TP*1103(*) 16 220 218 9 15 & 18 8 93 TS31D | TKY10F
FSTUP1816R-11E-2/3 | @® | R TP*1103() 16 145 218 9 15 & 18 8 9 TS31D | TKY10F
FSTUP1816R-11E-112 | @ | R TP*1103() 16 10 218 9 15 & 18 8 93 TS31D | TKY10F
FSTUP2220R-11E ® R TP*1103(") 2 250 24 i 19 0° 2 8 9 TS31D | TKY10F
FSTUP2220R-11E-2/3 | @ | R TP*1103() 2 165 24 11 19 0° 2 8 93 TS31D | TKY10F
FSTUP2220R-11E-1/12 | @ | R TP*1103(") 2 125 24 i 19 0° 2 8 93 TS31D | TKY10F
FSTUP1008L-08E o L TP*0802(*) 8 140 138 5 12 10° 10 7 93 152D TKY06F
FSTUP1210L-09E @ L TP*0902(*) 10 160 16 6 9 8’ 12 75 93 TS25D | TKYO8F
FSTUP1412L-09E @ L TP*0902(*) 12 180 178 7 1 7 14 8 93 TS25D | TKYO8F
FSTUP1816L-11E @ L TP*1103(") 16 220 218 9 15 & 18 8 9 TS31D | TKY10F
FSTUP2220L-11E @ L TP*1103() 2 250 24 11 19 0° 2 8 93 TS31D | TKY10F
* Clamp Torque(N * m) : TS2D=0.6, TS25D=1.0, TS31D=2.5
@: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting '\c":ift';g‘ PCD CBN
FV SV
(08,09) (08,09,11) (08,09,11) (08,09,11) (08,09,11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.

*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

FSDULC

DIMPLE BAR

Product Information

el 93°
[B] e

RECOMMENDED CUTTING CONDITION >> 399

TURNING INSERTS >> 145
PCD TURNING INSERTS >> 274
TECHNICAL INFO >> 1971

GRADES AND CHIP BREAKERS >> 38

CBN TURNING INSERTS >> 249
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

]
| _ _
©)
[ v &
93 - i
9 LDRED LE
g |
Right hand tool holder shown. Unit: mm
Order Number 3l Inserts 8 o g ] i a5 s g g §
o5 = )
& |- 8 |- |§|*|= 5 | 3 $ '
Clamp Screw Wrench
FSDUC1410R-07S ® R DC*0702 10 150 18 8.3 33 9 75° 14 35 9 TS25 TKY08F
FSDUC1612R-07S ® R DC*0702 12 150 20 9.3 33 1 6° 16 4 93 1825 TKY08F
FSDUC2016R-07S @® R DC*0702 16 180 20 13 33 15 5° 20 5 93 1825 TKY08F
FSDUC3220R-11S ® R DC™1T3 20 180 25 16.1 6.1 19 5° 32 5 93 TS43 TKY15F
FSDUC1410L-07S @ L DC*0702 10 150 18 8.3 33 9 15 14 35 9 TS25 TKY08F
FSDUC1612L-07S oL DC*0702 12 150 20 93 34 1 6’ 16 4 9 TS25 TKY08F
FSDUC2016L-07S oL DC*0702 16 180 20 13 33 15 5 20 5 9 TS25 TKY08F
FSDUC3220L-11S @ L DC™1T3 2 180 25 16.1 6.1 19 5° 2 5 9 TS43 TKY15F
e Clamp Torque(N * m) : TS25=1.0, TS43=3.5
*  @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting PCD CBN
FP FM LP LM MP MM RL-F
(07,11) (07,11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

anuc_ E DIMPLE BAR Carbide shank with cooli:;ll':

i RECOMMENDED CUTTING CONDITION >> 399 GRADES AND CHIP BREAKERS >> 38
PrPdUCt |nfOI’matI0n TURNING INSERTS >> 145 CBN TURNING INSERTS >> 249
s 93° PCD TURNING INSERTS >> 274 SPARE PARTS >> 1927
e TR KAPR TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966

LH
DCON

¥ dE
g

Right hand tool holder shown. Unit: mm

x z a ™ ]
Order Number g & Inserts § g g s g T ZEto % = 3 §
Clamp Screw Wrench

FSDUC1410R-07E ® R DC*0702 10 160 16 8.3 33 9 75 14 75 9 1825 TKY08F
FSDUC1612R-07E ® R DC*0702 12 180 178 93 33 1 6’ 16 8 9 1525 TKYO8F
FSDUC2016R-07E @® R DC*0702 16 220 218 13 33 15 5° 20 8 9 1825 TKY08F
FSDUC3220R-11E ® R DC™1T3 20 250 2% 16.1 6.1 19 5° 32 8 93 TS43 TKY15F
FSDUC1410L-07E @ L DC*0702 10 160 16 8.3 33 9 75 14 75 9 1825 TKY08F
FSDUC1612L-07E @ L DC*0702 12 180 178 9.3 33 i 6’ 16 8 9 1825 TKY08F
FSDUC2016L-07E @ L DC*0702 16 220 218 13 33 15 5° 20 8 9 1825 TKY08F
FSDUC3220L-11E oL DC™1T3 2 250 24 16.1 6.1 19 5° 32 8 9 TS43 TKY15F
e Clamp Torque(N * m) : TS25=1.0, TS43=3.5
*  @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE

Finish Cutting | Finish Cutting | Light Cutting Light Cutting |Medium Cutting | Medium Cutting PCD CBN
FP FM LP LM MP MM RL-F

(07,11) (07,11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

BORING BARS

FsSDOC

DIMPLE BAR

Product Information

EEsE g
s
[Ofs> o5

RECOMMENDED CUTTING CONDITION >> 399

TURNING INSERTS >> 145
PCD TURNING INSERTS >> 274
TECHNICAL INFO >> 1971

GRADES AND CHIP BREAKERS >> 38

CBN TURNING INSERTS >> 249
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

KAPR
| (D
— ,}, 1
s [l | N/
107.5° o
7 = H
rY o LDRED -~
LF ‘DCON
— caMPt
Right hand tool holder shown. Unit: mm
Order Number 3l Inserts 8 o g ] i a5 s g g §
o5 = )
& |- 8 |- |§|*|= 5 | 3 $ '
Clamp Screw Wrench
FSDQC1310R-07S ® R DC*0702 10 150 205 76 26 9 8’ 13 35 | 1075° | TS25 TKY08F
FSDQC1612R-07S ® R DC*0702 12 150 25 8.6 26 11 6° 16 4 107.5° 1825 TKY08F
FSDQC2016R-07S @® R DC*0702 16 180 205 106 26 15 5° 20 5 1075° 1825 TKY08F
FSDQC2520R-11S ® R DC™1T3 20 180 26 137 37 19 7 25 5 1075° TS43 TKY15F
FSDQC1310L-07S @ L DC*0702 10 150 205 76 26 9 8° 13 35 | 107.5° TS25 TKY08F
FSDQC1612L-07S oL DC*0702 12 150 25 8.6 26 1 6’ 16 4 107.5° TS25 TKY08F
FSDQC2016L-07S oL DC*0702 16 180 25 106 26 15 5 20 5 1075° | TS25 TKY08F
FSDQC2520L-11S @ L DC™1T3 2 180 26 13.7 37 19 7 2 5 107.5° TS43 TKY15F
e Clamp Torque(N * m) : TS25=1.0, TS43=3.5
*  @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting PCD CBN
FM LP LM MP MM RL-F

FP

(07,11)

(07,11)

(07,11)

&

(07,11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.

*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

Carbide shank with coolant

FSDOL-E DIMPLE BAR want
] RECOMMENDED CUTTING CONDITION >> 399 GRADES AND CHIP BREAKERS >> 38
PrPdUCt lnformatlon TURNING INSERTS >> 145 CBN TURNING INSERTS >> 249
s 1??07,° PCD TURNING INSERTS >> 274 SPARE PARTS >> 1927
i ': KAPR TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966
107.5°
i LH
2 IDCON|
-
Right hand tool holder shown. Unit: mm
Order Number 3l Inserts 8 o g ] i a5 s g g §
oS = /
2|3 Q = g 2 s & 3 $ .

Clamp Screw Wrench
FSDQC1310R-07E | @[ R |  DC0702 0 | 162 | 184 | 76 | 26 | 9 | & [ 03 | 75 [1075° | TS5 | TKY0GF
FSDQC1612R-07E ® R DC*0702 12 182 202 8.6 26 11 6° 16 8 1075° | TS25 TKY08F
FSDQC2016R-07E @® R DC*0702 16 222 242 106 26 15 5° 20 8 1075° 1825 TKY08F
FSDQC2520R-11E ® R DC™1T3 20 264 28 137 37 19 7 25 8 1075° TS43 TKY15F
FSDQC1310L-07E @ L DC*0702 10 162 184 76 26 9 8° 13 15 107.5° TS25 TKY08F
FSDQC1612L-07E @ L DC*0702 12 182 202 8.6 26 11 6° 16 8 107.5° TS25 TKY08F
FSDQC2016L-07E @ L DC*0702 16 222 242 106 26 15 5° 20 8 107.5° TS25 TKY08F
FSDQC2520L-11E oL DC™1T3 2 254 2 13.7 37 19 7 2 8 1075° | TS43 TKY15F
e Clamp Torque(N * m) : TS25=1.0, TS43=3.5
*  @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting PCD CBN
FP FM LP LM MP MM RL-F

(07,11)

(07,11)

(07,11)

(07,11)

&

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

BORING BARS

FSWUB/P

DIMPLE BAR

Product Information

el 93°
[B] e

RECOMMENDED CUTTING CONDITION >> 399
TURNING INSERTS >> 166
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

GRADES AND CHIP BREAKERS >> 38
PCD TURNING INSERTS >> 282
TECHNICAL INFO >> 1971

@

93° .
5N = H
= [— LF DCON
=
Right hand tool holder shown. Unit: mm
. . m A
Order Number g & Inserts :3 e % S T § % = g § /
Clamp Screw Wrench
FSWUB1008R-L3S ® R WB*L302 8 125 18 5 12 (L3 10 3 9 T2 TKY06F
FSWUB1210R-L3S ® R WB*1302 10 150 25 6 9 1 12 35 93 182 TKY06F
FSWUP1412R-04S @® R WP*0402 12 150 21 7 1 & 14 4 93 TS253 | TKYO8F
FSWUP1816R-04S ® R WP*0402 16 180 36 9 15 1° 18 5 93 TS253 | TKYO8F
FSWUP2220R-06S @® R WP*0603 2 20 45 1 19 2 2 5 9 TS4 TKY15F
FSWUP3025R-06S ® R WP*0603 25 250 5.3 15 234 0° 30 5 9 TS4 TKY15F
FSWUB1008L-L3S oL WB*L302 8 125 18 5 12 (£X 10 3 9 T2 TKY06F
FSWUB1210L-L3S @ L WB*1302 10 150 25 6 9 1 12 35 9 182 TKY06F
FSWUP1412L-04S @ L WP*0402 12 150 21 7 1 & 14 4 9 TS253 | TKYO8F
FSWUP1816L-04S o L WP*0402 16 180 36 9 15 1° 18 5 93 18253 | TKYO8F
FSWUP2220L-06S ® L WP*0603 20 220 45 1 19 2 2 5 9 TS4 TKY15F
FSWUP3025L-06S o L WP**0603 25 250 56.3 15 234 0° 30 5 9 TS4 TKY15F

* Clamp Torque(N * m): TS2=0.6, TS253=1.0, TS4=3.5
*  @: Inventory maintained in Japan.
*  GAMP of FSWUB1008R/L-L3S and FSWUB1210R/L-L3S are 0°

-CHIP BREAKER EXAMPLE

Finish Cutting

Medium Cutting

R/L-F - FS MV

(L3,04,06)

(L3,04,06)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

Carbide shank with coolant

FSsWuUB/P-E DIMPLE BAR e

PrOdUCt |nf0rmati0n RECOMMENDED CUTTING CONDITION >> 399

TURNING INSERTS >> 166
el 93°
[B] e

GRADES AND CHIP BREAKERS >> 38
PCD TURNING INSERTS >> 282
SPARE PARTS >> 1927 TECHNICAL INFO >> 1971

ISO13399 PROPERTY >> 1966

, e ‘
= ."&i
93° GAM F
éﬁi DMIN LDRED) D(I;)N
- GA5|\£I P =
Right hand tool holder shown. Unit: mm
[=)
Order Number g & Inserts g g % s T % % = g §
Clamp Screw Wrench
FSWUB1008R-L3E ® R WB*L302 8 140 138 5 72 14 10 I 93 182 TKY06F
FSWUB1008R-L3E-2/3 | @ | R WB*1302 8 90 138 5 12 14° 10 7 93 82 TKY06F
FSWUB1008R-L3E-1/2 | @ | R WB*1302 8 70 138 5 12 14 10 7 93 82 TKY06F
FSWUB1210R-L3E ® R WB*L302 10 160 16 6 9 1 12 15 93 82 TKY06F
FSWUB1210R-L3E-2/3 | @ | R WB*L302 10 105 16 6 9 1" 12 75 9 82 TKY06F
FSWUB1210R-L3E-1/2 | @ | R WB*L302 10 80 16 6 9 1" 12 15 9 182 TKY06F
FSWUP1412R-04E ® R WP*0402 12 180 78 7 i & 14 8 9 78253 | TKYOSF
FSWUP1412R-04E-2/3 | @ | R WP*0402 12 120 178 7 11 & 14 8 93 78253 | TKYOSF
FSWUP1412R-04E-1/2 | @ | R WP*0402 12 90 178 7 i & 14 8 93 78253 | TKYOSF
FSWUP1816R-04E ® R WP*0402 16 220 218 9 15 1° 18 8 93 78253 | TKYOSF
FSWUP1816R-04E-2/3 | @ | R WP*0402 16 145 218 9 15 1 18 8 9 78263 | TKYOSF
FSWUP1816R-04E-1/2 | @ | R WP**0402 16 10 218 9 15 1 18 8 9% 18253 | TKYOSF
FSWUP2220R-06E ® R WP*0603 20 250 24 1 19 2 2 8 9 TS4 TKY15F
FSWUP2220R-06E-2/3 | @ | R WP*0603 20 165 24 1 19 2 2 8 93 TS4 TKY15F
FSWUP2220R-06E-1/2 | @ | R WP*0603 2 125 24 i 19 2 2 8 93 TS4 TKY15F
FSWUB1008L-L3E o L WB*1302 8 140 138 5 12 14° 10 I 93 182 TKY06F
FSWUB1210L-L3E @ L WB*1302 10 160 16 6 9 1" 12 75 93 82 TKY06F
FSWUP1412L-04E @ L WP**0402 12 180 178 7 1 & 14 8 93 18263 | TKYOSF
FSWUP1816L-04E @ L WP*0402 16 220 218 9 15 1 18 8 9 TS253 | TKYOSF
FSWUP2220L-06E oL WP*0603 2 250 24 11 19 2 2 8 93 TS4 TKY15F

e Clamp Torque(N * m) : TS2=0.6, TS253=1.0, TS4=3.5
@: Inventory maintained in Japan. GAMP of FSWUB1008R/L-L3SE and FSWUB1210R/L-L3E are 0°

-CHIP BREAKER EXAMPLE

BORING BARS

Finish Cutting

Medium Cutting

R/L-F - FS

(L3,04,06)

MV

(L3,04,06)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.

*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

BORING BARS

FSvUB/C

DIMPLE BAR

Product Information

el 93°
O 4]

RECOMMENDED CUTTING CONDITION >> 399

TURNING INSERTS >> 162
PCD TURNING INSERTS >> 280
TECHNICAL INFO >> 1971

CBN TURNING INSERTS >> 259
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

GRADES AND CHIP BREAKERS >> 38

KAPR
W /1
;i OFCI———8|1 1111
GAMF o
= H
oM LDRED LF DCO
GAMP! = Q!
OO
Right hand tool holder shown. Unit: mm
Order Number g n:: Inserts § o § E E = § E = E
Shim Shim Pin Clamp Screw Wrench
FSVUC1612R-08S ® R VC0802 12 1150 | 25 | 11| 55| 1 8" | 16 4 19 18202 TKY06F
FSVUB2016R-11S ® R VB*1103 16 | 180 | 325 | 155 | 8 1B 8 | 2 5 | 9% TS255 TKY08F
FSVUB2520R-11S ® R VB*1103 20 | 200 | 405|175 | 8 9|75 5 |9 TS255 TKY08F
FSVUB3425R-16S ® R VB*1604 25 | 220 | 50 | 205 | 85 | 234 | 13 | M 5 | 93° | SPSVN32 | BCP141 TS3BD | TKY15F
FSVUB4032R-16S ® R VB*1604 32 | 250 | 84 [ 275 ] 12 | 304 9 | 4 5 | 93° | SPSUN32 | BCP141 TS3D | TKY15F
FSVUC1612L-08S @ L VC*0802 12 1150 | 25 | 11| 55 | 11 8" | 16 4 | 9 15202 TKY06F
FSVUB2016L-11S @ L VB*1103 16 | 180 | 325 | 155 | 8 B8 |2 5 1 9% TS255 TKY08F
FSVUB2520L-11S oL VB*1103 20 | 20 | 405|175 | 8 9|7 |5 5 | 9 TS255 TKY08F
FSVUB3425L-16S oL VB*1604 25 | 20 | 50 | 205 85 | 234 | 13 | M 5 | 93 | SPSVN32 | BCP141 TS3BD | TKY15F
FSVUB4032L-16S oL VB*1604 2 | 250 | 84 | 275 12 | 304 | 9 | 40 5 | 93° | SPSUN32 | BCP141 TS3BD | TKY15F
Clamp Torque(N ¢ m) : TS202=0.6, TS255=1.0, TS35D=3.5
*  @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting CBN
FP FM LP LM MP MM Standard
(11,16) (11,16) (11,16) (11,16) (16) (16) (16) (16)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.

* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

F5VPB/C DIMPLE BAR

H > >
Product nformir e U OO 5 G0 B O e
% PCD TURNING INSERTS >> 280 SPARE PARTS >> 1927
GIEAAE: KAPR TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966
% KAPR :
? ;# Siamn
GAMF o
=
DMIN LDRED
GAMP LE
S
Right hand tool holder shown. Unit: mm
tlolalelel|s]z]a e[| 6
Order Number % 5 Inserts 8 ] E = '-;'- T g g = §
Shim Shim Pin Clamp Screw Wrench
FSVPC1610R-08S ® R VC*0802 0 10| 2 | 8 3 9 8 | 16 | 35 |17 TS202 | TKYO6F
FSVPB2012R-11S ® R \VB*1103 2 1150 | 28 | 10 | 45 | 11 | 8 | 20 | 4 |15 TS265 | TKY08F
FSVPB2516R-11S ® R VB*1103 % | 180 | 35 | 125 ] 5 B 5 | 2] 5 |15 TS255 | TKY08F
FSVPB3020R-11S ® R VB*1103 20 | 20| 40 | 15| 5 19 15 |30 | 5 (1¥F 18255 | TKYO8F
FSVPB3425R-16S ® R VB™*1604 25 120 | 50 | 17| 5 | 2351 | 34 | 5 |1175| SPSVN32 | BCP141 | TS3BD | TKY15F
FSVPB4032R-16S ® R VB*1604 2 | 250 | 55 | 2 |65 (304] 9 | 4 5 |1175° | SPSVN32 | BCP141 TS35D TKY15F
FSVPC1610L-08S @ L VC*0802 010 2 | 8 3 9 8 | 16 | 35 |75 78202 | TKYO6F
FSVPB2012L-11S @ L VB*1103 12 (150 | 28 | 10 | 45 | 11 | & | 20 | 4 |15 18255 | TKYO8F
FSVPB2516L-11S @ L VB*1103 % | 180 | 35 | 125 ] 5 B 5 | 2] 5 |15 TS285 | TKY08F
FSVPB3020L-11S oL VB*1103 20 | 20| 40 | 15| 5 19 15 |30 | 5 (17& 18255 | TKYO8F
FSVPB3425L-16S oL VB*1604 25 |20 | 50 | 17| 5 | 25| 1% | 34 | 5 |1175| SPSVN32 | BCP141 | TS3BD | TKY15F
FSVPB4032L-16S o L VB*1604 2 | 250 | 5 | 2 |65 (304] 9 | 4 5 | 1175°| SPSVN32 | BCP141 TS35D TKY15F

e Clamp Torque(N * m) : TS202=0.6, TS255=1.0, TS35D=3.5
* @: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting CBN

FP FM LM MP MM Standard

(11,16) (11,16) (11,16) (11,16) (16) (16) (16) (16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

BORING BARS

F5VJB/C DIMPLE BAR

1 RECOMMENDED CUTTING CONDITION >> 399 GRADES AND CHIP BREAKERS >> 38
PrPdUCt |nf0rmat|0n TURNING INSERTS >> 162 CBN TURNING INSERTS >> 259
EEHE 142° PCD TURNING INSERTS >> 280 SPARE PARTS >> 1927
i ': RORR TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966
KA@\
LL
142° /s
GA‘M F Ll
— DMIN LDRED H
LF DCON
GAMP —
50
Right hand tool holder shown. Unit: mm
x z - w z ['4 &
Order Number g & Inserts § "5 § s T g = = E
Clamp Screw Wrench
FSVJC1612R-08S ® R VC*0802 12 150 26 1 5° 16 4 142 TS202 | TKY06F
FSVJC2016R-08S ® R VC*0802 16 180 3 2 15 5° 2 5 142° TS202 | TKY06F
FSVJB2520R-11S @® R VB*1103 2 200 315 2 19 5° 25 5 142 TS255 | TKYO8F
FSVJB3025R-11S ® R VB*1103 25 260 45 35 234 5 30 5 142° TS255 | TKYO8F
FSVJC1612L-08S @ L VC*0802 12 150 26 2 1 5° 16 4 142° TS202 | TKYO6F
FSVJC2016L-08S oL VC*0802 16 180 36 2 15 5 2 5 142° TS202 | TKYO6F
FSVJB2520L-11S oL VB™1103 20 200 315 2 19 5 25 5 14 TS255 | TKYO8F
FSVJB3025L-11S oL VB*1103 25 250 45 35 234 5° 30 5 142° TS255 TKY08F

*  Clamp Torque(N * m) : TS202=0.6, TS255=1.0
*  @: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting
FP FM LP LM MV
(11) (11) (11) (11) (08,11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
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BORING BARS

-‘RECOMMENDED CUTTING CONDITION

Ild < 3 (Steel shank) I/d = 4—5 (Steel shank)
. Cutting Recom- Cutting Speed I/d < 6 (Carbide shank) I/d = 7—8 (Carbide shank)
Work Material Mode | BreaKe | endaton| Crade (m/min) Feed Depth of Cut Feed Depth of Cut
(mm/rev) (mm) (mm/rev) (mm)
Finish FP ® | NX2525 | 170 (120—220) | 0.10 (0.05—0.15) —0.5 0.10 (0.05—0.15) —0.5
: @ | MP3025 | 150 (100—200) | 0.20 (0.10—0.25) —1.0 0.15 (0.05—0.20) —1.0
Mild Steel Light LP - - - - _
<160HB @ | Nx2525 | 160 (110—210) | 0.20 (0.10—0.25) 1.0 0.15 (0.05—0.20) 1.0
) @ | MP3025 | 140 (90—190) | 0.25 (0.15—0.35) —2.0 0.20 (0.15—0.25) —1.5
Medium MP
@ | Nx2525 | 150 (100—200) | 0.25 (0.15—0.35) —2.0 0.20 (0.15—0.25) —1.5
i - ® | mc6015 | 140 (90—190) | 0.10 (0.05—0.15) —0.5 0.10 (0.05—0.15) —0.5
Inis
@ | Nx2525 | 130 (80—180) | 0.10 (0.05—0.15) —0.5 0.10 (0.05—0.15) —0.5
Carbon Steel _ ® | mce025 [ 140 (90—190) | 0.20 (0.10—0.25) | —1.0 0.15 (0.05—0.20) —1.0
Alloy Steel Light LP
180—350HB @ | MP3025 [ 110(60—160) | 0.20 (0.10—0.25) —1.0 0.15 (0.05—0.20) —1.0
) @ | MmCc6025 | 130 (80—180) | 0.25 (0.15—0.35) —2.0 0.20 (0.15—0.25) —1.5
Medium MP
@ | MP3025 | 100 (60—150) | 0.25 (0.15—0.35) —2.0 0.20 (0.15—0.25) —1.5
M Finish FM @ | vP15TF | 150 (110—190) | 0.10 (0.05—0.15) —0.5 0.10 (0.05—0.15) —0.5
. " @ | Mc7025 | 125 (85—165) | 0.20 (0.10—0.25) —1.0 0.15 (0.05—0.20) —1.0
i I
SEfleogicdl || B @ | vp1sTF | 130 (90—170) [ 020 (010—025) | —10 | 045(0.05—0.20) | 10
) ® | mc7025 | 105 (70—135) | 0.20 (0.15—0.25) —2.0 0.20 (0.15—0.25) —1.0
Medium MM
@ | VP15TF | 120 (80—160) | 0.20 (0.15—0.25) —2.0 0.20 (0.15—0.25) —1.0
Gray Castlron | Finish | F,Fs ® | HTi10 [ 130(90—160) | 0.15 (0.10—0.20) [ —0.5 0.15 (0.10—0.20) —0.5
Tensile Strength -
<350MPa Medium | MK ® | mc5015 90 (60—120) | 0.20 (0.15—0.25) —2.0 0.20 (0.15—0.25) —1.5
. » F, FS @ HTi10 [ 300 (200—400) | 0.10 (0.05—0.15) —0.5 0.10 (0.05—0.15) —0.5
Aluminium Alloy Finish
FlatTop | @ | MD220 | 200 (150—250) [ 0.10 (0.05—0.15) —2.0 0.10 (0.05—0.15) —1.0
Heat Treated Steel 35-65HRC | Finish | FlatTop | @ | MB8025 | 100 (80—200) | 0.10 (0.05—0.15) —0.15 0.10 (0.05—0.15) —0.1

(Note 1) When vibrations occur, reduce cutting speed by 30%.

(Note 2) The depth of cut needs to be less than the corner diameter when using the FSVJ type.
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BORING BARS

BORING BARS

DCLN

DOUBLE

CLAMP

DIMPLE BAR

With coolant hole

Product Information

O30
% 95°
¢

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 222

SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 102
PCD TURNING INSERTS >> 266
TECHNICAL INFO >> 1971

o (S =
=
LDRED H
LF DCON
Right hand tool holder shown. Unit: mm
s1s (e |- 3|35 2IHIC & |8
Order Number § & Inserts § e '%J s |z § E E =
Shim Shim Pin Clamp Bridge Spring Clamp Screw Wrench
A25R-DCLNR12 ® R CN™1204 25 | 200 | 40 | 17 | 23 | 13° | 32 | 95° | LLSCP42 | LLP14 | DCK2613 | DCS1 | DCO62MT | TKY20F
A32S-DCLNR12 ® R CN*1204 32 |250 | 50 [ 2| 30 | 13° | 40 | 95° | LLSCN42 | LLP14 | DCK2613 | DCS1 | DCO62T | TKY20F
A40T-DCLNR12 ® R CN™1204 40 | 300 | 63 | 27 | 37 | 10° | 50 | 95° | LLSCN42 | LLP14 | DCK2613 | DCS1 | DCOG21T | TKY20F
A25R-DCLNL12 o L CN*1204 25 | 200 | 40 [ 17 | 23 | 13° | 32 | 95° | LLSCP42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A32S-DCLNL12 @ L CN*1204 32 (2505 |2 |30 | 13|40 |95 | LLSCN42 | LLP14 | DCK2613 | DCSt | DCO621T | TKY20F
A40T-DCLNL12 oL CN™1204 40 | 300 | 63 [ 27 | 37 | 10° | 50 | 95° | LLSCN42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
Clamp Torque(N ¢ m) : DC0621T=5.0
@: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting Light Cutting Light Cutting | Medium Cutting | Medium Cutting el e CBN/PCD

Steel

(12)

(12)

Standard

(12)

(12)

(12)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

I/d<3 1/d=3—4
) Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel _ : _ _ _ - — —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15(0.1—0.25) —3.0
Gray Castlron  |15eStendh) pMedium | 80 (60—100) | 0.25(0.1-0.4) | —5.0 80 (60—100) | 02(01—0.3) | —4.0

400
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BORING BARS

DOUBLE CLAMP
DIMPLE BAR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 226
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

DODUN

Product Information

O30
% 93°
¢

With coolant hole

TURNING INSERTS >> 108
PCD TURNING INSERTS >> 267
TECHNICAL INFO >> 1971

LF DCON

Right hand tool holder shown. Unit: mm

BORING BARS

Order Numb, % e Insert 3lu 8|y £ 5 @ §
rder Number = nserts o T
% 3 g |- g H g E =
Shim Shim Pin Clamp Bridge Spring Clamp Screw Wrench
A25R-DDUNR15 ® R DN**1504 251200 | 40 | 17| 23 |13 | 35 | 93° | LLSDP42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A32S-DDUNR15 ® R DN**1504 32125 | 50 | 22 | 30 |13 | 40 | 93° | LLSDN42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A40T-DDUNR15 @® R DN**1504 40 [ 300 | 63 | 27 | 37 | 10°| 50 | 93 | LLSDN42 | LLP14 | DCK2613 | DCSt1 | DCOG21T | TKY20F
A25R-DDUNL15 o L DN**1504 251200 | 40 | 17 | 23 |13 | 35 | 93° | LLSDP42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A32S-DDUNL15 @ L DN*1504 32 (250 | 50 | 22 | 30 | 13° | 40 | 93° | LLSDN42 | LLP14 | DCK2613 | DCS1 | DCOBA1T | TKY20F
A40T-DDUNL15 oL DN*™*1504 40 [ 300 | 63 | 27 | 37 | 10°| 50 | 93° | LLSDN42 | LLP14 | DCK2613 | DCS1 | DCOG21T | TKY20F
e Clamp Torque(N * m) : DC0621T=5.0
@: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting |Medium Cutting | Medium Cutting | Medium Cutting By gtgi:lless G class CBN/PCD
FP LP MP MH Standard MM R/L
LoF L8] /57 45
-~ ——— ¢ 4
(15) (15) (15) (15) (15) (15) (15) (15)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Cutting 1/1d<3 1/d=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel _ : _ _ —_ - - —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25 (0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =310
Gray Castlron |T%SESedN | Medium | 80 (60—100) | 0.25(0.1-04) | —50 | 80(60—100) | 0.2(0.1—0.3) | —4.0

#« MITSUBISHI MATERIALS
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BORING BARS

BORING BARS

DS KN

DOUBLE CLAMP
DIMPLE BAR

With coolant hole

Product Information

O30
% 75°
¢

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 230
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 115
PCD TURNING INSERTS >> 268
TECHNICAL INFO >> 1971

. KAPR
ap K — : — (2
%/ ;1 .
75° 7 GAMF LDRED H
SV E—
‘(@ DMIN LF DCON
GAMP{ =
- 6%
Right hand tool holder shown. Unit: mm
x z a w '3 gli] / g
Order Number g % Inserts § Y % E s § % E g
Shim Shim Pin Clamp Bridge Spring Clamp Screw Wrench
A25R-DSKNR12 ® R SN*™1204 25 (200 40 | 17 | 23 | 13| 32 | 75° | LLSSP42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A32S-DSKNR12 ® R SN*1204 32 (250 | 50 | 22 | 30 | 13° | 40 | 75° | LLSSN42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A25R-DSKNL12 @ L SN*1204 25 | 200 | 40 | 17 | 23 [ 13° | 32 | 75° | LLSSP42 | LLP14 | DCK2613 | DCS1 | DCOGAMT | TKY20F
A32S-DSKNL12 oL SN™1204 32 (250 | 50 | 22 | 30 |13 | 40 | 75° | LLSSN42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
e Clamp Torque(N * m) : DC0621T=5.0
@: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting "éﬁ‘t’tiif]g" "éﬁ‘t’tii‘r’]’; '\é'fj‘t’t'l‘;'g ForSiairiess G class CBN/PCD
FP LP MP MH Standard MM R/L
<4
Ik ] >
|;,\-"' 23
(12) (12) (12) (12) (12) (12) (12) (12)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Cutting 1/[d<3 /d=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel _ : . . . . . _
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25 (0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB | Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  [T25eStendh| pegium | 80 (60—100) | 0.25(04—0.4) | —5.0 | 80(60—100) | 02(01-0.3) | —4.0

402
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BORING BARS

DTFN

DOUBLE CLAMP
DIMPLE BAR

With coolant hole

Product Information

O30
% 91°
¢

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 232

SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 121
PCD TURNING INSERTS >> 269
TECHNICAL INFO >> 1971

H
LF DCON
GAM6PODL_:
Right hand tool holder shown. Unit: mm
x z a L=z | x @ @ g
Order Number g % Inserts § i % E 52 E = E =
Shim Shim Pin Clamp Bridge Spring Clamp Screw Wrench
A25R-DTFNR16 ® R TN™1604 25 | 200 | 40 | 17 | 23 |13 | 32 | 91° | LLSTP32 | LLP23 | DCK2211 DCS2 | DCO520T | TKY15F
A32S-DTFNR16 ® R TN™1604 32 (250 | 5 |22 | 30 | 13° | 40 | 91° | LLSTN32 | LLP23 | DCK2211 DCS2 | DCO520T | TKY15F
A25R-DTFNL16 @ L TN™1604 25 1200 | 40 [ 17 | 23 | 13" | 32 | o1° | LLSTP32 | LLP23 | DCK2211 DCS2 | DCO520T | TKY15F
A32S-DTFNL16 o L TN™1604 32 (250 50 [ 22 | 30 | 13° | 40 | 91° | LLSTN32 | LLP23 | DCK2211 DCS2 | DCO520T | TKY15F
* Clamp Torque(N * Clamp Torque (N * m) : DC0520T=3.5
@: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting "éﬁ‘t’tiif]g" "éﬁ‘t’tii‘r’]rg" '\éﬁ‘t’t'll;‘]g“ ForSiairiess G class CBN/PCD
FP LP MP MH Standard MM R/L
—
(16) (16) (16) (16,22) (16,22) (16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Cutting 1/[d<3 /d=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mml/rev) (mm) (m/min) (mm/rev) (mm)
Cgﬁggnsfégﬁ' 180—350HB| Medium | 110(80—140) | 0.25(01—0.4) | —5.0 | 110(80—140) | 0.2(01—0.3) | —4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =310
Gray Castlron  |15jestengh| njegium | 80 (60—100) | 0.25(0.1—0.4) | —5.0 80 (60—100) | 0.2(01—0.3) | —4.0

s« MITSUBISHI MATERIALS
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BORING BARS

BORING BARS

DVUN

DOUBLE

CLAMP

DIMPLE BAR

With coolant hole

Product Information

O30
% 93°
¢

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 235
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 128
PCD TURNING INSERTS >> 270
TECHNICAL INFO >> 1971

LDRED H
LF DCON
|
Right hand tool holder shown. Unit: mm
Order Number § n:: Inserts § e § E T g E E =
Shim Shim Pin Clamp Bridge Spring Clamp Screw Wrench

A40T-DVUNR16 @® R UN™1604 40 [ 300 | 63 | 27 | 37 | 9° | 50 | 93° | DCSVN32 | LLP13 | DCK3113 | DCS2 | DCOS20T | TKY15F
A40T-DVUNL16 ([ ] VN™1604 40 {300 | 63 | 27 | 37 | 9 | 50 | 93° | DCSVN32 | LLP13 | DCK3113 | DCS2 | DCO520T | TKY15F
e Clamp Torque(N * Clamp Torque (N * m) : DC0520T=3.5
* @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting F“gtzg‘l'ess G class CBN/PCD
FP LP MP MH Standard MM R/L

(16)

(16)

@

(16)

ﬁﬂm“?

(16)

(16)

(16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

1/1d<3 1/d=3—4
] Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut[ Cutting Speed Feed Depth of Cut

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Carbon Steel _ : _ _ _ - — —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  |TZSESIN) Medium | 80 (60—100) | 0.25(0.1—04) | —5.0 80 (60—100) | 0.2(0.1—-03) | —4.0

404 S« MITSUBISHI MATERIALS



BORING BARS

DWIN

DOUBLE CLAMP
DIMPLE BAR

With coolant hole

Product Information

O30
% 95°
¢

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 237
TECHNICAL INFO >> 1971

TURNING INSERTS >> 130
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

fm KAPR
! A B ot
i/ LL = - -
&%@ /40
° GAMF
95 —~T— LDRED H
Ny E—
LL@; FE DMIN LF DCON
GAMP ‘ ‘
« 6° E
Right hand tool holder shown. Unit: mm
&\
== s 1le |- 13155 DHI2E
w = 3
Order Number g % Inserts § 5 é ";" T E E E =
Shim Shim Pin Clamp Bridge Spring Clamp Screw Wrench
A25R-DWLNRO06 ® R WN*0604 25 | 200 40 | 17 | 23 | 13° | 35 | 95° | LLSWP32 | LLP23 | DCK2211 | DCS2 | DCO520T | TKY15F
A25R-DWLNRO08 ® R WN*0804 25 | 200 | 40 | 17 | 23 [ 13° | 35 | 95° | LLSWP42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
A32S-DWLNR08 ® R WN*0804 32 1250 | 50 | 2 |30 [ 13| 40 | 95° | LLSWN42 | LLP14 | DCK2613 | DCSt | DCO621T | TKY20F
A40T-DWLNRO8 ® R WN*0804 40 {300 | 63 | 27 | 37 | 10° | 50 | 95° | LLSWN42 | LLP14 | DCK2613 | DCS1 | DCOGAT | TKY20F
A25R-DWLNL06 @ L WN*0604 25 1200 40 | 17 | 23 [ 13| 35 | 95° | LLSWP32 | LLP23 | DCK2211 | DCS2 | DCO520T | TKY15F
A25R-DWLNLO08 oL WN*0804 25 | 200 40 | 17 | 23 | 13| 35 | 95° | LLSWP42 LLP14 | DCK2613 | DCSt DC0621T | TKY20F
A32S-DWLNLO08 @ L WN*0804 32 1250 50 | 22|30 | 13°| 40 | 95° | LLSWN42 | LLP14 | DCK2613 | DCS! | DCOB2T | TKY20F
A40T-DWLNL08 @ L WN*0804 40 [ 300 | 63 | 27 | 37 | 10° | 50 | 95° | LLSWN42 | LLP14 | DCK2613 | DCS1 | DCO621T | TKY20F
Clamp Torque(N ¢ Clamp Torque (N * m) : DC0520T=3.5, DC0621T=5.0
* @: Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting |Medium Cutting | Medium Cutting |Medium Cutting Rc')\{IJZ%iUCTJttt?ng F‘”gig}""ss
FP LP MP MH Standard RP

(08)

) g’

-~

(08)

(08)

(08)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Cutting V=3 Vid=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel - ; _ _ _ — — —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =80
Gray Castlron  |15leStengh| pjegium | 80 (60—100) | 0.25(0.1—0.4) | —5.0 80(60—-100) | 02(01—03) | —4.0

s« MITSUBISHI MATERIALS
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BORING BARS

BORING BARS

SCLL

Product Information

95°
KAPR

MICRO-DEX BORING
BARS

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 244
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

Carbide shank

TURNING INSERTS >> 138
PCD TURNING INSERTS >> 272
TECHNICAL INFO >> 1971

95° ==
@)
<=

H.
Right hand tool holder shown. Unit: mm
= w 14
Order Number g n:: Inserts § 5 E T g % E §
Clamp Screw Wrench
C04GSCLCRO03 ® R CC*0351 4 90 25 37 15° 5 95° TS16 TKYO6F
C05HSCLCR03 ® R CC*03S1 5 100 30 47 13° 6 95° TS16 TKY06F
C06JSCLCR04 @® R CC*04T0 6 10 35 57 13° 7 95° TS21 TKY06F
C07KSCLCR04 ® R CC*04T0 I 125 40 6.7 1 8 95° TS21 TKY06F

* Diameter of inscribed circle is special. (For SCLC type)
e Clamp Torque(N * m) : TS16=0.6, TS21=0.6
*  @: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

CBN/PCD

Finish Cutting

(03,04)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Work Material Grade C“tm?msir‘f)eed (m':rﬁﬁgv) Dep(t;;"f)C“t Iid
Carbon Steel, Alloy Steel NX2525 80 (40—120) | 0.03(0.01—0.05) 0.2 (0.1-0.3) 35
M Stainless Steel VP15TF 80 (40—120) | 0.03(0.01—0.05) 0.2 (0.1-0.3) 3-5

Gray Cast Iron _ . . .
R VP15TF 80 (40—120) | 0.03(0.01—0.05) 0.2(0.1-0.3) 3-5
VP15TF 120 (80—160) | 0.05 (0.01—0.08) 0.4 (0.1-0.6) 3-5

Non-Ferrous Meterial
MD220 120 (80—160) | 0.05(0.01—0.08) 0.4 (0.1-0.6) 3-5
Heat Treated Steel

La el MB810 80 (40—120) | 0.03(0.01—0.05) | 0.1(0.03—0.2) 3-5

406
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BORING BARS

MICRO-DEX BORING
swuB BARS Carbide shank
H GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 166
PrOdUCt |nf0rmat|on SPARE PARTS >> 1927 TECHNICAL INFO >> 1971
% 1S013399 PROPERTY >> 1966
KAPR
o
KAPR
S
o
5 :
_ LF Q |H
4=
Right hand tool holder shown. Unit: mm
x~ Z m = [
Order Numb, g | Insert 9 L < = s & § .
raer Number % S nserts 8 = ; IS g E § y

Clamp Screw Wrench
CO05HSWUBRO02 ® R WB*0201 5 100 30 47 15° 6 93 TS21 TKYO6F
C06JSWUBR02 [ ] WB*0201 6 110 35 5.7 13° 7 93 TS2C TKYO6F
CO07KSWUBRL3 ® R WB*L302 7 125 40 6.7 15° 8 93 182 TKYO6F

* Clamp Torque(N * m) : TS21=0.6, TS2C=0.6, TS2=0.6
*  @: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Work Material Grade cm;mmsir?)eed ( aniﬁgV) Dep(t;;f)cm Iid
Carbon Steel, Alloy Steel NX2525 80 (40—120) 0.03 (0.01—0.05) 0.2 (0.1—0.3) 3-5
M Staigfgngtee' VP15TF 80 (40—120) 0.03 (0.01—0.05) 0.2 (0.1—0.3) 3-5

Gray Cast Iron . _ . -
Ay castl VP15TF 80 (40—120) 0.03 (0.01—0.05) 0.2 (0.1—0.3) 3—5
VP15TF 120 (80—160) 0.05 (0.01—0.08) 0.4 (0.1—0.6) 3—5

Non-Ferrous Meterial
MD220 120 (80—160) 0.05 (0.01—0.08) 0.4 (0.1—0.6) 3-5
Heat Treated Steel

pareatec s MB810 80 (40—120) 0.03 (0.01—0.05) 0.1 (0.03—0.2) 3-5

#« MITSUBISHI MATERIALS 407
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BORING BARS

BORING BARS

MICRO-DEX BORING
51 Uc BARS Carbide shank
; GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 155
PrOdUCt |nf0rmat|0n SPARE PARTS >> 1927 TECHNICAL INFO >> 1971
E% 1S013399 PROPERTY >> 1966
KAPR
=]
¢ ] KAPR
930 TTT 2 \ L |
) (5SS
AL =
[ . :
e DMIN LF | al | H |
Right hand tool holder shown. Unit: mm
L 2 ('S (1
Order Number g n:: Inserts § 5 E T g % E §
Clamp Screw Wrench
CO07KSTUCRO06 ® R TC*0601 7 125 4 6.7 12° 8 93 T82C TKY06F

e Clamp Torque(N * m) :TS2C=0.6
* @: Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting

L-F

(086)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Work Material Grade C“tfm?msir‘]’)eed ( mFrﬁﬁgv) Dep(tggf)C“t Iid
Carbon Steel, Alloy Steel NX2525 80 (40—120) 0.03 (0.01—0.05) 0.2 (0.1—0.3) 3-5
M Staig'ggongtee' VP15TF 80 (40—120) 0.03 (0.01—0.05) 0.2 (0.1—0.3) 3-5

Gray Cast Iron . _ . -
Ay Cast I VP15TF 80 (40—120) 0.03 (0.01—0.05) 0.2 (0.1=0.3) 3—5
VP15TF 120 (80—160) 0.05 (0.01—0.08) 0.4 (0.1—0.6) 3—5

Non-Ferrous Meterial
MD220 120 (80—160) 0.05 (0.01—0.08) 0.4 (0.1—0.6) 3—5
Heat Treated Steel

L reated S MB810 80 (40—120) 0.03 (0.01—0.05) | 0.1 (0.03—0.2) 3—5

408
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BORING BARS

lTANDARD HOLDER

DCONWS 5  s10 S 3-M4 X 0.7 5 S10 S11 3-M4 x 0.7
/ ] ¢
2] ol e—eC I ¢ o T —
10 | o
o s, o o o 0] o b
20 . LF
RBH158 "N, RBH16_ N,
RBH22: )N has a temporary set screw for different machine specifications. RBH190: "N
(Represented by number 4)
Order Number f‘:j Dimensions(mm) MICRO-DEX *Clamp Screw Wrench (TNOrque
@ [DCONMS|DCONWS| BD LF | S10 | S11 ) @ (©) @ *m)
RBH15840N| ® |15.875| 4 15 | 100 | 15 15 A A A — | HKY20F | 2.0
RBH15850N| ® |15.875| 5 15 | 100 | 15 15 A A A — | HKY20F | 2.0
RBH15860N| ® |15.875| 6 15 100 15 15 A A A — | HKY20F 2.0
RBH15870N| ® |15.875| 7 15 100 | 20 20 A A A — | HKY20F 2.0
RBH1640N | ® (16 4 15 100 15 15 A A A — | HKY20F 2.0
RBH1650N | ® |16 ) 15 | 100 | 15 15 A A A — | HKY20F | 2.0
RBH1660N | ® |16 6 15 | 100 | 15 15 A A A — | HKY20F | 2.0
RBH1670N | ® (16 7 15 | 100 | 20 20 A A A — | HKY20F | 2.0
*2 RBH19040N| ® [19.05 4 18 | 125 | 15 15 B B B — | HKY20F | 2.0
*2 RBH19050N| ® |19.05 5 18 125 15 15 B B B — | HKY20F 2.0
*2 RBH19060N| ® [19.05 6 18 125 15 15 B B B — | HKY20F 2.0
*2 RBH19070N| ® |19.05 7 18 | 125 | 20 20 B B B — | HKY20F | 2.0
RBH2040N | ® |20 4 13 | 1256 | 15 15 A B B — | HKY20F | 2.0
RBH2050N | ® (20 5 14 | 125 | 15 15 A B B — | HKY20F | 2.0
RBH2060N | ® (20 6 15 | 125 | 15 15 A B B — | HKY20F | 2.0
RBH2070N | ® (20 7 16 125 | 20 20 A B B HKY20F 2.0
RBH2240N | ® (22 4 13 125 15 15 A B B A | HKY20F 2.0
RBH2250N | ® (22 5 14 125 15 15 A B B A | HKY20F 2.0
RBH2260N | ® (22 6 15 | 1256 | 15 15 A B B A | HKY20F | 2.0
RBH2270N | ® (22 7 16 | 125 | 20 20 A B B A | HKY20F | 2.0
RBH2540N | @ |25 4 13 | 150 | 15 15 A C C HKY20F | 2.0
RBH2550N | ® (25 5 14 | 150 | 15 15 A C C — | HKY20F | 2.0
RBH2560N | ® (25 6 15 150 15 15 A C C — | HKY20F 2.0
RBH2570N | ® (25 7 16 150 | 20 20 A C (63 — | HKY20F 2.0
RBH25440N| ® [25.4 4 13 150 15 15 A C C — | HKY20F 2.0
RBH25450N| ® |25.4 O 14 | 150 | 15 15 A C C — | HKY20F | 2.0
RBH25460N| ® |25.4 6 15 | 150 | 15 15 A C C — | HKY20F | 2.0
RBH25470N| ® |25.4 7 16 | 150 | 20 20 A C C — | HKY20F | 2.0

%1 Order number of clamp screw A=HSS04004, B=HSS04006, C=HSS04008
*2 Revised order number.

BORING BARS

Conventional Order Revised Order
Number Number
RBH1940N RBH19040N
RBH1950N RBH19050N
RBH1960N RBH19060N
RBH1970N RBH19070N

@ : Inventory maintained in Japan. (MICRO-MINI TWIN is available in 1 piece in one pack.)
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BORING BARS

CB MICRO'MINI TWIN Carbide shank
PrOdUCt |nf0rmati0n TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966
E:E5E
et
& :
E :_ For internal machining
m
T N — —— i i |
“’g/s E DCON
- *2RE20.015 ~—L20—= LF ‘
= D - ——F—
| 1 —
e LDRED;,] Right hand tool only.
Stock Dimensions(mm)
Order Number icro | Coated | Breaker DMIN*1
TF15 |VP15TF Ud<3 | d>3 RE |DCON| LF L20 [LDRED| WF WF2 H V4
CBO2RS [ ) without 2.2 3.6 | 0.05 2 50 5 6 1 025 | 1.8 1.4
CBO02RS-B ® () with 2.2 39 | 0.05 2 50 5 6 1 025 | 1.8 1.4
CBO02RS-01 () [} without 2.2 36 | 0.1 2 50 5 6 1 025 | 1.8 1.4
CBO02RS-01B () () with 2.2 4.2 | 01 2 50 5 6 1 025 | 1.8 1.4
CB02RS-02 () ) without 2.2 36 |02 2 50 5 6 1 025 | 1.8 1.4
CBO02RS-02B () () with 2.2 49 | 0.2 2 50 5 6 1 025 | 1.8 1.4
CBO3RS [ ® without 3.2 4.2 | 0.05 3 50 7.5 9 15 | 035 | 27 2.3
CBO3RS-B ® () with 3.2 44 | 0.05 3 50 7.5 9 15 | 0.35 | 2.7 2.3
CBO3RS-01 [ ) without 3.2 4.2 | 01 3 50 7.5 9 15 | 035 | 27 2.3
CBO3RS-01B ® () with 3.2 45 | 0.1 8 50 7.5 9 15 | 0.35 | 2.7 2.3
CBO3RS-02 [ [} without 3.2 4.2 0.2 3 50 7.5 9 1.5 0.35 2.7 2.3
CBO03RS-02B () [} with 3.2 4.8 0.2 3 50 7.5 9 1.5 0.35 2.7 2.3
CBO04RS [ ° without 4.2 51 | 0.05 4 60 |10 12 2 0.45 | 3.6 3.1
CB04RS-B () () with 4.2 52 | 0.05 4 60 |10 12 2 0.45 | 3.6 3.1
CB04RS-01 [ ° without 4.2 51 | 0.1 4 60 |10 12 2 0.45 | 3.6 3.1
CB04RS-01B () () with 4.2 53 | 0.1 4 60 |10 12 2 0.45 | 3.6 3.1
CB04RS-02 [ ° without 4.2 51 [ 0.2 4 60 |10 12 2 0.45 | 3.6 3.1
CB04RS-02B () () with 4.2 55 [ 0.2 4 60 |10 12 2 0.45 | 3.6 3.1
CBO5RS [ ° without 5.2 6.0 | 0.05 5 70 | 125 15 25 | 055 | 45 3.9
CBO05RS-B () () with 5.2 6.1 | 0.05 5 70 | 125 15 25 | 055 | 45 3.9
CBO05RS-02 [ ° without 5.2 6.0 [ 0.2 5 70 | 125 15 25 | 055 | 45 3.9
CBO05RS-02B () ° with 5.2 64 [ 0.2 5 70 | 125 15 25 | 055 | 4.5 3.9
CBO6RS [ [} without 6.2 7.2 | 0.05 6 75 | 125 18 3 0.65 | 54 4.7
CBO06RS-B () ° with 6.2 7.3 | 0.05 6 75 | 125 18 8 0.65 | 54 4.7
CBO06RS-02 [ [ ] without 6.2 7.2 0.2 6 75 12.5 18 3 0.65 54 4.7
CBO06RS-02B [ [} with 6.2 7.8 0.2 6 75 12.5 18 & 0.65 54 4.7
CBO7RS () ° without 7.2 8.6 | 0.05 7 85 | 125 21 35 | 075 | 6.3 5.5
CBO07RS-B () () with 7.2 8.8 | 0.05 7 85 | 125 21 35 | 0.75 | 6.3 5.3
CBO07RS-02 [ ° without 7.2 86 [ 0.2 7 85 | 125 21 35 | 075 | 6.3 5.5
CB07RS-02B [ ) [} with 7.2 9.2 | 0.2 7 85 | 125 21 35 | 0.75 | 6.3 5.5
CBO8RS [ ° without 8.2 9.5 | 0.05 8 95 |15 24 4 085 | 7.2 6.3
CBO08RS-B () () with 8.2 9.6 | 0.05 8 95 |15 24 4 0.85 | 7.2 6.3
CBO08RS-02 () ° without 8.2 9.5 | 0.2 8 95 |15 24 4 085 | 7.2 6.3
CBO08RS-02B () () with 8.2 9.8 | 0.2 8 95 |15 24 4 0.85 | 7.2 6.3

*1 DMIN : Min. Cutting Diameter
*2 The RE dimension represents the size before grinding a chip breaker.
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BORING BARS

-‘RECOMMENDED CUTTING CONDITION

Micro-Mini Twin CB

Micro-Mini Twin CR

Work Material Cutting Speed Feed Depth of Cut Vd Cutting Speed Feed(mm/rev)

(m/min) (mm/rev) (mm) (m/min) 03RS/04RS 05RS

Carbon Steel Alloy Steel 80 0.03 0.2 3—5 80 0.02 0.03
180—350HB (40—120) (0.01—0.05) (0.1—0.3) (40—120) (0.01—0.03) (0.01—0.05)

M Stainless Steel 80 0.03 0.2 3—5 80 0.02 0.03
<200HB (40—120) (0.01—0.05) (0.1—0.3) (40—120) (0.01—0.03) (0.01—0.05)

Gray Cast Iron 80 0.03 0.2 3—5 80 0.03 0.03
<350MPa (40—120) (0.01—0.05) (0.1—0.3) (40—120) (0.01—0.05) (0.01—0.05)

. 120 0.05 0.3 _ 120 0.03 0.05
N Faies M (80—160) | (0.01~0.08) | (01—0.5) s (80—160) | (0.01-0.05) | (0.01—0.08)

(Note) Recommend wet machining.

#« MITSUBISHI MATERIALS
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LR

MICRO-MINI TWIN

Carbide shank

Product Information

[ElSR5E

=]

i

TECHNICAL INFO >> 1971

ISO13399 PROPERTY >> 1966

I i : — For internal copying

t

[T
ﬁ g
DMIN j

20
\{

%°

RE

LU

L20

Right hand tool only.

Stock Dimensions(mm)
Order Number ISt | Coated | Breaker
TF15 |VP15TF DMIN RE DCON LF LU L20 WF H

CRO3RS-01 [ ] (] without 3.5 0.1 3 50 8 6 0.15 2.7
CRO3RS-01B (] (] with 3.5 0.1 3 50 8 6 0.15 2.7
CR04RS-01 [ (] without 4.5 0.1 4 60 10 7 0.15 3.6
CRO04RS-01B (] [ ] with 4.5 0.1 4 60 10 7 0.15 3.6
CRO5RS-01 [ [ without 5.5 0.1 5 70 12 8 0.15 4.5
CRO5RS-01B (] (] with 5.5 0.1 5 70 12 8 0.15 4.5

@ : Inventory maintained in Japan. (MICRO-MINI TWIN is available in 1 piece in one pack.)

‘RECOMMENDED CUTTING CONDITION

Micro-Mini Twin CB Micro-Mini Twin CR
Work Material Cutting Speed Feed Depth of Cut Vd Cutting Speed Feed(mm/rev)

(m/min) (mm/rev) (mm) (m/min) 03RS/04RS 05RS

Carbon Steel Alloy Steel 80 0.03 0.2 3—5 80 0.02 0.03
180—350HB (40—120) (0.01—0.05) (0.1-0.3) (40—120) (0.01—0.03) | (0.01—0.05)

Stainless Steel 80 0.03 0.2 3—5 80 0.02 0.03
<200HB (40—120) (0.01—0.05) (0.1—0.3) (40—120) (0.01—0.03) (0.01—0.05)

Gray Cast Iron 80 0.03 0.2 3—5 80 0.03 0.03
<350MPa (40—120) (0.01—0.05) (0.1—0.3) (40—120) (0.01—0.05) (0.01—0.05)

. 120 0.05 0.3 _ 120 0.03 0.05
Non-Ferrous Meterial (80—160) | (0.01-0.08) | (0.1—0.5) 35 (80—160) | (0.01-0.05) | (0.01=0.08)

(Note 1) Recommend wet machining.
(Note 2) The recommended tool overhang of CR type is LU+2mm.
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BORING BARS

M SQUARE TYPE HOLDER

CB type (Boring bar fits to a holder)

s

CR type (Boring bar fits to a holder)

T il e
=| |
L24 % 100 B L24
=== S
2| | K
» Dimensions(mm) Micro-Mini Twi
icro-Mini Twin
Order Number g WF L24* B gg’gx Wrench ;I"\(l)r?ume)
CB | CR CB CR CB ‘ CR CB CR
SBH1020R |® | 13 | — | 6-24(6—10) - 129 [02RSB) |~ |Hsco010/HKY30R| 4.8
SBH1030R | ® | 14 |12.65| 8.5—22 (9—15) 11—19.5(12) | 13.8 8222(08)(8) 03RS-01(B) |[HSC05012|HKY40R| 9.5
SBH1040R | ® | 15 [13.15| 11—29.5(12—20) | 13—27.5 (14) | 147 gjﬁgfﬂ(m 04RS-01(B) [HSC05012| HKY40R| 9.5
SBH1050R | ® | 16 |13.65|13.5—37 (15—25) |15—35.5(16)| 15.6 8222(08)(5) 05RS-01(B) |[HSC05012|HKY40R| 9.5
— _ _ _ 06RS(-B) _
SBH1060R e | 17 13.5—42 (18—30) 16.5 06RS-0(B) HSC05012 | HKY40R| 9.5
07RS(-B)
SBH1070R | ® | 18 | — |13.5—52(21-35) — 17.4 07RS-0.(B) - HSC05012HKY40R| 9.5
(Note) The MICRO-DEX and the MICRO-MINI cannot be fit to square holders.
*L24 is the length of overhang for sufficient clamping, and ( ) is the recommended length for machining of carbon and alloy steel.
@ : Inventory maintained in Japan.
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BORING BARS

M PRECAUTIONS WHEN USING THE MICRO-MINI TWIN

@When using a holder for general purpose / small automatic lathe:

[MITo avoid chipping of the 2nd cutting edge take care when inserting the boring bar into the holder.
Refer to fig.1. If the 2nd edge contacts the internal face of the holder there is a possibility that it
may chip.

[2]When using this type of holder, there is a possibility that damage to the shank and the 2nd cutting
edge can occur. Make sure that the clamping screws are tightened to the set torque value.
Additionally make sure that there is no clamping screw near the 2nd cutting edge as this can
break the boring bar.

©When using Mitsubishi holders
When using holders with a tool overhang of recommended quantity, ensure that the 3rd clamping
screw is removed prior to machining. (RBH1620N, RBH19020N, RBH2020N and RBH2520N do
not have the 3rd screw.) The set torque value for clamping screw is 2.0 Nem.

@When using a square type holder:

[MWhen installing the boring bar into the holder, tighten the clamp screws after ensuring the flats on
the tool holder are parallel to the reference flats on the micro-mini bar. Refer to fig.3.

[2IMake sure that the clamping screws are tightened to the recommended values.

[BIDo not tighten the clamp screw without a bar in place, otherwise the bridge will be deformed.

BMACHINING METHODS OF THE CR TYPE

@ Profile turning Machining a work piece Machining a work piece
By drilling a pre-prepared hole, the without a pre-prepared hole with a pre-prepared hole
machining time will be shortened
and chip control will be improved.

Fig.1

Internal face of the holder

(I

Insert direction

Fig.2

3rd clamping screw

Insert point

Fig.3

Insert* The reference plane
of square type holder

Tighten the clamping screw ensuring making
the micro-mini twin boring bars is in contact
with the reference plane of square type holder.

The cutting edge

B NOTES FOR USE

Profile turning,
Inner end facing

<Cutting Conditions> R5 should not be

Workpiece  :JIS S20C cross the centre

Holder : CRO5RS-01B work piece.

Cutting Speed : 80m/min

Feed : 0.05mm/rev

Depth of Cut  : 0.05mm Depth of Cut Depth of Cut

Wet Cutting If the cutting edge crosses the centre line of a

@Inner end facing

By drilling a pre-prepared hole, the
machining time will be shortened
and chip control will be improved.

<Cutting Conditions>

Machining a work piece Machining a work piece
without a pre-prepared hole with a pre-prepared hole

Workpiece 1 JIS S20C

Holder : CRO5RS-01B

Cutting Speed : 80m/min

Feed : 0.05mm/rev

Depth of Cut  : 0.05mm Depth of Cut Depth of Cut
Wet Cutting - -

414 S« MITSUBISHI MATERIALS

The depth of cut
should be smaller
than the corner
radius value.

work piece, the cutting edge can fracture.

Copying

Depth of Cut

With depths of cut larger than the
corner radius value, burrs will be formed.



BORING BARS

B ROUND TYPE HOLDER

DCE ‘5‘ s1 | S2 | 3-M4x0.7 5_8$1 | 52‘ 3-M4x0.7 5_S1__S2_ 3-M4x0.7
=
(o) & [o=—= I
\U — 2 9]
®/“& ? 9 LF Jwé
RBI-‘I1585.',">"ff>N, RBH16_: N, RBH190: ‘N RBH20: N, RBH25 N, RBH254_ ‘N RBH22 N
S N f(‘oj Dimensions(mm) Micro-Mini Micro-Mini Twin %1 Clamp Screw N Torque
# |pcoN [pcB| D5 | LF | s1 | s2 | s3 c cB cR |®|oel® (N+m)
RBH15820N | ® (15.875| 2 | 15 [100| 10 | — | — - P2REB) g, - B|B|—|—|HKY20F| 2.0
RBH15830N | ® [15.875| 3 | 15 [100| 10 | 10 | — |03FR-BLS| 33RE8®) g, | 03RS-01(B) |A|A|A|— HKY20F| 2.0
RBH15840N | ® |15.875| 4 | 15 |100| 15 | 15 | — |04FR-BLS | 34RE‘®) 5, | 04RS-01(B) |A|A| A|— HKY20F | 2.0
RBH15850N | ® |15.875| 5 | 15 {100 | 15 | 15 | — [05HR-BLS | 32R8‘®) 5, | 05RS-01(B) |A|A| A|— |HKY20F | 2.0
RBH15860N | ® |15.875| 6 | 15 |100| 15 | 15 | — - 38R P) g, — A|A|A|—|HKY20F| 2.0
RBH15870N | ® |15.875| 7 | 15 [100| 20 | 20 | — - QTR B) - A|A|A|—|HKY20F| 2.0
RBH15880N | ® |15.875 8 | 15 [100| 20 | 20 | — - O8RS P g, - D|D|D|—|HKY20F| 2.0
RBH1620N | ® |16 2 [15]100[ 10 | — | — - EE e - B|B|—|—|HKY20F| 2.0
RBH1630N | ® |16 3 |15 /100| 10 | 10 | — |03FR-BLS | 33R8(P) g, | 03RS-01(B) [A|A|A|—|HKY20F| 2.0
RBH1640N | ® |16 4 | 15100 15 | 15 | — |04FR-BLS | 35R8®) g, | 04RS-01(B) |A|A|A|—|HKY20F| 2.0
RBH1650N | ® (16 5 | 15|100| 15 | 15 | — |05HR-BLS | $2RE P, | 05RS-01(B) |A|A|A|—|HKY20F| 2.0
RBH1660N | ® (16 6 | 15 [100| 15 | 15 | — - JeRSCB) B) - A|A|A|—|HKY20F| 2.0
RBH1670N | @ |16 7 | 15 |100| 20 | 20 | — - JTREPB) g - A|A|A|—|HKY20F| 2.0
RBH1680N | @ [16 8 | 15[100| 20 | 20 | — — R — D|D|D|—|HKY20F| 2.0
*2 RBH19020N | @ [19.05 | 2 | 18 [125] 10 | — | — - |83R8P)p, - clc|=[=[HKy20F] 2.0
*2 RBH19030N | ® |19.05 | 3 | 18 |125| 10 | 10 | — [03FR-BLS | 33RE8‘® s, | 03RS-01(B) |B|B|B|— HKY20F | 2.0
*2 RBH19040N | ® (19.05 | 4 | 18 |125| 15 | 15 | — [04FR-BLS | 34R8®) 5, | 04RS-01(B) [B|B|B|—|HKY20F | 2.0
*2 RBH19050N | ® |19.05 | 5 | 18 |125| 15 | 15 | — [05HR-BLS | 32RE‘®) s, | 05RS-01(B) |B|B|B|— |HKY20F| 2.0
*2 RBH19060N | ® (19.05 | 6 | 18 [125| 15 | 15 | — - 9CREB®) g - B|B|B|—|HKY20F| 2.0
*2 RBH19070N | ® [19.05 | 7 | 18 |125| 20 | 20 | — - EE e - B|B|B|—|HKY20F| 2.0
RBH19080N | ® [19.05 | 8 | 18 [125| 20 | 20 | — - 98RE B g,) - A|A|A|—|HKY20F| 2.0
RBH2020N | @ (20 2 [11]125[10] — | — - EIiE s - A|A|—|—|HKY20F| 2.0
RBH2030N | @ (20 3 | 12125/ 10 | 10 | — |03FR-BLS | $3RE®) ) | 03RS-01(B) |A|A|B|—|HKY20F| 2.0
RBH2040N | ® |20 4 |13 [125| 15 | 15 | — |04FR-BLS | 35R8®) 5, | 04RS-01(B) |A|B|B|—|HKY20F| 2.0
RBH2050N | @ (20 5 | 14 [125| 15 | 15 | — |05HR-BLS| 32R8‘®) (5, | 05RS-01(B) |A|B|B|—|HKY20F| 2.0
RBH2060N | ® |20 6 |15 (125 15 | 15 | — - e - A|B|B|—|HKY20F| 2.0
RBH2070N | @ |20 7 |16 (12520 | 20 | — - IR P — A|B|B|—|HKY20F| 2.0
RBH2080N | @ |20 8 | 17 |125| 20 | 20 | — - IiE - A|A|A|—|HKY20F| 2.0
%1 Order number of clamp screw A=HSS04004, B=HSS04006, C=HSS04008, D=HSS04003 *2 Revised order number.
Conventional Order Number | Revised Order Number  Conventional Order Number | Revised Order Number
RBH1920N RBH19020N RBH1950N RBH19050N
RBH1930N RBH19030N RBH1960N RBH19060N
RBH1940N RBH19040N RBH1970N RBH19070N
@ : Inventory maintained in Japan.
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BORING BARS

B ROUND TYPE HOLDER

DCE ‘5‘ s1 | S2 | 3-M4x0.7 5_81 | S2 | 3-M4x0.7 5_S1__S2_ 3-M4x0.7

=

(o) & [o=—= 2 P

\_/ { Q 0]

ool e Sim| o o
‘ LF — — L
RBH158_ 'N, RBH16._:’N, RBH190"_: N RBH20: N, RBH25 N, RBH254 ‘N RBH22 N
S N f(‘oj Dimensions(mm) Micro-Mini Micro-Mini Twin %1 Clamp Screw NV Torque
% |DcoN |pcB| D5 | LF [ 1| s2 | s3 c cB cR |d]o/o|® (N+m)

RBH2220N | @ |22 2 [ 11]125/ 10 | — [10 - P2REB) g, — A|B|—|A[HKY20F| 2.0
RBH2230N | @ |22 3 |12 125/ 10 | 10 [10 [03FR-BLS | 33RE®) ) | 03RS-01(B) |A|B|C|A|HKY20F| 2.0
RBH2240N | @ |22 4 |13 |125| 15 | 15 |12.5|04FR-BLS | 34REP) (s, | 04RS-01(B) [A|B|B|A|HKY20F | 2.0
RBH2250N | @ |22 5 | 14 |125| 15 | 15 [12.5/05HR-BLS | 32RE P&, | 05RS-01(B) |A|B|B|A|HKY20F| 2.0
RBH2260N | @ |22 6 | 15|125| 15 | 15 |15 - 38R P) g, — A|B|B|A|[HKY20F| 2.0
RBH2270N | @ |22 7 |16 |125| 20 | 20 |15 - QTR B) - A|B|B|A|[HKY20F| 2.0
RBH2280N | @ |22 8 |17 |125| 20 | 20 |15 — 98RS(P) &) — A|B|B|A|HKY20F| 2.0
RBH2520N | ® |25 2 [11]150[ 10 | — | — - R - A|B|—|—|HKY20F| 2.0
RBH2530N | @ |25 3 |12 |150| 10 | 10 | — |03FR-BLS | 33R8(P) g, | 03RS-01(B) [A|B|C|—|HKY20F| 2.0
RBH2540N | @ |25 4 |13 |150| 15 | 15 | — |04FR-BLS | 34R&‘P)(5) | 04RS-01(B) [A|C|C|—|HKY20F | 2.0
RBH2550N | @ |25 5 | 14 [150| 15 | 15 | — |05HR-BLS | $2R& P, | 05RS-01(B) |A|C|C|—|HKY20F| 2.0
RBH2560N | ® (25 6 | 15 [150| 15 | 15 | — - JeRSCB) B) - A|C|C|—|HKY20F| 2.0
RBH2570N | ® |25 7 | 16 |150| 20 | 20 | — - JTREPB) g - A|C|C|—|HKY20F| 2.0
RBH2580N | @ (25 8 | 17 [150| 20 | 20 | — — s — A|B|B|—|HKY20F| 2.0
RBH25420N | ® [254 | 2 [11[150| 10 | — | — — 2R P — A|B|—|—=|HKY20F]| 2.0
RBH25430N | ® |[254 | 3 |12 |150| 10 | 10 | — [03FR-BLS | 33R8‘®) 5, | 03RS-01(B) |A|B|C|— |HKY20F | 2.0
RBH25440N | ® (254 | 4 | 13 [150| 15 | 15 | — |04FR-BLS | 34RE8‘®) g, | 04RS-01(B) |A|C|C|— HKY20F| 2.0
RBH25450N | ® |254 | 5 | 14 {150| 15 | 15 | — [05HR-BLS | 32RE‘®) 5, | 05RS-01(B) |A|C|C|— |HKY20F| 2.0
RBH25460N | ® (254 | 6 | 15 |150| 15 | 15 | — - 9CREB®) g - A|C|C|—|HKY20F| 2.0
RBH25470N | ® |25.4 | 7 | 16 |150| 20 | 20 | — - e - A|C|C|—|HKY20F| 2.0
RBH25480N | ® [254 | 8 | 17 [150| 20 | 20 | — - 98RE B g,) - A|B|B|—|HKY20F| 2.0

%1 Order number of clamp screw A=HSS04004, B=HSS04006, C=HSS04008, D=HSS04003 *2 Revised order number.

Conventional Order Number

Revised Order Number

Conventional Order Number

Revised Order Number

RBH1920N
RBH1930N
RBH1940N

RBH19020N
RBH19030N
RBH19040N

RBH1950N
RBH1960N
RBH1970N

RBH19050N
RBH19060N
RBH19070N

@ : Inventory maintained in Japan.
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BORING BARS

(-BLS

MICRO-MINI BORING

BARS Carbide shank
; ROUND TYPE HOLDER >> 412 TECHNICAL INFO >> 1971
PrOdUCt |nf0rmat|0n ISO13399 PROPERTY >> 1966
E:E5E
et
ey
.TANDARD MICRO-MINI BORING BARS (Solid carbide boring bar)
Dimensions(mm)
Stock
Order Number Geometry
CW [DCON| LF |[LDRED DMIN | F2
TF15
CO3FR-BLS e |20 3 80 | 15 | 3.2 | 1.0 & N g
CO4FR-BLS ® [ 25| 4 | 80 | 20 | 42 | 15 EBF@W — e
CO5HR-BLS ® | 30| 5 | 100 | 25 | 52 | 20 Ff;area T |cw
*z LDRED
2 LF
Right hand tool only.

*DMIN : Min. Cutting Diameter

@ : Inventory maintained in Japan. (MICRO MINI is available in 1 piece in one pack.)

-ECOMMENDED CUTTING CONDITIONS

Work Material CUt(tir:?mSir?fed (mFrﬁ/ergv) Derzmg)cm e *Cornelrzsgiieuscocr)gdition*(lToT?ng
Carbon Steel, Alloy Steel 40 (30—50) 0.05 (—0.1) 0.2 (01—0.3) 5 01—0.5 0.01—0.05
M Stainiess Steel 40 (30-50) 0.05(=01) | 0.2(0.1-0.3) 5 S T
Gray Cast lron 40 (30—50) 0.05(~0.05) | 0.2(0.1—0.3) 5 0.1-0.5 0.01-0.05
Non-Ferrous Meterial 80 (60—100) 0.05(=0.1) | 0.3(01—0.5) 5 0105 | ioning oiocquired)

*Cutting edge is not honed. Please hone according to the workpiece before machining.

BMGRINDING THE CUTTING EDGE OF MICRO-MINI BORING BAR

@ MICRO-MINI boring bar can be applied to boring and grooving without any modifications. It can also be reground as shown below.
@For shaping and regrinding, use a diamond whetstone approximately #250—#400.
Please grind according to the application using the figure below as a reference.

c Boring Grooving Threading
ie)
3 — Z B
3 . D = . B = . | V—=
(o}
< % Groove width ?g
a— - Thread angle =
g ET‘ :g 250 Grinding
© 20° AN
m Grinding 0.5-0.8 Grinding Grinding
E’ 0.3-0.5Corner radius —4° :
_E (Grinding)
o 6°Double sided relief
60
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BORING BARS

BORING BARS

FSTU1

F TYPE BORING BARS

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 254

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 158
PCD TURNING INSERTS >> 277

TECHNICAL INFO >> 1971

o I NS
93 | LDRED
/ E | ) LF
O
=
Right hand tool holder shown.
Dimensions(mm) = 4
Stock ,§° @
Order Number Insert Number & /
DCON| LF |LDRED, WF H |GAMF|DMIN| RE
R|L Clamp Screw | Wrench
FSTU108R/L () 8 | 125 | 18 15° | 10 | 0.4 | CS200T TKY06F
TPGX
FSTU110R/L ®® TpMX 10 | 150 | 22 6 9 13° | 12 | 0.4 | CS250T TKYO08F
FSTU112RIL |e@|® “E?Eﬁi 12 | 180 | 25 11 | 10° | 16 | 0.4 | CS250T TKYO8F
FSTU116R/L o0 1103 16 | 200 | 30 11 14 7° | 22 | 0.4 | CS300890T | TKYO8F

* Clamp Torque (N » m) : CS200T=0.6, CS250T=1.

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Without

Light Cutting Ererlar

PCD

CBN/PCD

R/L-F

(08,09,11)

(1)

0, CS300890T=1.0

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Steel Shank 11d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1/d<5 1/d=6—7
" Cutting Cutting Speed Feed Depth of Cut[ Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | o . |Light Cuting| 130 (90—160) | 01(0.05-015) | 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25(0.15—0.35) —3.0 80 (50—110) 0.15(0.1—0.2) =19
) Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
o Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy = - -
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

FsTL 2

Product Information

93°
KAPR

F TYPE BORING BARS

TURNING INSERTS >> 158
PCD TURNING INSERTS >> 277
TECHNICAL INFO >> 1971

Carbide shank

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 254
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

Right hand tool holder shown.

* S
-

Dimensions(mm) &3 (S
Stock § @
Order Number Insert Number & /
DCON| LF |LDRED| WF H |GAMF | DMIN| RE
R|L Clamp Screw | Wrench
FSTU208R/L () 08027 8 | 125 | 13 15° | 10 | 0.4 | CS200T TKY06F
TPGX
FSTU210R/L ® 08 TpVX 0902 10 | 150 | 16 6 9 13° | 12 | 0.4 | CS250T TKY08F
FSTU212RIL |®/® :E?Eﬁi 0902 12 1180 | 19 | 8 | 11 | 10° | 16 | 0.4 | CS250T TKYO8F
FSTU216R/L () 110330 16 | 200 | 26 11 14 7° | 22 | 0.4 | CS300890T | TKYO8F

* Clamp Torque (N » m) : CS200T=0.6, CS250T=1.0, CS300890T=1.0

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Without
Breaker

Light Cutting CBN/PCD

(08,09,11) (11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

BORING BARS

Steel Shank 11d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1/d<5 1/d=6—7
" Cutting Cutting Speed Feed Depth of Cut[ Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | o .. [LihtCuting| 130 (90—160) | 0.1(0.05-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25 (0.15—0.35) —3.0 80 (50—110) 0.15(0.1—0.2) =19
S o S~ Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
ainless Stee =
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
Al Al Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
uminium Allo —
U Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

BORING BARS

FCTU1T

F TYPE BORING BARS

93°
KAPR

Product Information

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 263

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 173
PCD TURNING INSERTS >> 287
TECHNICAL INFO >> 1971

Z| KAPR
S| 93° -
ol -
o = \LDREDI
93 ” | GAMF RE LF
\Y
,,I’ . GAMPL__|
st =
=
Right hand tool holder shown.
Dimensions(mm) =
Stock & % /\
Order Number Insert Number —
DCON| LF |LDRED| WF | H |GAMFDMIN| RE o] Break
R|L Shim [Shim Pin| ~&0P [BEE8KET| Wrench
FCTU116R/L (@@ 16 | 200 | 30 | 11 14 | 7° | 22 |04 | — - C3 |CBT2N|HKY25R
TPMN
FCTU120R/L (®®| TPMR 20 [200| 37 | 13 | 18 | 5° | 26 | 0.8 | — = C4 |CBT3F |HKY30R
FCTU125R/L o
GSIdI2oRIL |e|e ﬁgg 25 | 250 | 40 | 16 | 22 | 5° | 32 | 0.8 |PT32|BCP202 C4 |CBT3F | HKY30R
FCTU132R/L °
(4 Side Flat Shank) o0 32 1300| 45 | 20 | 29 | O 40 | 0.8 [PT32|BCP201| C4 |CBT3F | HKY30R
* Clamp Torque (N * m) : C3=2.2, C4=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
M Class M Class G class G class CBN/PCD
Standard Flat Top R/L
(11,16) (11,16) (11,16) (11,16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Steel Shank I1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 11d<5 1/d=6—7
" Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
bk Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | o o [LihtCuting| 130 (90—160) | 0.1(0.05-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25(0.15—0.35) =80 80 (50—110) 0.15(0.1—0.2) =19
Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
o Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy —
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

FCTUZ2

F TYPE BORING BARS

Carbide shank

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 263

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 173
PCD TURNING INSERTS >> 287
TECHNICAL INFO >> 1971

<Dl
K
‘-
Right hand tool holder only.
Dimensions(mm) &3
Stock % /\
Order Number Insert Number —
DCON| LF [LDRED| WF | H |GAMFDMIN| RE
R Shim |Shim Pin| C2mP Breaker| \yrench
FCTU216R L] TPMN 1103¢ 16 | 200 | 26 | 11 14 | 7° | 22 | 04 - - C3 |CBT2N|HKY25R
FCTU220R [ ijgﬁ 1603 20 | 200 33 | 13 | 18 | 5° | 26 | 0.8 = = C4 |CBT3F |HKY30R
FCTU225R [ TPGR 25 1250 37 | 16 | 22 | 5° | 32 | 0.8 |PT32|BCP202| C4 |CBT3F|HKY30R
* Clamp Torque (N * m) : C3=2.2, C4=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
M Class M Class G class G class CBN/PCD
Standard R/L

Flat Top

—
(11,16)

(11,16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Steel Shank I1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 11d<5 1/d=6—7
" Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
bk Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | o o [LihtCuting| 130 (90—160) | 0.1(0.05-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25(0.15—0.35) —3.0 80 (50—110) 0.15(0.1—0.2) =19
Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
o Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy —
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

BORING BARS

FSWL1

F TYPE BORING BARS

Product Information

95°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 260
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 167
PCD TURNING INSERTS >> 281
TECHNICAL INFO >> 1971

DMIN LDRED, H
EPS
e ° /S
& "é\\ =
/
95° RE LF DCON
KM - - |
LDRED
FSWL108R/LS
- 108R/LM
Right hand tool holder shown.
Dimensions(mm) 4
Stock §5 /@\/
Order Number Insert Number § y
DCON| LF |[LDRED| WF H |GAMF DMIN| RE

R|L Clamp Screw | Wrench

FSWL108R/LS |e/@| WEMT 8 | 100 19 | 29| 7 | 17°| 58| 0.4 TS21 TKYO6F
WCMT N

FSWL108RILM |e|@| WSCET 8 |100| 25 | 4 | 7 15| 8 |04]| TS2 TKYO6F
FSWL108R/L L} 8 | 125 | 10 5 7 15° |10 0.4 TS25 TKYO08F
FSWL110RLL  |®/®| wcuT 10 150 | 12 | 6 | 9 | 13° (12 | 0.4 TS25 TKY08F
FSWL112R/L oo WCMW 12 |180 | 15 | 8 | 11 | 13° |16 | 0.8 TS4 TKY15F
FSWL116R/L e 0 16 | 200 | 20 | 11 14 7° | 22 0.8 TS4 TKY15F

* Clamp Torque (N*m):

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Light Cutting

Light Cutting

CBN/PCD

Standard

(02,L3,04,06)

R/L

(L3,04,06)

‘RECOMMENDED CUTTING CONDITION

T821=0.6, TS2=0.6, TS25=1.0, TS4=3.5

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

Steel Shank 11d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank Id<5 1/d=6—7
) Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
e izl Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g _ssops | HOMCUting| 130 (90-160) | 04(0.05-0.15) | 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cuting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
. Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1(0.05—0.15) 0.2
Aluminium Alloy —
Medium Cuting| 200 (150—250) | 0.1 (0.05—0.15) | —2.0 | 200 (150—250) | 0.1 (0.05—0.15) | —1.5
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BORING BARS

FSWiLe2

F TYPE BORING BARS

Carbide shank

95°
KAPR

Product Information

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 260
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 167
PCD TURNING INSERTS >> 281
TECHNICAL INFO >> 1971

DMIN

95° | DcoN
- LDRED || Eswi 208R1LS
208R/LM
Right hand tool holder shown.
Dimensions(mm) 4
Stock §5 /@\/
Order Number Insert Number § y
DCON| LF |[LDRED| WF H |GAMF DMIN| RE
R|L Clamp Screw | Wrench
FSWL208R/LS |@/@| WEMT 8 | 122 25 | 29| 7 | 17°| 58| 04 TS21 TKYO6F
WCMT o
FSWL208RILM |e|e| WEGT 8 (12533 | 4 | 7|15°| 8 | 04| Ts2 TKYO6F
FSWL208R/L L} 8 | 125 | 10 5 7 15° |10 0.4 TS25 TKYO08F
FSWL210RIL  |®|®| \wemT 10 |150 | 12 | 6 | 9 |[13°[12 |04 | Ts25 TKYO8F
FSWL212R/L oo WCMW 12 /180 | 15 | 8 | 11 | 13° |16 | 038 TS4 TKY15F
FSWL216R/L e 0 16 | 200 | 20 | 11 14 7° | 22 0.8 TS4 TKY15F

* Clamp Torque (N*m):

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

T821=0.6, TS2=0.6, TS25=1.0, TS4=3.5

Light Cutting

Light Cutting

CBN/PCD

Standard

(02,L3,04,06)

R/L

(L3,04,06)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Steel Shank 11d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank Id<5 1/d=6—7
) Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
e izl Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g _ssops | HOMCUting| 130 (90-160) | 04(0.05-0.15) | 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cuting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
. Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1(0.05—0.15) 0.2
Aluminium Alloy —
Medium Cutting| 200 (150—250) | 0.1(0.05—0.15) | —2.0 | 200 (150—250) | 0.1 (0.05—0.15) | —1.5
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BORING BARS

BORING BARS

5-5TFC

S TYPE BORING BARS

Product Information

91°
KAPR

GRADES AND CHIP

BREAKERS >> 38

CBN TURNING INSERTS >> 252
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 155
PCD TURNING INSERTS >> 276
TECHNICAL INFO >> 1971

ECA 60°
KAPR
_ 91° P> I Van)
w | _ i
EE & =
91° 7
| |: _Jicamr RE |LDRED
® DMIN ‘ LF
2
Right hand tool holder shown.
Dimensions(mm = S
Stock i) § @/
Order Number Insert Number & /
DCON| LF |LDRED| WF H |GAMF|DMIN| RE
R|L Clamp Screw | Wrench
SO08FSTFCR/L09 (e|@® TCMT 0902 8 80| 12 6 15° | 11 | 04 TS22 TKYO6F
S10HSTFCR/L11 (@@ 11027 10 | 100 | 16 7 9 |13° | 13 | 04 TS25 TKYO08F
S12KSTFCR/L11 (@@ 11020 12 | 125 | 20 9| 11 | 10°| 16 | 04 TS25 TKYO8F
S16MSTFCR/L11 (®/®( TCoMW 11027 16 | 150 | 25 | 11 14 7° | 20 | 0.4 TS25 TKYO08F
S20QSTFCR/L16 |e/e| TCMT 16T3: 20 | 180 32 | 13 | 18 | 7°| 25 | 08 TS4 TKY15F
S25RSTFCR/L16 (@|@® 16T3: 25 | 200 | 40 | 17 | 23 5° | 32 | 0.8 TS4 TKY15F
S32SSTFCR/L16 (e|® 16T300 32 | 250 | 50 | 22 | 30 5° | 40 | 0.8 TS4 TKY15F
* Clamp Torque (N » m) : TS22=0.6, TS25=1.0, TS4=3.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting | Light Cutting '\éﬁft';g‘ '\éi‘t’t';g g‘ﬁgg‘;gt CBN/PCD
FP Flat Top

(09,11,16)

(09,11,16)

(09,11,16) (09,11,16)

(09,11,16)

(09,11,16)

(11,16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Steel Shank 11d<3 1/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1d<5 1/d=6—7
] Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 150_ssons | B Cuting] 130 (90—160) | 0.1(0.05—0.15) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25 (0.15—0.35) —3.0 80 (50—110) 0.15 (0.1—0.2) —1.5
) Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting] 70 (50—90) 0.2(0.15—0.25) | —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
e Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy —
Medium Cutiing| 200 (150—250) | 0.1(0.05—0.15) | —2.0 | 200 (150—250) | 0.1 (0.05—0.15) | —1.5
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BORING BARS

C-STFC

S TYPE BORING BARS

Carbide shank

Product Information

91°
KAPR

GRADES AND CHIP

BREAKERS >> 38

CBN TURNING INSERTS >> 252
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 155
PCD TURNING INSERTS >> 276
TECHNICAL INFO >> 1971

KAPR
91° 0}
' \ Il
91° ; N
| _JeAmF RE
® DMIN !
-
Right hand tool holder only.
Dimensions(mm = S
Stock i) § @/
Order Number Insert Number & /
DCON| LF |LDRED| WF H |GAMF|DMIN| RE
R Clamp Screw | Wrench
CO08HSTFCRO09 ° TCMT 0902 8 | 100 | 12 6 15° | 11 | 04 TS22 TKYO6F
C10KSTFCR11 [ 11020 10 | 125 | 16 7 9 | 13° | 13 | 04 TS25 TKYO08F
C12MSTFCR11 [ ] 11027 12 | 150 | 20 9 11 10° | 16 | 04 TS25 TKYO08F
C16RSTFCR11 [ J $8MTW 1102 16 | 200 | 25 11 14 7°| 20 | 04 TS25 TKYO8F
C20SSTFCR16 ° 16730 20 | 250 | 32 | 13 | 18 7° 1 25 | 0.8 TS4 TKY15F
C25TSTFCR16 [ 16T30 25 | 300 | 40 | 17 | 23 5° | 32 | 0.8 TS4 TKY15F
* Clamp Torque (N » m) : TS22=0.6, TS25=1.0, TS4=3.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting | Light Cutting '\éﬁft';g‘ '\éi‘t’t';g g‘ﬁgg‘;gt CBN/PCD
FP MM Flat Top

(09,11,16)

(09,11,16)

(09,11,16)

(09,11,16)

(09,11,16)

(09,11,16)

(11,16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Steel Shank 11d<3 1/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1d<5 1/d=6—7
] Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 150_ssons | B Cuting] 130 (90—160) | 0.1(0.05—0.15) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25 (0.15—0.35) —3.0 80 (50—110) 0.15 (0.1—0.2) —1.5
) Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting] 70 (50—90) 0.2(0.15—0.25) | —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
e Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy —
Medium Cutiing| 200 (150—250) | 0.1(0.05—0.15) | —2.0 | 200 (150—250) | 0.1 (0.05—0.15) | —1.5

#« MITSUBISHI MATERIALS
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BORING BARS

5-5D00C

S TYPE BORING BARS

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 249
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 145
PCD TURNING INSERTS >> 274
TECHNICAL INFO >> 1971

‘RECOMMENDED CUTTING CONDITION

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

Steel Shank I1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank Id<5 1/d=6—7
g Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 5_ssops|HOM CUlting| 130 (0-160) | 0.1(0.05-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cuting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB - -
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15 (0.1—0.2) =0
Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy = - -
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) =1
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ECA 50°
KAPR
" 937 N g
AN _ :
i
93° m| _|lcamr RE LDR§D
® 2>
‘ DMIN LF
“ ‘
Right hand tool holder shown
Dimensions(mm * 4
Stock (i) §° @/
Order Number Insert Number & /
DCON| LF |LDRED| WF |WF2| H |GAMF|DMIN| RE
R|L Clamp Screw| Wrench
S10HSDUCR/L07 |®|® 07027 10 | 100 | 16 24 9 113°| 13 | 04 TS25 | TKYO8F
S12KSDUCR/L07 (@ @ DCMT 0702 12 | 125 | 20 9 | 34 11 | 10° | 16 | 0.4 TS25 | TKYO8F
S16MSDUCR/L07 |®® ggg 0702 16 | 150 | 25 | 11 | 39 | 14 | 7°| 20 | 0.4 | TS25 | TKYOSF
S20QSDUCR/L11 |@|@® DCMW 11T30:0 20 | 180 | 32 13 | 44 18 7° | 25 | 0.8 TS4 TKY15F
s25RSDUCR/L15 [ @ (OSON | 1504 | 25 200 | 40 | 17 |69 | 23| 5 | 32 | 08 | TS5 | TKY25F
S32SSDUCR/L15 |e@|@| NP-DCMT | 1504 32 |250 | 50 | 22 [ 84| 30| 5°| 40 | 0.8 | TS5 TKY25F
S40TSDUCR/L15 |e@|@ 1504 40 | 300 | 63 27 | 94 | 37 5° | 50 | 0.8 TS5 TKY25F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5, TS5=7.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting | Without Breaker
FP FM LP LM MP MM Standard Flat Top
LyE e
(07,11) (07,11) (07,11) (07,11) (07,11,15) (07,11,15) (07,11,15) (07,11)



BORING BARS

C-SsDUc

S TYPE BORING BARS

Carbide shank

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 249
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 145
PCD TURNING INSERTS >> 274
TECHNICAL INFO >> 1971

ECA 50°
e N\
i
* a0l
(]
Right hand tool holder only.
Dimensions(mm) * 4
Stock §° @/
Order Number Insert Number & /
DCON| LF |LDRED| WF |WF2| H |GAMFDMIN| RE
R Clamp Screw| Wrench
C10KSDUCRO07 ° gg"E"TT 07020 | 10 [ 125 | 16 | 7 [ 21| 9 |13°| 13 | 0.4 | TS25 | TKYO8F
C12MSDUCRO07 ([ ] gg'(azv 0702 12 | 150 | 20 9 | 31 11 [ 10° | 16 | 0.4 TS25 | TKYO8F
C16RSDUCRO07 (] DCGW 07027 16 | 200 | 25 11 | 31 14 7°| 20 | 04 TS25 | TKYO8F
NP-DCGW
C20SSDUCR11 ® | NP-DCMT 1173 | 20 | 250 | 32 13 | 3.1 18 7° | 25 | 0.8 TS4 TKY15F
C25TSDUCR15 | @ | BEMW | 4504:: | 25 | 300 | 40 | 17 | 49 | 23 | 5° | 32 | 08 | TS5 | TKY25F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5, TS5=7.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting | Without Breaker
FP FM LP LM MP MM Standard Flat Top

(07,11)

(07,11,15)

(07,11,15)

(07,11,15)

(07,11)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Steel Shank I1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank Id<5 1/d=6—7
g Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 5_ssops|HOM CUlting| 130 (0-160) | 0.1(0.05-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cuting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB - -
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15 (0.1—0.2) =0
Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy = - -
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) =1

#« MITSUBISHI MATERIALS
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BORING BARS

5-5C1C

S TYPE BORING BARS

Product Information

95°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 244
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

KAPR
95¢

ECA 60°

TURNING INSERTS >> 138
PCD TURNING INSERTS >> 272
TECHNICAL INFO >> 1971

e

WFE

4

| > — GAMF LDRED
E g | > DMIN ‘ LF
1
Right hand tool holder shown.
Dimensions(mm) e 4
Stock §° /@/
Order Number Insert Number & y
DCON| LF |LDRED|, WF H |GAMF DMIN| RE
R|L Clamp Screw | Wrench
S08FSCLCR/L06 |(®|® 8 80 | 12 6 15° | 11 | 04 TS25 TKYO8F
S10HSCLCR/L06 |(®|® 10 | 100 | 16 7 9 | 13° | 13 | 04 TS25 TKYO08F
CCMH
S12KSCLCR/L06 |(®|® CCMT 12 | 125 | 20 9 11 1 10° | 16 | 0.4 TS25 TKYO8F
S16MSCLCR/L09 |®® ggg 16 | 150 | 25 | 11 | 14 | 7°| 20 | 0.8 TS4 TKY15F
S20QSCLCR/L09 |® ® ccmw 20 | 180 | 32 13 18 7° | 25 | 0.8 TS4 TKY15F
S25RSCLCR/L12 [e/® NF?%%VC‘;’W 25 | 200| 40 | 17 | 23 | 5°| 32 | 0.8 TS5 TKY25F
S32SSCLCR/L12 (e |® 32 | 250 | 50 22 30 5° ] 40 | 0.8 TS5 TKY25F
S40TSCLCR/L12 |®|® 40 | 300 | 63 27 37 5° | 50 | 0.8 TS5 TKY25F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5, TS5=7.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Without Breaker| CBN/PCD
FP FM LP LM MP Flat Top

(06,09)

(06,09)

(06,09,12)

(06,09,12)

(06,09,12)

(06,09,12)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.

*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Steel Shank I1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1d<5 1/d=6—7
. Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g0 a0 |LOM CUlling| 130 (90—160) | 0.1(0.06-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
. Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1(0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15 (0.1-0.2) (%0
Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy =
Medium Cutting] 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) =1
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BORING BARS

C-§C10C S TYPE BORING BARS Carbide shank

i GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 138
PrOdUCt |nf0rmat|0n CBN TURNING INSERTS >> 244 PCD TURNING INSERTS >> 272
o5° SPARE PARTS >> 1927 TECHNICAL INFO >> 1971
RARE ISO13399 PROPERTY >> 1966

ECA 60°

camrF RE | LDRED
S
DMIN ‘ LF

WE
)
Il
)\

Right hand tool holder only.

Dimensions(mm = S
Stock Gt § @/
Order Number Insert Number & /
DCON| LF |LDRED| WF H |GAMF|DMIN| RE

R Clamp Screw | Wrench
CO08HSCLCRO06 (] CCMH 0602 :: 8 100 | 12 6 7 115° | 1 0.4 TS25 TKYO8F
C10KSCLCRO6 | ® 8g'\E"TT 06025 | 10 | 125| 16 | 7 | 9 |13° | 13 | 0.4 TS25 TKY08F
C12MSCLCRO06 (] CCGT 0602: 12 150 | 20 9 11 10° | 16 | 04 TS25 TKYO8F
C16RSCLCR09 [ J 8gg\\//vv 09T 35 16 | 200 | 25 1 14 7° | 20 | 0.8 TS4 TKY15F
C20SSCLCRO09 ® | NP-CCGW | 09T3 20 | 250 | 32 13 18 7°| 25 | 0.8 TS4 TKY15F

* Clamp Torque (N » m) : TS25=1.0, TS4=3.5

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Finish Cutting | Finish Cutting Light Cutting Light Cutting |Medium Cutting | Medium Cutting | Without Breaker| CBN/PCD

FP FM LP Flat Top

(06,09) (06,09) (06,09)

(06,09) (06,09)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Steel Shank Id<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank I/[d<5 l/d=6—7
. Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g0 a0 |LOM CUlling| 130 (90—160) | 0.1(0.06-015) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25 (0.15—0.35) —3.0 80 (50—110) 0.15 (0.1—0.2) —1.5
. Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1(0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2(0.15—0.25) | —2.0 60 (40—80) 0.15(0.1—0.2) -1.0
L Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy = - -
Medium Cutting] 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

5-500C

S TYPE BORING BARS

Product Information

CBN TURNING INSERTS >> 249

107°
30°
KAPR

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

GRADES AND CHIP BREAKERS >> 38

TURNING INSERTS >> 145

PCD TURNING INSERTS >> 274

TECHNICAL INFO >> 1971

KAPR ECA 50°
107.5°
o N
107-5 GAMF RE E
’m| | | ~ LDRED
@ DMIN ! LF
Right hand tool holder shown.
Dimensions(mm) & 4
Stock §
Order Number Insert Number &
DCON| LF |LDRED| WF |WF2| H |GAMF DMIN| RE
R|L Clamp Screw | Wrench
S10HSDQCR/L07 |® @ 10 | 100 | 16 7|24 9 |13° | 13 | 04 TS25 | TKYO8F
S12KSDQCR/L07 (@ @ DCMT 12 | 125 | 20 9 | 34 11 | 10° | 16 | 0.4 TS25 | TKYO8F
S16MSDQCR/L07 |®|® ggg 16 150 | 25 | 11 | 39 | 14 | 7°| 20 | 0.4 | TS25 |TKYO8F
S20QSDQCR/L11 |e/®| DCMW 20 | 180 | 32 13 | 44 18 7° | 25 | 0.8 TS4 TKY15F
DCGW o
S25RSDQCR/L15 |@|® NP-DCMW 25 | 200 | 40 17 | 6.9 | 23 5 32 | 08 TS5 TKY25F
S32SSDQCR15 [ NP-DCMT 32 | 250 | 50 22 | 84 | 30 5° | 40 | 0.8 TS5 TKY25F
S40TSDQCR15 [ J 40 | 300 | 63 27 | 94 | 37 5° ] 50 | 0.8 TS5 TKY25F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5, TS5=7.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Without Breaker| CBN/PCD
FP FM LP LM MP MM Flat Top
(07,11) (07,11) (07,11) (07,11) (07,11,15) (07,11,15) (07,11,15) (07,11)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Steel Shank 1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank /d<5 I/d=6—7
q Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g0 asopp | IO CUling| 130 (90—160) | 0.1(0.05-0.15) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cuting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —15
. Light Cutting|[ 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
. Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy -
Medium Cutting] 200 (150—250) 0.1(0.05—0.15) —2.0 200 (150—250) 0.1(0.05—0.15) —1.5
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BORING BARS

C-500cC

S TYPE BORING BARS

Carbide shank

Product Information

107°
30°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 249
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 145
PCD TURNING INSERTS >> 274
TECHNICAL INFO >> 1971

KAPR ECA 50°
107.5° 1~
— { L e
N !
107.5° L
. RE H
|I ~[GAMF LDRED
DMIN ‘ LF
ﬂ |
Right hand tool holder only.
Dimensions(mm) * 4
Stock § @/
Order Number Insert Number & /
DCON| LF |LDRED| WF |WF2| H |GAMF|DMIN| RE
R Clamp Screw| Wrench
C10KSDQCRO07 ] B(C::'\EA‘—I'I— 07027 10 | 125 | 16 7 | 21 9 13| 13 | 04 TS25 | TKYO08F
C12MSDQCRO07 [ J DCGT 07027 12 | 1560 | 20 9 | 31 11 [ 10° | 16 | 0.4 TS25 | TKYO08F
DCMW
C16RSDQCRO07 ] DCGW 07025 16 | 200 | 25 11 | 31 14 7° | 20 | 04 TS25 | TKYO08F
NP-DCMW -
C20SSDQCR11 ® | NP-DCMT 11T30 20 | 250 | 32 13 | 31 18 7° | 25 | 0.8 TS4 TKY15F
c25TSDQCR15 | @ | B&MW | 4504:: | 25 | 300 | 40 | 17 | 49 | 23 | 5° | 32 | 08 | TS5 | TKY25F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5, TS5=7.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Without Breaker| CBN/PCD
FP FM LP LM MP MM Flat Top
(07,11) (07,11) (07,11) (07,11) (07,11,15) (07,11,15) (07,11,15) (07,11)
* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
-‘RECOMMENDED CUTTING CONDITION
Steel Shank 1d<3 1/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1/d<5 /d=6—7
|| g9 | R | Tt | it | comron |t
Carbon Steel [ g0 oo Light Cutting| ~ 130 (90—160) | 0.1 (0.05—0.15) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting| 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
) Light Cutting| 140 (100—180) | 0.1 (0.05—0.15) 0.2 | 140(100—180) | 0.1(0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting| 70 (50—90) 0.2(0.15—0.25) | —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
. Light Cutting| 300 (200—400) | 0.1 (0.05—0.15) 0.2 | 300(200—400) | 0.1(0.05—0.15) 0.2
Aluminium Alloy =
Medium Cutting| 200 (150—250) | 0.1 (0.05—0.15) | —2.0 [ 200 (150—250) | 0.1 (0.05—0.15) | —1.5
2 MITSUBISHI MATERIALS 431
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BORING BARS

5-5VvV0OC

S TYPE BORING BARS

Product Information

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 259

TURNING INSERTS >> 162
PCD TURNING INSERTS >> 280

13107,° SPARE PARTS >> 1927 TECHNICAL INFO >> 1971
KAPR ISO13399 PROPERTY >> 1966
KAPR ECA 50°
175 [0y
I
g e =
117.5° | £
4’]| | ~/[GAMF LDR;ED
ﬂ DMIN ! LF
Right hand tool holder shown
Dimensions(mm) * 4
Stock §° @/
Order Number Insert Number & /
DCON| LF |LDRED WF |[WF2| H |GAMF|DMIN| RE
R|L Clamp Screw| Wrench
S16MSVQCR/L11 |®|@® 11035 16 | 150 | 25 11 39 | 14 7° 20 | 04 TS25 | TKYO8F
S20QSVQCR/L11 (@@ 11035 20 | 180 | 32 13 | 44 | 18 7° 25 | 04 TS25 | TKYO8F
S25RSVQCR/L16 |e/e VMY | 4604 | 25 200 40 | 17 | 69| 23 | 5° | 32 | 08| Ts4 | TKYisF
S32SSVQCR/L16 |®|® 1604 32 | 250 | 50 | 22 | 84 | 30 & 40 | 0.8 TS4 TKY15F
S40TSVQCR16 [ 1604 40 | 300 | 63 27 | 94 | 37 5° 50 | 0.8 TS4 TKY15F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting | Without Breaker
FP FM LM MP MM Standard Flat Top

(11,16)

(11,16)

(11,16)

e

(11,16)

—_—

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Steel Shank I/d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank I/d<5 1/d=6—7
q Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 10 _sson | 9N CHllng| 130 (90—160) | 0.1(0.05-015) | 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting] 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
. Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15 (0.1—0.2) —1.0
Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy -
Medium Cutting[ 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

C-5voc

S TYPE BORING BARS

Carbide shank

Product Information

117°
30’
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 259
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 162
PCD TURNING INSERTS >> 280
TECHNICAL INFO >> 1971

KAPR ECA 50°
117.5° 1
o y R @
w
117.5 ]‘I camp RE | = !
4' = LDRED
ﬁ DMIN | LF
Right hand tool holder only.
Dimensions(mm) = 4
Stock § /@/
Order Number Insert Number & /
DCON| LF |LDRED WF |WF2| H |GAMF|DMIN| RE
R Clamp Screw| Wrench
C16RSVQCR11 [ ] 11030 16 | 200 | 25 11 3.1 14 7° 20 | 04 TS25 | TKYO08F
C20SSVQCR11 | @ 38% 1103 | 20 | 250 | 32 | 13 |34 | 18 | 7° | 25 | 0.4 | Ts2s | TkvosF
C25TSVQCR16 ([ ] 1604 25 | 300 | 40 17 | 49 | 23 5° 32 | 0.8 TS4 TKY15F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting | Without Breaker
FP FM LP LM MP MM Standard Flat Top

(11,16)

(11,16)

(16)

(11,16)

" a”

(11,16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Steel Shank I/d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank 1/d<5 1/d=6—7
q Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 10 _ssop | 9N CUllng| 130 (90—160) | 0.1 (0.05-0.15) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting] 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
. Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
Light Cutting| 300 (200—400) | 0.1 (0.05—0.15) 0.2 | 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy -
Medium Cutting[ 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

BORING BARS

5-55KC

S TYPE BORING BARS

Product Information

75°
KAPR

GRADES AND CHIP BREAKERS >> 38

SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 152
TECHNICAL INFO >> 1971

ECA 60°
KAPR
@7%\ [>i I -
Bt §©L .
75° 7
ﬂ| | _/jeamF RE |LDRED
DMIN LF
=
Right hand tool holder shown.
Dimensions(mm) = 4
Stock § /@
Order Number Insert Number &
DCON| LF |LDRED WF H |GAMF|DMIN| RE
R|L Clamp Screw | Wrench
S16MSSKCR/L09 |@ @ 09T3 16 | 150 | 25 11 14 7° 20 | 0.8 TS4 TKY15F
$20QSSKCR/L09 (8@ STV | 0otai | 20 |180 | 32 | 13 | 18 | 7 | 25 | 08 Ts4 TKY15F
S25RSSKCR/L12 (@@ 1204 25 | 200 | 40 17 23 5° 32 | 0.8 TS5 TKY25F
* Clamp Torque (N » m) : TS4=3.5, TS5=7.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
- . - . . . f ; Medium Medium Medium .
Finish Cutting | Finish Cutting | Light Cutting Light Cutting Cutting Cutting Cutting Without Breaker
FM LP Standard Flat Top

FP

(09)

(09,12)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Steel Shank I1d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank I/d<5 1/d=6—7
q Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g0 s Light Cutting| ~ 130 (90—160) | 0.1 (0.05—0.15) 0.2 120 (80—150) | 0.1(0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25(0.15—0.35) —3.0 80 (50—110) 0.15(0.1—0.2) =149
) Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting| 70 (50—90) 0.2(0.15—0.25) | —2.0 60 (40—80) 0.15 (0.1—0.2) —1.0
n Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) | 0.1 (0.05—0.15) 0.2
Aluminium Alloy -
Medium Cutting[ 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

5-5VvULC

S TYPE BORING BARS

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 259
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 162
PCD TURNING INSERTS >> 280
TECHNICAL INFO >> 1971

£CA 50°
KAPR
=N\ 9% % I -
;t @ - ’
93° <
‘ RE s
) [
| DMIN LF
Right hand tool holder only.
Dimensions(mm) 4
Stock § /@
Order Number Insert Number &
DCON| LF [LDREDf WF |WF2| H |GAMFDMIN| RE
R|L Clamp Screw| Wrench
S20QSVUCR/L11 |e @ 1103 20 | 180 | 32 13 | 44 | 18 7° 25 | 04 TS25 | TKYO8F
S25RSVUCR/L16 |®|® VCMW 1604 25 | 200 | 40 17 | 6.9 | 23 5" 32 | 0.8 TS4 TKY15F
S32SSVUCR/L16 |e/@| VCMT 1604: 32 | 250 | 50 | 22 | 84 | 30 | 5° | 40 | 0.8 | TS4 |TKY15F
S40TSVUCR/L16 |®|® 1604 40 | 300 | 63 27 | 94 | 37 Of 50 | 0.8 TS4 TKY15F
* Clamp Torque (N * m) : TS25=1.0, TS4=3.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting | Without Breaker
FP FM LP LM MP MM Standard Flat Top
(11,16) (11,16) (11,16) (11,16) (16) (16) (11,16) (11,16)
* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.
-‘RECOMMENDED CUTTING CONDITION
Steel Shank I/d<3 I/d=3—4 (Shank Diameter = 25mm)
Carbide Shank I/[d<5 1/d=6—7
q Cutting Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness Mode (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | g eo,.o |LOMCuting| 130 (90—160) | 01(0.05-0.15) 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting] 90 (60—120) | 0.25 (0.15—0.35) | —3.0 80 (50—110) | 0.15(0.1—0.2) —1.5
. Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
Light Cutting| 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy -
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

5-5(70C

S TYPE BORING BARS

Product Information

95°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 244

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 138
PCD TURNING INSERTS >> 272
TECHNICAL INFO >> 1971

@D .. A fan)
;I Q\‘EAPE[— | | N
5
DMIN‘ LF
1
LDRED
Right hand tool holder shown.
Dimensions(mm) & 4
Stock § @/
Order Number Insert Number & /
DCON| LF |LDRED| LH | WF |WF2| H |GAMFDMIN| RE
R|L Clamp Screw| Wrench
S16MSCZCR/L06 |® @ 150 | 36 11 11 3 14 1 10° | 20 | 0.4 TS25 TKYO8F
S20QSCZCR/L09 (e @ 180 | 50 18 13 18 7° | 25 | 0.8 TS4 TKY15F
* Clamp Torque (N » m) : TS25=1.0, TS4=3.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Finish Cutting | Light Cutting Light Cutting | Medium Cutting | Medium Cutting | Without Breaker| CBN/PCD

LP

(06,09)

Flat Top

(06,09)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Cutting 1/d<3 I/d=3—4 (Shank Diameter = 25mm)
Work Material Hardness |\ 4e Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel | 0 _seong [HON CUNG| 130 (90—160) | 01(0.05-015) | 0.2 120 (80—150) | 0.1 (0.05—0.15) 0.2
Alloy Steel Medium Cutting 90 (60—120) | 0.25(0.15—0.35) —3.0 80 (50—110) 0.15(0.1—0.2) =15
) Light Cutting| 140 (100—180) 0.1 (0.05—0.15) 0.2 140 (100—180) 0.1 (0.05—0.15) 0.2
Stainless Steel <200HB
Medium Cutting 70 (50—90) 0.2 (0.15—0.25) —2.0 60 (40—80) 0.15(0.1—0.2) —1.0
. Light Cutting[ 300 (200—400) 0.1 (0.05—0.15) 0.2 300 (200—400) 0.1 (0.05—0.15) 0.2
Aluminium Alloy = - -
Medium Cutting| 200 (150—250) 0.1 (0.05—0.15) —2.0 200 (150—250) 0.1 (0.05—0.15) —1.5
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BORING BARS

A-PSKN

P TYPE BORING BARS

With coolant hole

Product Information

75°
KAPR

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 230

TURNING INSERTS >> 115
PCD TURNING INSERTS >> 268
TECHNICAL INFO >> 1971

—_—
75°
ol | C—
Right hand tool
-
*1 Pin Lock Type holder shown.
Dimensions(mm) *2 2
Stocl @ & ® | / S
Order Number Insert Number g g E = \/ //'7};‘ ﬁ g
R|L 2% 9 LBL T g 2 | & [shim Shim | Clamp| €lamp | rench| Plug | °BMP| Pin | Screw
. HKY15R | HGM-
A20QPSKNR/L09(®|® gmg 180/ 32|13 [18(13°(25(08| — | — | — | — |[Kvson| BeMe | HP3T |P208AM | HSS03005
A25RPSKNR/L12(®|®|SNMM 200(40 |17 |23 |13°| 32| 0.8 |Msp2| — | — | — |HEVISRIHOM: | Hpa3 |patoam HSS03005
SNGA .
A32SPSKNR/L12(®|®|SNGG |1204:7( 32 (250| 50 | 22 | 30 [13°| 44 | 0.8 |LLSSNA2| LLP14 | LLCL14 LLCS10BS |HKY3OR | Hok | — | — | —
%1 Pin Lock Type : A20QPSKNR/L09, A25RPSKNR/L12
*2 Clamp Torque (N * m) : LLCS108S=3.3, HP3T=2.2, HP43=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting "éﬁftii‘r’"; "éﬁftii‘;g '\éﬁ‘t’t'l‘rjg ForSiairiess G class CBN/PCD
FP LP MP MH Standard MM RIL
N~ 4
0, e P
| i 273
(12) (12) (12) (12) (12) (12) (12) (12)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Cutting V=3 Vid=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel — ; _ _ _ — — —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =310
Gray Castlron  |15leStengh| pjegium | 80 (60—100) | 0.25(0.1—0.4) | —5.0 80 (60—100) | 02(01—03) | —4.0
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BORING BARS

BORING BARS

A-PTFN

P TYPE BORING BARS

With coolant hole

Product Information

91°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 232

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 121
PCD TURNING INSERTS >> 269
TECHNICAL INFO >> 1971

e
91°
bl &=
- Right hand tool
%1 Pin Lock Type holder shown.
Dimensions(mm) @ *2 2 Q
Stock ‘ & & / >
Order Number Insert Number | 5 @ £z i f &"
R|L ly|8|8|z|S|3 | ¥ /[shm Shim| Clamp| Slamp | wrench| Plug |CBMP | Pin | Screw
A20QPTFNR/L16(@ ® 180/ 32 |13 18(15°| 25 08| — — | = |HKYIR | HOM- | P31 |P20sAM HSS03005
TNMA o HKY15R | HGM-
A25RPTFNRIL16|® @ " 200| 40 | 17 | 23 [13°| 32 | 0.8 | MLIP32 — | = [HKYISR | HCM. | P33 |p208AM HSS03005
A32SPTFNR/L16 (@ ®| TNVM 250/ 50 | 22 | 30 [13°| 44 | 0.8 | LLSTNA? | LLP13 |LLCL13| LLCS106 | HKY25R | HOM | — | — | —
A40TPTFNR/L22 (@ ® mgg 300| 63 | 27 | 37 [10°| 54 | 0.8 | LLSTN2 | LLP14 |LLCL14|LLCS1083 | HKY30R| HEM- | — | — | —
A50UPTFNR/L22 (@ ® 2204 50 |350| 80 | 35 | 47 | 9°| 70 | 0.8 | LLSTN | LLP14 LLCL14|LLCS108S | HKYSOR | HoME | — | — | —
*1 Pin Lock Type : A20QPTFNR/L16, A25RPTFNR/L16
*2 Clamp Torque (N » m) : LLCS106=2.2, LLCS108S=3.3, HP31=2.2, HP33=2.2
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
- ) ; . Medium Medium Medium For Stainless
Finish Cutting | Light Cutting Cutting Cutting Cutting Steel G class CBN/PCD
FP LP MP MH Standard MM RIL
/ /3'-; N /\
). |
(16) (16) (16) (16) (16,22) (16,22) (16)

The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

I/d<3 1/d=3—4
) Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Carbon Steel _ : _ _ _ - — —
‘Alloy Steel 180—350HB| Medium 110 (80—140) 0.25 (0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1-0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  |15€Stendh) pMedium | 80 (60—100) | 0.25(0.1—04) | —5.0 80(60—100) | 02(01—0.3) | —4.0
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BORING BARS

A-PDUN

P TYPE BORING BARS

With coolant hole

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 226

SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 108
PCD TURNING INSERTS >> 267
TECHNICAL INFO >> 1971

PR
— i N
74 T = N i
g plare=—— U
o w
93 RE| 3
_ghl=
Right hand tool
*1 Pin Lock Type holder shown.
Dimensions(mm) @ 2 N
Stock <> & © / $
Order Number Insert Number | 5 E o £z & &5 % &’
RIL Qw9 ; E T é E & | shim Shim, Glamp &lamp) wrench | Plug |CBMP| Pin | Screw
A20QPDUNR/L11|® ® 18032 (15| 6.418|13926|0.8] — | — |LLCL23S | LLoSIs | HKYaR | HEME | — | — | —
A25RPDUNRL11|®(®| 200(40(17 | 6.9 23 |15° 32 0.8[LLSDN32 | LLP13 | LLCL23 | LLCS106 | Hv2sR | HOM | — | — | —
A25RPDUNR/L15|® @ DNMG 200(40{17| 6.92313°32 0.8 MDP&2 | — | — | — |HKVER|HOM | Hpas | patoaM | HSS03005
A32SPDUNR/L11|®|® g“m 250|150 |22 | 8.4/ 30| 13744 |0.8|LLSDN32 | LLP13 | LLCL23 | LLCS106 | HKY2SR | FOME | — | — | —
A32SPDUNR/L15|®|®|DNGA 250|150 |22 | 8.4/ 30| 13744 |0.8|LLSDN42 | LLP14 | LLCL24 |LLCSI0BS | HKY3R | FOME | — | — | —
DNGG
A40TPDUNR/L15 |®|® 300|163 |27 | 9.4/ 37| 10754 0.8|LLSDN42 | LLP14 | LLCL24 |LLCSI08S | HKY3OR | FOME | — | — | —
A50UPDUNR/L15|® @ 3508035 |12.4 47| 9°/70 0.8[LLSDN42 | LLP14 | LLOL24 | LLCSIOBS | HKYBR | HOME | — | — | —
*1 Pin Lock Type : A25RPDUNR/L15
*2 Clamp Torque (N * m) : LLCS125=1.5, LLCS106=2.2, LLCS1085=3.3, HP43=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting Fmgtgie”l'ess G class CBN/PCD
FP LP MP MH Standard MM L
S5 Liag ze =&
(15) (15) (15) (15) (15)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

‘RECOMMENDED CUTTING CONDITION

Cuti 1/1d<3 1/d=3—4
. utting
potgiiateral jaldness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
C:ﬁggnsggﬁ' 180—350HB| Medium | 110(80—140) | 0.25(01—04) | —5.0 | 110(80—140) | 0.2(01—0.3) | —4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —=2}{0)
Gray Castlron  |T&SESIEIN| Megium | 80 (60—100) | 0.25(01—0.4) | —5.0 | 80(60-100) | 02(01-0.3) | —4.0
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BORING BARS

BORING BARS

A-PCILN

P TYPE BORING BARS

With coolant hole

Product Information

95°
KAPR

GRADES AND CHIP BREAKERS >> 38

CBN TURNING INSERTS >> 222
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 102

PCD TURNING INSERTS >> 266
TECHNICAL INFO >> 1971

95° - |
v
Q o) [ __
(e]
© | 2 [
o |
Right hand tool
*1 Pin Lock Type holder shown.
Dimensions(mm) 2 % S
Stoc @ & © / &
Order Number Insert Number | 2 @ Lz =7 ,'7};' «f \ &’
R[L 8 S 2|z S 3| &/ shim |Shim|Clamp|Clampyiencn| Plug |CEMP | Pin | Screw
A16MPCLNR/L09 |@|® 1114 |15°/20 |0.8| — | — |LLCLI3S| LLCSIO5 |HKY20R| FoM | — | — | —
° HKY25R | HGM-
A20QPCLNR/L09 |®|® 1318 |13°|25 (08 — | — | — | — |H2RIHOM | ypsT | poosam | HSS03005
A20QPCLNR/LOSN (@ ® 13]18(13°/25 (0.8 — | — |LLCLI3S|LLCSIOS |HkvaR| pME | — | — | —
CNMA , HGM-
A25RPCLNR/L09 |® ®|cnviG 17|23 |13°32 0.8 — | — |LLCLI3S|LLCSIOS |HKY20R| oM | — | — | —
A25RPCLNR/L12 |@|@|CNMM 17]23(13°/32 (08| Mop2 | — | — | — |HKS0R) HOM | HP43 | P10 | HSS03005
CNGG
A32SPCLNR/L12 (@@ 2230 [13°| 44 0.8 | LLSCN2 | LLP14 | LLCL14 |LLCS106S | HKY3OR| HOM: | — | — | —
A40TPCLNRIL12 (@@ 27|37 |10°| 54| 0.8 | LLSCN42 | LLP14 | LLCLI4 [LLCS108S | HKY30R| HEME | — | — | —
A50UPCLNR12 (@ 350| 80 | 35 47 |10°| 63 | 0.8 | LLSCP2 | LLPt4 | LLCL14 | LLCSI06S | HKY3OR| HSM: | — | — | —
*1 Pin Lock Type : A20QPCLNR/L09, A25RPCLNR/L12
*2 Clamp Torque (N » m) : LLCS105=1.5, LLCS106=2.2, LLCS1085=3.3, HP3T=2.2, HP43=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Light Cutting | Medium Cutting |Medium Cutting| Medium Cutting| FO" St@inless | cpyypep

Steel

(12)

&

MH

Standard

(12)

MM

(12)

(12)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

I/ld=3 1/d=3—4
’ Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Carbon Steel - : _ _ _ _ — -
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  |T%SEStendh| egium | 80 (60—100) | 0.25(04—0.4) | —5.0 80(60—100) | 0.2(01—03) | —4.0
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BORING BARS

A-P WLN P TYPE BORING BARS With coolant hole

i GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 130
PrOdUCt |nf0rmat|0n CBN TURNING INSERTS >> 237 SPARE PARTS >> 1927
TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966
KAPR

i E— =

LDRED

95°

©_
9

LF

-

Right hand tool holder shown.

Dimensions(mm) Q *
Stock I(g f
Order Number Insert Number T8 %

z 2
8 a S | x| o| o ﬁ Clamp Lever |Clamp Screw| Wrench Plug

11| 14 |15°| 20 | 0.8 | LLCL13S | LLCS105 | HKY20R | HEM:
13 | 18 |13°| 25 | 0.8 | LLCL13S | LLCS105 | HKY20R | HEM:
17 | 23 |13°| 32| 0.8 | LLCL13S | LLCS105 | HKY20R | HEM,

R|L
A16MPWLNR/L06 (®|®
A20QPWLNR/L06 (@ |®
A25RPWLNR/L06 |®|®
* Clamp Torque (N » m) : LLCS105=1.5

WNMG

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Medium to For Stainless
Rough Cutting Steel

FP LP MP MH Standard RP

Finish Cutting | Light Cutting |Medium Cutting | Medium Cutting | Medium Cutting

Ep—

(08)

(08) (06,8)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

Cutting 1/[d<3 /d=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel _ : . . . . _ _
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25 (0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB | Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  [15eStendh| egium | 80 (60—100) | 0.25(04—0.4) | —5.0 | 80(60—100) | 02(01-03) | —4.0
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BORING BARS

BORING BARS

A-PDON

P TYPE BORING BARS

With coolant hole

Product Information

107°
30°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 226
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 108
PCD TURNING INSERTS >> 267
TECHNICAL INFO >> 1971

KAPR
107.5°
e ~ [ ——————
g /o I?— """""""""
o
107.5 RE 2
|0 |: LDRED LE
Right hand tool
*1 Pin Lock Type holder shown.
Dimensions(mm) 2 &
Stock > @ /{( & © / S
Order Number Insert Number Z E ~ Lz &y ﬁ &’
R|L 814|8|E|E x| S|5| %] shim |Shim Glamp|Clamp yienh | Plug |CBMP| Pin | Screw
. HKY15R| HGM-
A25RPDQNR/L15|® ®|p\via 20040 17| 6.923|13°/32(0.8 MDP42 | — | — | — |HCVISRI HEM | P43 |Pa10AM HSS03005
A32SPDQNR/L15|® @ B:MI\GA 250|50 | 22| 8.4 30 |13°| 44 0.8 LLSDN42 | LLP14 |LLCL24 | LLCSIOBS |HKY30R| Foat | — | — | —
A40TPDQNR/L15|® ®|pNGA 300|163 |27 | 9.4 37 10°| 54 0.8|LLSDNA2 | LLP14 | LLOL24 |LLCSIIES |HKY3OR| FME | — | — | —
A50UPDQNR15 |e| |DNGG 350| 8035 |12.4/47| 9°|70 |0.8(LLSDN42 | LLP14 | LLCL24 |LLCSO8S |HKY30R| HOM: | — | — | —
*1 Pin Lock Type : A25RPDQNR/L15
*2 Clamp Torque (N » m) : LLCS108S=3.3, HP43=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting| " % Siar eSS G class CBN/PCD
FP LP MP MH Standard MM L
é-i J? g jmy e =)
(15) (15) (15) (15) (15) (15)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

S 11d<3 1/d=3—4
' utti
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel — ; _ _ - — = -
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =310
Gray Castlron |T&SESIEIN| Medium | 80(60—100) | 0.25(01—0.4) | —5.0 80(60-100) | 02(01-03) | —4.0
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BORING BARS

A-PDZN

Product Information

93°
KAPR

P TYPE BORING BARS

TURNING INSERTS >> 108
PCD TURNING INSERTS >> 267
TECHNICAL INFO >> 1971

With coolant hole

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 226
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

BORING BARS

w I s
O~ KAPR b
= Sy o
JIGAMF | 25 |RE = LH_|
DMIN ! LDRED LF DCON
=
Right hand tool
*1 Pin Lock Type holder shown.
Dimensions(mm) @ *2 S S
Stock > & ©® | A / S
Order Number NIS;ebr:(ar = Q o L= & /'7};‘ /\
RIL QY8 ; L;L o é E & | shim Shim| Glamp| €1amp wrench | Plug | CBMP| Pin | Screw
A25RPDZNR/L15|®| @ [DNMA| 1504 25 200| 65/ 17 | 6.723|13°/ 32 |0.8|MDP42| — | — | — |HKYISRIHGM. | psg |patoan Hssoa0os
DNMG
A32SPDZNRI/L15|® | @ |onyx| 1504777 32 250| 75/ 22 | 8.2 30 |13° 40 | 0.8 |LLSDN4Z| LLP14 | LLCL24 |LLCS108S|HKY3OR| HEM: | — | — | —
A40TPDZNR/L15 |®|® 8“2241504{1“ {40 |300| 88|27 | 9.2 37 |10°| 50 | 0.8 [LLSDN42| LLP14 | LLCL24 |LLCS108S|HKY3OR| HOME | — | — | —
A50UPDZNR/L15|®|®|DNGG | 1504 | 50 350|105| 35 [12.2 47 | 9°| 63 |0.8 [LLSDN42| LLP14 | LLCL24 |LLCS108S| HKY3OR| HEME | — | — | —
*1 Pin Lock Type : A25RPDZNR/L15
*2 Clamp Torque (N « m) : LLCS108S=3.3, HP43=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting| " % Siar eSS G class CBN/PCD
FP LP MP MH Standard MM L

ay

(15)

(15)

(15)

(15)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.

*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

S 11d<3 1/d=3—4
' utti
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel — ; _ _ - — = -
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =310
Gray Castlron |T&SESIEIN| Medium | 80(60—100) | 0.25(01—0.4) | —5.0 80(60-100) | 02(01-03) | —4.0
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BORING BARS

BORING BARS

M WLN M TYPE BORING BARS With coolant hole

i GRADES AND CHIP BREAKERS >> 38 TURNING INSERTS >> 130
PrOdUCt Informatlon CBN TURNING INSERTS >> 237 SPARE PARTS >> 1927
TECHNICAL INFO >> 1971 ISO13399 PROPERTY >> 1966
KAPR
Q
> KAPR
o 95° )
| b oo
95° [y PPIeP——
- /| LDRED lLH_|
K © l GAME LF CON
L Right hand (R) only for the standard.

o
%

Dimensions(mm) &3
Stock ‘@ & @ (&N @ & ﬁ ©
Order Number Insert Number w ) -y N S

L ; Shim |Clamp |Side Lock ing | Clam
R S 0o Shim | “Bin" |Bridge | piate. | SPiNg | Sérew | Wrench| Plug

AS50UMWLNRO8 | @ [\VUMA 0804 50 350 80 | 35 63| 9° | 63|0.8| 05, | CCP44 | COK13 | CPT24 | MES2 |SLCS105| HKV20R | HOM:

% Clamp Torque (N » m) : SLCS105=7.0

DCON
LF
LDRED

AM
DMIN
RE

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Medium to For Stainless
Rough Cutting Steel

FP LP MP MH Standard RP MM

Finish Cutting | Light Cutting |Medium Cutting | Medium Cutting | Medium Cutting

i

(08) (08) (06,08) (08) (08) (08) (06,8)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-‘RECOMMENDED CUTTING CONDITION

d<3 1/d=3—4
] Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Cﬁﬁggnsggf' 180—350HB | Medium | 110 (80—140) 0.25 (0.1—0.4) —5.0 110 (80—140) 0.2 (0.1—0.3) —4.0
M|  Stainless Steel <200HB | Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) | 0.15(0.1—0.25) | —3.0
Gray Castlron  [15eStendh| pegium | 80 (60—100) | 0.25(04—0.4) | —5.0 | 80(60—100) | 02(01-0.3) | —4.0
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BORING BARS

DPTF

D TYPE BORING HEAD

Product Information

90°
KAPR

GRADES AND CHIP BREAKERS >> 38

CBN TURNING INSERTS >> 232
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 121

PCD TURNING INSERTS >> 269

TECHNICAL INFO >> 1971
STANDARD ARBOR FOR D TYPE BORING HEAD >> 450

LF
KAPR
r4
. = 90 /@) @ §
90 Sl a
/ O O RE/
GAMF
- - ’GAMP{7
6° -
Right hand tool holder only.
Dimensions(mm) o *
Stock @ @\\\\\ /\
Order Number Insert Number —) &
DCON| LF | WF (GAMF DMIN| RE i ol
R Shim |Shim Pin| T&mP | 58P | Wrench
DPTF132R | ® | 1NMG 32 | 40 | 20 | 12° | 40 | 0.8 |LLSTN32| LLP13 | LLCL13 |LLCS106| HKY25R
TNMM
DPTF140R o 40 | 50 | 25 | 10° | 50 | 0.8 [LLSTN42| LLP14 | LLCL14 |LLCS108 | HKY30R
* Clamp Torque (N » m) : LLCS106=2.2, LLCS108=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
- . . . Medium Medium Medium For Stainless
Finish Cutting | Light Cutting Cutting Cutting Cutting Steel G class CBN/PCD
FP LP MP MH Standard MM R/L

(16)

(16,22)

(16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Cutting 1/d<3 1/d=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel — : _ _ _ — — —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1-0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  |15leStengh| pjegium | 80 (60—100) | 0.25(0.1—0.4) | —5.0 80(60—100) | 0.2(01—0.3) | —4.0

s« MITSUBISHI MATERIALS
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BORING BARS

BORING BARS

DPDU

D TYPE BORING HEAD

Product Information

93°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 226
SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 108
PCD TURNING INSERTS >> 267
TECHNICAL INFO >> 1971
STANDARD ARBOR FOR D TYPE BORING HEAD >> 450

LF
4
Z| KAPR
S| 93° / 3
93° : o/ 1 8
[T [a]
1% |
o) -
GAMF_||  RE -
GAMP
—~— s
Right hand tool holder only.
Dimensions(mm) Q
Stock @ & N
Order Number Insert Number \/ &
DCON| LF | WF |GAMF|DMIN| RE : e T
R Shim |Shim Pin| T&mP | 58TP | Wrench
DPDU132R ® | BNMS | 15040 | 32 | 40 | 25 | 10° | 50 | 0.8 [LLSDN42| LLP14 | LLCL24 |LLCS108| HKY30R
DPDU140R | @ | BNSX 40 | 50 | 30 | 9°| 60 | 0.8 |LLSDN42| LLP14 | LLCL24 |LLCS108| HKY30R
* Clamp Torque (N * m) : LLCS108=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting| " %" i ®SS G class CBN/PCD
FP LP MP MH Standard MM L
N ) = —— . .
(RF L=7 Jay = =248
2 =
(15) (15) (15) (15) (15) (15) (15) (15)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

11d<3 1/d=3—4
. Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Carbon Steel _ : _ _ - _ - -
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1-0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =310
Gray Castlron |T%SESUendf| \edium | 80 (60—100) | 0.25(0.1—0.4) | —5.0 80(60—100) | 02(01-03) | —4.0
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BORING BARS

DPCL

D TYPE BORING HEAD

Product Information

95°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 222

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

DMIN

[

TURNING INSERTS >> 102
PCD TURNING INSERTS >> 266
TECHNICAL INFO >> 1971
STANDARD ARBOR FOR D TYPE BORING HEAD >> 450

DCON

GAMF\A

GAMPL—{—
60\

;(SA’PR »i/
s B2
RE

Right hand tool holder only.
Dimensions(mm)
Stock @ /&
Order Number Insert Number =7
DCON| LF | WF |GAMF/DMIN| RE : T e
R Shim |Shim Pin| T&mP | 58TP | Wrench
DPCL132R | ® | SNMA | 1204:: | 32 | 40 | 20 | 12° | 40 | 0.8 |LLSCN42| LLP14 | LLCL14 |LLCS108| HKY30R
DPCL140R [ J 8“2%" 40 | 50 | 25 | 10° | 50 | 0.8 |LLSCN42| LLP14 | LLCL14 |LLCS108| HKY30R
* Clamp Torque (N * m) : LLCS108=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Light Cutting | Light Cutting | Medium Cutting| Medium Cutting| ~°" 3ia11eS | can/pCD
Standard
(12) (12) (12) (12) (12) (12) (12) (12)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
* When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Cutting Vd=3 lid=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel _ : . . . . . _
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25 (0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M| Stainless Steel <200HB | Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  [15eStendh| pegium | 80 (60—100) | 0.25(04—0.4) | —5.0 | 80(60—100) | 02(01-0.3) | —4.0

#« MITSUBISHI MATERIALS
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BORING BARS

BORING BARS

DPDH

D TYPE BORING HEAD

Product Information

107°
30°
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 226

SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 108
PCD TURNING INSERTS >> 267
TECHNICAL INFO >> 1971
STANDARD ARBOR FOR D TYPE BORING HEAD >> 450

LF

8
107.5° o)
. / a
Right hand tool holder only.
Stock Dimensions(mm) @ * ﬁ
0c S
Order Number Insert Number =7 &
DCON| LF | WF |GAMF|DMIN| RE _ I P e
R Shim | Shim Pin| T&mP | g@TP | Wrench
DPDH132R | ® | BNMa | 15047 | 32 | 40 | 25 | 10°| 50 | 0.8 [LLSDN42| LLP14 | LLCL24 |LLCS108 | HKY30R
DNMM
DPDH140R [ J Bugg 1504 | 40 50 30 9°| 60 | 0.8 [LLSDN42| LLP14 | LLCL24 |[LLCS108 | HKY30R
% Clamp Torque (N » m) : LLCS108=3.3
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting | Medium Cutting| " %" i ®SS G class CBN/PCD
FP LP MP MH Standard MM L
Loy L& 257 48 ==
2 =
(15) (15) (15) (15) (15) (15) (15) (15)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

) I1d<3 I/d=3—4
q Cutting
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Carbon Steel _ : _ . . . . _
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25(0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) =£{0)
Gray Castlron  [15eStendh| pegium | 80 (60—100) | 0.25(04—0.4) | —5.0 | 80(60—100) | 02(01-03) | —4.0
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BORING BARS

DPvP

D TYPE BORING HEAD

Product Information

117°
30’
KAPR

GRADES AND CHIP BREAKERS >> 38
CBN TURNING INSERTS >> 235

SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

TURNING INSERTS >> 128
PCD TURNING INSERTS >> 270

TECHNICAL INFO

>> 1971

LF
: 5
117.5° 5 /o £ :
4 :
) GAMF A RE
) o N G/\?g:%f::’”[:::
Right hand tool holder only.
Dimensions(mm) N * D
Stock <= <f§§& ‘E::k’ é¢%¢%\
Order Number Insert Number — \ﬂ
DCON| LF | WF [GAMFDMIN| RE
R Shim | Lock Pin | Lock Screw |Stop Ring| Wrench
DPVP132R ° mgg 1604 | 32 | 40 | 25 | 13° | 50 | 0.8 |PV322| P11S |HSP05008C| E03 |HKY25R
DPVP140R [ VNGG 1604 | 40 | 50 | 30 | 13° | 60 | 0.8 [PV322 | P11S |HSP05008C| E03 |HKY25R
* Clamp Torque (N * m) : HSP05008C=2.5
@ : Inventory maintained in Japan.
-CHIP BREAKER EXAMPLE
Finish Cutting | Light Cutting | Medium Cutting | Medium Cutting| =" Siariess G class PCD CBN
FP LP MP MH MM L L-F
(16) (16) (16) (16) (16) (16) (16) (16)

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Cutting Vd=3 Vid=3—4
Work Material Hardness Mode Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
Carbon Steel - ; _ _ _ — — —
Alloy Steel 180—350HB| Medium 110 (80—140) 0.25 (0.1—0.4) 5.0 110 (80—140) 0.2 (0.1—0.3) 4.0
M Stainless Steel <200HB Medium 80 (60—100) 0.2 (0.1—0.3) —4.0 70 (50—100) 0.15 (0.1—0.25) —3.0
Gray Castlron  [15eStendh| pegium | 80 (60—100) | 0.25(04—0.4) | —5.0 | 80(60—100) | 02(01-03) | —4.0
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BORING BARS

B1 Arbor

Product Information

SPARE PARTS >> 1927

ISO13399 PROPERTY >> 1966

TECHNICAL INFO >> 1971

.TANDARD ARBOR FOR D TYPE BORING HEAD

(DB@

1032

@ 32

R

\

\

| ®Designation | @Arbor Length (mm) ®Arbor Diameter (mm) @Head Diameter (mm)
Symbol DCON| LF | OAL Symbol Diameter(DCON) Symbol Diameter(DCON)
- 32 | 260 | 300 32 32 32 32
40 310 | 360 40 40 40 40
Order |$ Dimensions (mm) Mz
Number % DCON| LF | H |OAL SetBolt | Wrench | o qer Number
B13232 (@| 32 | 260 | 29 |300| SD32 | HKY60R | DP::132R
B14040 (@| 40 | 310 | 37 |360| SD40 | HKY60R 140R
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S5-SIFE

AL TYPE BORING
BARS

Product Information

91°
KAPR

GRADES AND CHIP BREAKERS >> 38
PCD TURNING INSERTS >> 284
TECHNICAL INFO >> 1971

TURNING INSERTS >> 157
SPARE PARTS >> 1927
ISO13399 PROPERTY >> 1966

DMIN
!I;(#PR
D: i o
91° S 0
f GAMF| RE/ LDRED |10
3 ‘ LF
GAM;%E
X
Right hand tool holder shown.
Dimensions(mm 2
Stock ) © /A
Order Number Insert Number & /
DCON| LF |LDRED, WF H |DMIN| RE
R|L Clamp Screw Wrench
S16RSTFER/L16 (@@ 16 | 200 | 30 11 [ 146 | 20 0.4 FC400890T TKY10F
S20RSTFER/L16 |®|®| TEGX...R/L 20 | 200 | 37 13 |18 25 0.4 FC400890T TKY10F
S25SSTFER/L16 (@@ 25 | 250 | 40 17 | 23 32 0.4 FC400890T TKY10F

* Clamp Torque (N » m) : FC400890T=2.5

@ : Inventory maintained in Japan.

-CHIP BREAKER EXAMPLE

Medium

Cutting _—

PCD

* The insert photos are only examples. The letters refer to the chip breaker and the bracketed dimension are refers to the inscribed circle.
*  When using insert with right and left hand chip breaker, please use left hand insert for right hand holder and right hand insert for left hand holder.

-RECOMMENDED CUTTING CONDITION

Cutting Speed 1/d=3 I/d=4 1/d=5 1/d=6
Work Material Grade (m/min) Feed Depth of Cut Feed Depth of Cut Feed Depth of Cut Feed Depth of Cut
(mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm)
. 400 0.15 0.15 0.1 0.1
Aluminium Allo HTi10 | (200—600) | (0.05-0.25)| —3-0 |(0.05=0.25)| —3:0 | (0.05-0.2) | 2% | (0.05-0.2) | —10
y T 800 0.15 —20 0.15 s 01 e 01 —0
(200—1500) | (0.05—0.25) -0 ] (0.05=0.25) | (0.05-0.2) : (0.05-0.2) ;
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