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M120G HC-P30 | HC-M25 | HC-K30 | HC-S30

Mpounocts Specification:

Composition: Co 9.0 %; mixed carbides 2.0 %; WC balance | Grain size: 0.7-1 um | Hardness:
HV30 1590 | Coating specification: PVD TiAIN

Recommended application: The universal high-performance grade for steel, austenitic
steel, cast iron and heat-resistant alloys.

WN3HococTolKOCTb
Cocras: Co 9.0%;coefuHeHNs Kapbuaos 2.0% WC ocTanbHoe; Pasmep 3epHa: 0,7 - 1 pm;

TeepgocTb: HV 1590; CocTas nokpbitva: PVD TiAIN 4 um;
P AauUn K npyn YHUBepCanbHbI BbICOKOMNPOV3BOANTENbHbIN CNaB 415
g i CTanu, HepXaBeloLLeil CTanu, YyryHa v >kaponpOoYHbIX CMIaBOB.

PK320T HC-P35 | HC-K35 | HC-M30

MpouHocTb
Specification:

Composition: Co 10.5 %; mixed carbides 2.0 %; WC balance | Grain size: 1 um | Hardness:
HV30 1400 | Coating specification: CVD TiCN-AI203 multi-layer

ded

Rec 1 application: The reliable choice for the machining of steel and cast iron.

]
0123 4 56 1

W3HococTolikocTh
Cocras: Co 10.5%;coefjuHeHns Kap6uaos 2.0% WC ocTanbHoe; Pasmep 3epHa: Tpm;

TeepgocTb: HV 1400; CocTaB nokpbitusa: CVD TiCN-AI203 MHorocnoiiHoe;
Pekc K [inA 06paboTKK CTanu v vyryHa.

P

01 23 4 56 i

M345G HC-P45 | HC-M40 | HC-S40

MpouHoctb Specification:

Composition: Co 12.5 %; mixed carbides 2.0 %; WC balance | Grain size: 1-1.5 um |
Hardness: HV30 1380 | Coating specification: PVD TiAITaN

Recommended application: The reliable solution for steel and austenitic steels under
012345 L unstable conditions.

WN3HococTolKoCTb

ST I E e QO
m\D‘.'b:'"»-- Y
oy AT
“7.\04"3'.5 Of»: i?:.

Cocras: Co 12.5%;coefuHeHns Kap6uaos 2.0% WC ocTtanbHoe; Pasmep 3epHa: 1-1,5um;
TeeppocTb: HV 1380; CocTas nokpbitua: PVD TiAIN;

P ALK K NPUA HapexHoe pelueHve ans 06paboTku cTanu u
HepXaBerLwmnx cTanen B ycnosusax HecTabunbHOro pe3aHuA.

01 23 45 1

N216T HW-N15 | HW-K15

MpouHocTb . .
Specification:

Composition: Co 6.0 %; WC balance | Grain size: 1 um | Hardness: HV30 1630
Recommended application: The uncoated carbide grade for the machining of aluminium
and other non-ferrous metals

]
0123 4 567 1

U3HococTOoMKOCTD CocraB: Co 6.0%; WC octanbHoe; Pasmep 3epHa: 1um; TeepgocTtb: HV 1630; Coctas
noKpbITWA: be3 nokpbiTus;

PekomeHayemoe npumeHeHune: HenoKpbITbil TBEpAbIN cnnas Ana 06paboTKM anioMUHUA 1
LPYryX LBETHbIX METassoB.

01 23 4567 |l

Cutting
material Application/
Grades/ Pexywnin 0O6nacTb NpUMeHeHNA
Cnnasbl 1SO martepvan 01 05 10 15 20 25 30 35 40 45 50

HC-P30
HC-M25
HC-K30
HC-S30
HC-P35
PK320T HC-K35
HC-M30
HC-P45
M345G HC-M40
HC-540
HC-N15

[ ]
HC-K15 i ||

* PEXKYLLUIA MATEPUAN 01 05 10 15 20 25 30 35 40 45 50 @ Firstchoise

T - cermet/kepmeT 6€3 NOKPbITUA Hannyuwee npumeHeHne
C - with CVD coating/cnnas c nokpbitnem CVD
P - with PVD coating/cnnag ¢ nokpbituem PVD
W - without coating/cnnaB 6e3 NoKpbITHA

Stainless steel
HepxaBetowwas cranb
Castiron

Aluminium

Jerkue cnnagbl
Superalloy
MaponpouHble cnnagbl

Steel
Cranb
Yyryn

[ ]
M120G

S|S|o|o|9|[n|n|Nn|o|D|oT|©
o

N216T

O Second choise
[Jonyctumoe npumexeHne
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Grades
Cnnasbl
Sort of isert g E 5 5
Bup nnactunb Art./ Apr. W r/s | a’/d1 = = 2 2
UM1 L WD24L 2.02-06-UM1 20 0.15 24 6 ° ° )
N WD24N 2.02-00-UM1 2.0 0.2 24 0 ® [ ] [}
R WD24R 2.02-06-UM1 2.0 0.15 24 6 ° [ °
L WD24L 3.02-06-UM1 3.0 0.2 24 6 ° ° °
N WD24N 3.02-00-UM1 3.0 0.2 24 0 ° [ °
R WD24R 3.02-06-UM1 3.0 0.2 24 6 ® [ ] [}
N WD24N 4.03-00-UM1 4.0 0.3 24 0 ° [ °
N WD24N 5.04-00-UM1 5.0 0.4 24 0 ° ° °
SST1 L WD24L 2.02-06-SST1 20 0.15 24 6 ° ) °
N WD24L 2.02-06-SST1 2.0 0.2 24 0 ° ° °
R WD24L 2.02-06-SST1 2.0 0.15 24 6 ° [ °
L WD24L 3.02-06-SST1 3.0 0.2 24 6 ° ° °
N WD24N 3.02-00-SST1 3.0 0.2 24 0 ® [ ] [}
R WD24R 3.02-06-SST1 3.0 0.2 24 6 ° ° °
N WD24N 4.03-00-SST1 4.0 0.3 24 0 ° [ °
N WD24N 5.04-00-SST1 5.0 0.4 24 0 ° °
N WD24N 2.00S-1.0-UR 2 1.0 24 B ® [ ] [}
N WD24N 3.00S-1.5-UR 3 1.5 24 - ® [ ] [}
N WD24N 4.00S-2.0-UR 4 2.0 24 - [} [ ] [}
N WD24N 5.00S-2,5-UR 5 25 24 - °
g 5§ 8| g
= o = 2
* * *
M Stainless steel aust. - AycteHnTHasA Hepx. cTanb * Y¢ *
* *
*
* IAY

* Hannyuwee npumeHeHne A ¢ [lonyctumoe nprmeHeHmne
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Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl noaun ANA KaHaBOUHbIX MapameTpbl Nofaun ANA KaHaBOUHbIX U
1 oTpe3Hbix nnactuH (UM1) oTpe3Hbix nnactuH (UR)

P K P K
\A 4 \ A 4
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Cutting width
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0 00501 01502 025 03 035 04 0 00501 01502 02503 035 04
Feed rate/Mogava f [mm/rev] Feed rate/Mogava f [mm/rev]
Cutting Speed/
q . Hardness | CkopocTb pe3aHus, m/min
Cutting material/ TeepaocTb > >
O6pabaTbiBaeMblii MaTepuan HB 120G | PK320T | M345G
VC[m/ VCI[m/ VC[m/
min] min] min]
Non alloyed steel 0.15% - 0.45% C HenernpoBsaHHas cTanb 150-250 80-180 | 110-190 | 80-150
Low alloyed steel tempered HuskonernposaHHasA cTanb 250-300 60-150 | 110-180 | 70-120
High alloyed steel tempered BbicokonernposaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToitumBas K Koppo3uu 200 50-200 | 120-200 | 90-160
2| Annealed pearlitic OToxkeHHas nepuTHasA 200 50-200 120-200 | 100-180
3E
£ =| Quenched austenitic 3akaneHHas aycTeHnTHas 180 50-180 | 100-170 | 80-150
] =
L o
£ g Quenched duplex AycteHuTHO-eppuTHas (Bynnekc) 230-260 50-100 70-110 70-110
=t
z Hardened martensitic MapTeHcuTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii UyryH 180 100-200 | 90-180 -
Spheroidal LllapoBuaHbIi YyryH 160 100-180 | 100-160 -
Quenched cast iron 3akaneHHbiii YyryH 160 80-160 80-150 -
Feed rate for partig off inserts
I'Iapamepr| nofayn anAa KaHaBoOYHbIX
1 0TPe3HbIX NNacTuH (SST1)
M S
v Cutting Speed/
. . Hardness | CkopocTb pe3aHus, m/min
u 1SO Cutting material/ TeepnoCcTs & &
O6pabaTbiBaeMblii MaTepuan P M120G | PK320T | M345G
} HB vCim/ | vCim/ | vCim/
@ min] min] min]
" Non-quenched ferritic He3akaneHHas pepputHasn 200 50-200 120-200 | 100-180
6 =&
é =| Quenched austenitic 3akaneHHas aycTeHuTHaA 180 50-180 | 100-170 | 80-150
] — M|Z3
£ 5 €| Quenched duplex AycteHuTHo-GeppuUTHas (BynneKc) 230-260 50-100 70-110 70-110
had & g
g 4 &
§ Hardened martensitic MapTeHcuTHaA 3akaneHHas 330 50-80 60-90 60-90
& 3—
2 Iron based Ha ocHoge xenesa 200 = = 20-45
S 21—
= Nickel or Cobalt based Ha ocHoBe Hukena unu kobanbta 250 - - 15-25
1 T T T T T T T 1
0 00501 015 02 025 03 035 04 Titanium alloys TuTaHoOBble cnnaBbl Rm 440 - - 50-120
Feed rate/Mopgaua f [mm/rev]
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Grades
Cnnasel
Sort of isert § E E ,'§
Bup nnactunb Art./ Aprt. w r/s 1 a’/d1 = = 2 2
UF1 L WD24L 2.02-06-UF1 2.0 0.15 24 6 ° ° °
N WD24N 2.02-00-UF1 2.0 0.2 24 0 ® [ ] ()
R WD24R 2.02-06-UF1 20 0.15 24 6 ® [} [}
L WD24L 3.02-06-UF1 3.0 0.2 24 6 ® [ ) [}
N WD24N 3.02-00-UF1 3.0 0.2 24 0 ® [ ] [}
R WD24R 3.02-06-UF1 3.0 0.2 24 6 ® [} [}
N WD24N 4.03-00-UF1 4.0 0.3 24 0 ® [} [}
N WD24N 5.04-00-UF1 5.0 04 24 0 ® [} [}
uT L WD24L 2.02-06-UT 2.0 0.2 24 6 ® [ ] [}
N WD24N 2.02-00-UT 20 0.2 24 0 ® [} [}
R WD24R 2.02-06-UT 20 0.2 24 6 ® [} ()
L WD24L 3.02-06-UT 3.0 0.2 24 6 ® [} [}
N WD24N 3.02-00-UT 3.0 0.2 24 0 ® [} ()
R WD24R 3.02-06-UT 3.0 0.2 24 6 ® [ ] [}
N WD24N 4.03-00-UT 4.0 0.4 24 0 ® [} [}
N WD24N 5.04-00-UT 5.0 0.4 24 0 (]
g 5§ 2| g
= - = 2
* * *
M Stainless steel aust. - AycTeHUTHasA Hep. CTasb * DAY *
* *
*
* 1AY

KX Haunyuwee npumeHerne A g [Jonyctumoe npumeHeHne
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Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl nofaun AnA KaHaBOUHbIX MapameTpbl nofaun AnA KaHaBOUHbIX
1 oTpe3Hbix nnactuH (UF1) 1 oTpe3HbIx nnactuH (UT)
P M P M
v v

i )
N Nty

6 6
gy S— s
.:54 g 4—
= T =
23 £5
E-1 T 9
o® 33— a3
£ = gag
ES £8 2 —
S3 2 S35
1 1

0 0,65 0',1 0,1'5 0:2 O,'25 (Z;,3 0,'35 0,'4 0 005 01 015 02 025 03 035 04

Feed rate/Mogava f [mm/rev] Feed rate/Mogaua f [mm/rev]

Cutting Speed/
Cutting material/ 1:?:;:;-5; CKopocTb pe3aHua, m/min
O6pabaTbiBaeMblii MaTepuan M120G | PK320T | M345G
HB veim/ | vCim/ | vCim/
min] min] min]
Non alloyed steel 0.15% - 0.45% C HenernpoBaHHas cTasnb 150-250 80-180 | 110-190 | 80-150
Low alloyed steel tempered Hu3konermposaHHas cTanb 250-300 60-150 | 110-180 | 70-120
High alloyed steel tempered BbicokonervposaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToiiunBas K Kopposuu 200 50-200 | 120-200 | 90-160
2 Annealed pearlitic OToxxeHHas nepnAnuTHas 200 50-200 120-200 | 100-180
% § Quenched austenitic 3akaneHHaa aycteHUTHas 180 50-180 | 100-170 | 80-150
é é Quenched duplex AycteHnTHO-$epprTHaA (BynneKc) 230-260 50-100 70-110 70-110
- E Hardened martensitic MapTeHcuTHasA 3aKaneHHas 330 50-80 60-90 60-90
Grey castiron Cepbiit UyryH 180 100-200 | 90-180 =
Spheroidal LLlapoBuaHbiii 4yryH 160 100-180 | 100-160 =
Quenched cast iron 3akaneHHblii 4yryH 160 80-160 80-150 -




@] GROOVING AND PARTING OFF * KAHABKA M OTPE3KA

w w w w
Wﬁ‘*‘ r r r r r r
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|
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Grades
Cnnasbl
Sort of isert § E § IS
Bup nnactubl ART/APT w 1/s 1 a’/d1 = = 2 =
ULM1 N WSN 2.02.00-ULM1 2.0 0.2 - - ® ® )
N WSN 3.02.00-ULM1 3.0 0.2 - - ° ° )
y
S N WSN 4.03.00-ULM1 4.0 0.3 - - ) ° )
N WSN 5.03.00-ULM1 5.0 0.3 - - ° ° °
N WSN 6.04.00-ULM1 6.0 0.4 - - ° ) )
uT N WSN 2.02.00-UT 2.0 0.2 - - ° ° °
N WSN 3.03.00-UT 3.0 03 - - ) ° )
N WSN 4.03.00-UT 4.0 0.3 - - ° ° °
N WSN 5.03.00-UT 5.0 03 - - ) ) )
N WSN 6.04.00-UT 6.0 0.4 - - ° ° )
SST1
’ N WSN 2.02.00-SST1 2.0 0.2 - - ) ) )
N WSN 3.02.00-SST1 3.0 03 - - ° ° °
uL1
N WSN 2.02.00-UL1 2.0 0.2 - - °
y” N
N WSN 3.03.00-UL1 3.0 0.3 - - °
N WSN 4.04.00-UL1 4.0 0.4 - - °
g 5§  § =
5 2 2 S
* * *
M Stainless steel aust. - AycTeHUTHasA HEPX. CTasb * pA *
* *
*
* PAG

* Havmquee npruMeHeHne * ﬂonycmmoe npumeHeHne
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Feed rate for partig off inserts Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl NoZaum AnA KaHaBOUHbIX MapameTpbl nosaum AnA KaHaBOUHbIX MapameTpbl NoAaum AnA KaHaBOUHbIX
1 oTpe3Hbix nnacTuH (ULM1) 1 0TPe3HbIX MnacTuH (SST1) 1 oTpe3Hbix nnactu (UT)

vY Y v v
@ ) ;
— U o

e 4
6 £ ]
£ s £ 3
- £z _ s
x - 0 £
H 48 2 £
£§ 4 =] s,
£ £5 S
z = s — £z
£3 } O3 0 00501 01502 025 03 035 04 g8,
S
33 2 — L Feed rate/Mogaua f [mm/rev] = §
32—
= =
1 o3
0 00501 01502 025 03 035 04 1

0 005 071 015 02 025 03 035 04
Feed rate/lMogaua f [mm/rev] Feed rate/[Mogaua f [mm/rev]

Cutting Speed/
q . Hardness .
Cutting material/ CkopocTb pe3aHnsa, m/min
M TeeppocTb
ObpabatbiBaeMbiii MaTepuan HB M120G PK320T M345G
VC[m/min] | VC[m/min] | VCI[m/min]
Non alloyed steel 0.15% - 0.45% C HenernpoBaHHas CTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernposaHHas cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonernpoBaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToiiumBas K 200 50-200 120-200 90-160
Koppo3un
2| Annealed pearlitic OtoxxeHHas nepnnTHas 200 50-200 120-200 100-180
% é Quenched austenitic 3akaneHHas aycTeHuTHasA 180 50-180 100-170 80-150
L3
= § Quenched duplex AycteHUTHO-beppuTHasA (aynnekc) 230-260 50-100 70-110 70-110
4 g
=| Hardened martensitic MapTeHcnTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii YyryH 180 100-200 90-180 -
Spheroidal LLapoBuaHblii 4yryH 160 100-180 100-160 -
Quenched castiron 3akaneHHblit YyryH 160 80-160 80-150 -
Iron based Ha ocHoBe xene3a 200 - - 20-45
Nickel or Cobalt based Ha ocHoBe Hukensa unu kobanbta 250 - - 15-25
Titanium alloys TuTaHoBble cnnasbl Rm 440 - - 50-120

Feed rate for partig off inserts
MapameTpbl N0Zaum AnA KaHaBOUHbIX
1 0Tpe3HbIx nnactuH (UL1)

N .
Cutting Speed/
V . . Hardness -
Cutting material/ CkopocTb pe3aHus, m/min
ISO 06pa6 . TBepnocTb
pabaTbiBaeMbI MaTepuan HB M120G
g 5 I lepopmmpyemble cnnasbl 100 200-2000
g 4
£3 N JlnTeiiHble cnnasbl <12% Si 90 400-1500
28 3
.g g_ C MepHble cnnaBbl 90 200-600
s 2 T T T T T T T 1
S| 0 00501 015 02 025 03 035 04

Feed rate/Mogaua f [mm/rev]
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W W w w
W= -1 r insegl r r
a° r 7 2° ﬂ\ r r
I
: R
Grades
Cnnasbl

Sort of isert 0603HaueHune § E § '§
Bup nnactubl OTPe3HbIX NIACTUH w t/s | a’/d1 = a = 2

WF24N 2.02-00-UM1 2.0 0.2 24 0 L L o

WF24N 3.02-00-UM1 3.0 0.2 24 0 L ° °

WF24N 4.03-00-UM1 4,0 0.3 24 0 ° ° L

WF24N 2.02-00-UF1 2.0 0.2 24 0 L4 ° °

WF24N 3.02-00-UF1 3.0 0.2 24 0 ° L L

WF24N 4.03-00-UF1 4.0 03 24 0 ° ° °

SST1

WF24N 3.02-00-SST1 2.0 0.2 24 0 L L] °

WF24N 4.03-00-SST1 3.0 0.2 24 0 O O

WF24N 4.03-00-UL1 4.0 0.3 24 0 (@] @)

WF24N 2.02-00-UT 2.0 0.2 24 0 L ° L

WF24N 3.02-00-UT 3.0 0.2 24 0 o (@)

WF24N 4.03-00-UT 4.0 0.3 24 0 O O
WF24N 2.02-00-UL1 2.0 0.2 24 0 °
WF24N 3.02-00-UL1 3.0 0.2 24 0 °
WF24N 4.03-00-UL1 4.0 03 24 0 °
g 5 8 | g
= = 2 2

* * *

M Stainless steel aust. - AycTeHUTHasA HEPX. CTasb * * *

* *

*

* pA

* Haunyuwee npumeHeHve g [onyctmoe nprumeHeHe
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Feed rate for partig off inserts Feed rate for partig off inserts Feed rate for partig off inserts
MapameTpbl NoZaum AnA KaHaBOUHbIX MapameTpbl nosaum AnA KaHaBOUHbIX MapameTpbl NoZaum AnA KaHaBOUHbIX
1 oTpe3Hbix nnactud (UM1/UF1) 1 0Tpe3HbIX MnacTiH (SST1) 1 oTpe3Hbix nnactuH (UT)

vy 'y v
@ ) ;
] Uy St

T 4
6 — £ ]

£ £ 3

- 5 £ 5 5

£ 3 -

: 28 E
£3 ¢ EE s,
E £5 <5

£ ————— £
é‘ :° O3 0 00501 01502 025 03 035 04 g g ;
g
33 2 — L Feed rate/Mogaua f [mm/rev] = §
E8 20—
1 S3
0 00501 01502 025 03 035 04 1

0 005 01 015 02 025 03 035 04

Feed rate/Mopaua f [mm/rev] Feed rate/Mogaua f [nm/rev]

Cutting Speed/
q . Hardness .
Cutting material/ CKOpOCTb pe3aHusa, m/min
M TeeppocTb
Ob6pabaTbiBaeMblii MaTepuan HB M120G PK320T M345G
VC[m/min] | VC[m/min] | VCI[m/min]
Non alloyed steel 0.15% - 0.45% C HenernpoBsaHHas cTanb 150-250 80-180 110-190 80-150
Low alloyed steel tempered HuskonernposaHHas cTanb 250-300 60-150 110-180 70-120
High alloyed steel tempered BbicokonernpoBaHHas cTanb 350 50-120 70-160 60-100
Corrosion resistant steel annealed Cranb ycToiiumBas K 200 50-200 120-200 90-160
Koppo3un
2| Annealed pearlitic OtoxxeHHas nepinTHas 200 50-200 120-200 100-180
% § Quenched austenitic 3akaneHHas aycTeHuTHasA 180 50-180 100-170 80-150
ST
= § Quenched duplex AycteHUTHO-deppuTHas (aynnekc) 230-260 50-100 70-110 70-110
@4 g
*| Hardened martensitic MapreHcnTHas 3akaneHHas 330 50-80 60-90 60-90
Grey castiron Cepblii YyryH 180 100-200 90-180 -
Spheroidal LLUapoBuaHblii 4yryH 160 100-180 100-160 -
Quenched castiron 3akaneHHblit YyryH 160 80-160 80-150 -
Iron based Ha ocHoBe xene3a 200 - - 20-45
Nickel or Cobalt based Ha ocHoBe Hukensa unu kobanbta 250 - - 15-25
Titanium alloys TuTaHOBble cnnaBbl Rm 440 - - 50-120

Feed rate for partig off inserts
MapameTpbl N0Zaum AnA KaHABOUHbIX
1 0Tpe3Hbix nnactuH (UL1)

N A
v - Cutting Speed/
50 Cutting material/ TBaer ':)ec:_i CkopocTb pesaHus, m/min
m O6pabatbiBaemblit MaTepuan ?-IAB M120G
g 5 1 lepopmmpyemble cnnasbl 100 200-2000
Fry -
] % N JlnTeiiHble cnnasbl <12% Si 90 400-1500
23
S o 3
g g C MepHble cnnasbl 90 200-600
s 2 T T T T T T T 1
53 0 005 01 015 02 025 03 035 04

Feed rate/Mogaua f [nm/rev]
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Right hand / 1306paeHa npaBaa aepxaBka

ART. APT.

E12R/L0013-1212K-WD24-2
E16R/L0013-1616K-WD24-2
E20R/L0013-2020K-WD24-2

E12R/L0013-1212K-WD24-3
E16R/L0013-1616K-WD24-3
E20R/L0013-2020K-WD24-3
E25R/L0013-2525K-WD24-3
E16R/L0025-1616K-WD24-3
E20R/L0025-2020K-WD24-3
E25R/L0025-2525K-WD24-3

E16R/L0025-1616K-WD24-4

E20R/L0025-2020K-WD24-4

E25R/L0025-2525K-WD24-4

E25R/L0025-2525M-WD24-5

E25R/L0025-2525M-WSN-05
E25R/L0032-2525M-WSN-06

Insert type.
Tun nnacTuHbl

WD24

WD24

WD24

WD24

WSN

L1

NN

w w w w w w w

>~ b

T max(mm)

13
13
13

13
13
13
13
25
25
25

25
25
25

25

32

12
16
20

12
16
20
25
16
20
25

16

20

25

25

25

12
16
20

12
16
20
25
16
20
25

16

20

25

25

25

L2

125
125
125

125
125
125
125
125
125
125

125

125

125

150

150

7897221/T15
M0102554/T20
7897218/T20

7897221/T15
M0102554/T20
7897218/T20
7897218/T20
M0102554/T20
7897218/T20
7897218/T20

M0102554/T20

7897218/T20

7897218/T20

7897218/T20

7897218/T20

~

7897208/T15
7897207/T20
7897207/T20

7897208/T15
7897207/T20
7897207/T20

7897207/T20
7897207/T20
7897207/T20
7897207/T20
7897207/T20
7897207/T20

7897207/T20

7897207/T20
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o i

ART. APT. TV'I:S:;ZZ‘;:M T h L h, B >
EL-2602-WF24N-02 WEFN/WD24 25 26 110 214 20 WN-3
EL-3202-WF24N-02 WEN/WD24 25 32 150 250 20 WN-3
ER-2602-WF24N-02 WFN/WD24 25 26 110 214 20 WN-3
ER-3202-WF24N-02 WFN/WD24 25 32 150 250 20 WN-3
EN-2603-WF24N-03 WFN/WD24 35 26 110 214 3.0 WN-3
EN-3203-WF24N-03 WEFN/WD24 50 32 150 250 30 WN-3
EN-2604-WF24N-04 WEFN/WD24 40 26 110 214 40 WN-3
EN-3204-WF24N-04 WFN/WD24 50 32 150 250 40 WN-4
ER-2603-WSN-02 WSN 25 26 110 214 20 WN-3
EL-2604-WSN-02 WSN 25 26 110 214 20 WN-3
ER-3204-WSN-02 WSN 25 32 150 250 20 WN-3
EL-3204-WSN-02 WSN 25 32 150 250 20 WN-3
EN-2603-WSN-03 WSN 35 26 110 214 30 WN-3
EN-2604-WSN-04 WSN 50 32 150 250 30 WN-3
EN-3203-WSN-03 WSN 40 26 110 214 40 WN-4
EN-3204-WSN-04 WSN 50 32 150 250 40 WN-4
EN-3204-WSN-05 WSN 55 32 150 250 50 WN-4

EN-3204-WSN-06 WSN 60 32 150 25.0 6.0 WN-4




GROOVING AND PARTING OFF » KAHABKA N OTPE3KA

(um¢]

h i

L4

Right hand / 1306paeHa npaBas aepxaBka

Insert type. ’ '
ART. APT. g RS (L P e
2 13 12 12 125 4493 4496 | 11040843 12089802
E16R/L0013-1616K-WD24-2-IC  WD24 2 13 16 16 125 4493 4496 11040843 12089802
E20R/L0013-2020K-WD24-2-IC 2 13 20 20 125 4493 4496 11040843 12089802
E16R/L0013-1616K-WD24-3-IC 3 13 16 16 125 4493 4496 11040843 12089802
E20R/L0O013-2020K-WD24-3-IC  WD24 3 13 20 20 125 4493 4496 11040843 12089802
E25R/L0013-2525K-WD24-3-IC 3 13 25 25 125 4493 4496 11040843 12089802
E16R/L0025-1616K-WD24-4-IC 3 25 16 16 125 4493 4496 11040843 12089802
E20R/L0025-2020K-WD24-4-IC  WD24 3 25 20 20 125 4493 4496 | 11040843 12089802
E25R/L0025-2525K-WD24-4-IC 3 25 25 25 125 4493 4496 11040843 12089802
B
0
1 BB
< 1 L
Insert type. \

ART. APT. e T b L n, B ya

EN-3202-WF24N-02 WFN/WD24 25 32 150 25.0 2.0 WN-3 11998618 7095086600

EN-2603-WF24N-03 WFN/WD24 35 26 110 214 3.0 WN-3 11998618 7095086600

EN-3203-WF24N-03 WFN/WD24 50 32 150 25.0 3.0 WN-3 11998618 7095086600

EL-2602-WSN-02-IC WSN 25 26 110 214 2.0 WN-3 11998618 7095086600

EL-3202-WSN-02-IC WSN 25 26 110 214 2.0 WN-3 11998618 7095086600

ER-2602-WSN-02-1C WSN 25 32 150 25.0 2.0 WN-3 11998618 7095086600

ER-3202-WSN-02-I1C WSN 25 32 150 25.0 2.0 WN-3 11998618 7095086600

EN-2603-WSN-03-IC WSN 35 26 110 214 3.0 WN-3 11998618 7095086600

EN-3203-WSN-03-IC WSN 50 32 150 25.0 3.0 WN-3 11998618 7095086600

EN-2604-WSN-04-I1C WSN 40 26 110 21.4 4.0 WN-4 11998618 7095086600

EN-3204-WSN-04-IC WSN 50 32 150 25.0 4.0 WN-4 11998618 7095086600
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e

- ] LT
| L | b_|
ART. APT, RS e, L h b
Tun Hoxelt 1
ENC 2616 EN26 26 87 16 16 0.450 1076 5005
ENC 2620 EN26 26 87 20 20 0.500 1076 5005
ENC 2625 EN26 26 87 25 25 0.650 1076 5005
ENC 3220 EN26 32 100 20 20 0.700 1076 5005
ENC 3225 EN26 32 110 25 25 0.950 1076 5005
ENC 3232 EN26 32 120 32 32 1.400 1076 5005
anaa
a1t
L b
Blade type. 0 f
- Tin Hoxeit h, L h b / /\
END 2620 EN26 26 87 20 20 0.550 1076 2920 5005
END 2625 EN26 26 87 25 25 0.700 1076 2920 5005
END 3220 EN32 32 100 20 20 0.750 1076 2930 5005
END 3225 EN32 32 110 25 25 1.000 1076 2935 5005
END 3232 EN32 32 120 32 32 1.450 1076 2942 5005
i
l I:FI C-Internal coolant
— 00 @ @ @
T I
L b
Blade type. 0 y p
QAR Tun Hoxeit h, L L = / %
END 2620-IC EN26 26 82 20 20 0,550 1076 2920 5005

END 3225-IC EN32 32 95 25 25 1,000 1076 2920 5005
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