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PANGU grades PG8005, PG8020, PG8030, PG1110, PG1120 - LH chip breaker
F-QF chip breaker (YNT251D grade) - ISO tool holder with internal cooling — zGroove Compact
HG chip breaker - EMPO08 square shoulder milling system — EMP10 square shoulder milling system
XMR13 high-feed milling system - PGMS series — ZTE indexable head drilling system
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The Company

huzhou Cemented Carbide Cutting Tools Co., Ltd.

(ZCC-CT), based in Zhuzhou, China, is the largest Chinese

manufacturer of carbide tools. It is also a key company
of China Tungsten High-Tech Material Co. Ltd. part of the China
Minmetals Corporation.

Since its founding in 1953, ZCC Cutting Tools Co., Ltd. has grown
to become one of the world’s leading carbide manufacturers with
more than 2,000 employees by using the latest technologies and
employing highly skilled personnel. The company continuously
modernises production technologies and expands its production
capacities to enable the company’s ongoing growth. As part of
Minmetals Corporation, ZCC-CT is able to cover the entire value
chain of modern carbide tool production itself, from raw material
extraction through to the coated end product and all associated
intermediate steps.

By drawing on the latest in European production technology,
the company offers products that consistently meet the highest
quality standards. Our extensive product range includes carbide/
solid carbide, cermet, CBN, PCD and ceramic inserts, carbide tools,
tool holders, milling bodies and the accompanying tool systems.
All products are consistently produced to accepted international
standards, including ISO, DIN, ANSI, JIS and BSI. In addition, ZCC-CT
offers customised solutions and special carbide products built to
individual specifications.

ZCC-CTinvests heavilyinresearch and development.The associated
investments go beyond that of most competitors. ZCC Cutting
Tools' excellently trained engineers, scientists and a competent,
international team, research the necessary fundamentals. These
form the basis for the ongoing development of new products and
the improvement of existing ones.

The company continuously introduces improvements in quality
to meet the customers’ ever-increasing demands for new and
innovative products and to maximise the benefit of each individual
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customer. Both production and administration in China are subject
to the ISO 9001:2008 standard, while environmental management
is subject to the requirements set out in ISO 14001:2004.

he foundation of the European headquarters of ZCC-CT,

ZCCCutting Tools Europe GmbH and the European central

warehouse, both located in Diisseldorf (Germany), dates
back to 2003. Today, all European countries as well as the adjacent
markets are served from there.

The quality management system of ZCC Cutting Tools Europe
GmbH is certified in the area of ‘distribution and logistics of metal-
working tools’in accordance with ISO 9001:2008.

The Test and Demonstration Centre is available for optimizing
customer processes according to individual requirements.

External sales staff and distribution partners in Europe work hand
in hand to support customers across the region. Our friendly ZCC-
CT application engineers are also available to support you with
their expertise and experience by phone, e-mail or in person at
your production facility.

The entire field and office sales force is available to answer
enquiries from clients across Europe in their native language.
Together with employees from the logistics team and with the help
of a sophisticated service system, they ensure that all orders are
delivered as quickly as possible to you. Branch offices in France and
Great Britain add to additional regional proximity to customers.

CC Cutting Tools Europe GmbH and all of our employees

are there for you and have your back as a competent

partner for all matters concerning machining production.
This is how we define ‘your partner - your value’.

HEADQUARTERS
Zhuzhou (China)

Diisseldorf
(Germany/Europe)

Detroit (USA)



This brochure will be presenting the following new products:

Product Innovations 09/2025

GENERAL TURNING Page
0 AT PG8005 grade - premium grade for maximum wear resistance A12
, AW JACITETY PG8030 grade - premium universal CVD grade for heat resistance A13
@ AW AT PG1110 grade - premium heat-resistant PVD grade for turning applications Al4
@ LH chip breaker - consistent results in the medium application range A15
0 F-QF chip breaker (YNT251D grade) — premium combination for super-finishing A16
ﬂ‘ = ISO tool holder (internal cooling) - optimum temperature control for consistent results every time A17
PARTING & GROOVING Page
ﬂ@ 'Im PG1110 grade - maximum wear resistance when machining difficult-to-machine A29
¥ materials
«w‘@ AT PG1120 grade - maximum reliability even if cutting conditions change A30
’ zGroove Compact - compact design, easy to work with A31
’ HG chip breaker - specially designed for soft and difficult-to-machine materials A36
INDEXABLE MILLING Page
g, AWJACTTTIW PG8020 grade - for high-performance finishing applications involving heat-resistant B46
L cast steel
E AW JAITETY PG8030 grade - ultra-efficient milling grade for HRSA materials B47
¥ _ ! EMPO08 square shoulder milling system - efficient and reliable 90° shoulder milling B48
3] - ) .
,i EMP10 square shoulder milling system — maximum feed rates to boost your production B54
v
7 XMR13 high-feed milling system - for maximum performance in terms of feed rate and efficiency B60
SOLID CARBIDE MILLING Page
e 'Im PGMS series - the ideal choice for complex contours B74
INDEXABLE HEAD DRILLING Page
/=~==% ZTEindexable head drilling system - reliable drilling results with high material removal rates c78



A glimpse inside: Highlights from previous Product Innovations

brochures

Product Innovations 03/2025

INDEXABLE MILLING
XMR12 high-feed milling system - Maximum chip removal rates coupled with minimum machining times

SOLID CARBIDE MILLING
XM-2C series - Flexible deburring cutter with interchangeable head

SOLID CARBIDE DRILLING
UL series - Solid carbide deep hole drills for difficult-to-machine materials

Product Innovations 09/2024

L’ Go to PDF online

GENERAL TURNING
QF chip breaker - Maximum chip control in finishing operations

INDEXABLE MILLING
SMPO09 slot mill cutting system - Highly versatile tangential milling system

TOOL HOLDERS
zClamp Hydro hydraulic expansion chucks - Secure tool clamping for maximum process reliability

Product Innovations 09/2023

L’ Go to PDF online

GENERAL TURNING

XLR chip breaker - Roughing made easy

ONMX high feed turning system - New Octa insert and tool holder series for efficient turning applications
PNMX high feed turning system - New Penta insert and tool holder series for efficient turning applications

THREADING

ZType threading tool holders with internal cooling — New series for high-quality results in threading operations

SOLID CARBIDE DRILLING
FD flat drills - 180° solid carbide drills for any application

Product Innovations 03/2023

LP Go to PDF online

GENERAL TURNING
YBG205H grade - The perfect choice for high-temperature turning applications

PARTING & GROOVING
MU chip breaker - Universal tool that delivers optimum chip control

INDEXABLE MILLING

FME17 face milling system — Highly efficient universal tool for machining end faces and contours
EMPO5 plunge milling system - Universal tool for any machining application

FMRO6 round insert milling cutter - Maximum cutting performance

CSX1000 grade - High-performance grade for superalloys

APL chip breaker - Universal geometry

LP Go to PDF online



Product Innovations 09/2022

GENERAL TURNING
XMH chip breaker - Semi-finishing made easy

THREADING
ZType threading inserts — New series for high-quality results in threading operations

INDEXABLE MILLING

FMA12 face milling system - Now available in new ONHUOQ9T5 insert size
EMP14 aluminium milling system - Precisely 90° for shoulder milling operations
FMR11 round insert milling cutter - Maximum cutting performance

SOLID CARBIDE MILLING

VPM series — Now also available as a torus milling cutter/with Weldon clamping surface

Product Innovations 05/2022

(* Go to PDF online

GENERAL TURNING
miniTURN - New YPG202 grade for enhanced performance

INDEXABLE MILLING

YBG205H grade - Optimal for high-temperature applications

FMPO06 - High-performance hard machining with 88° approach angle
FMA17 - Versatile milling system for efficient facing operations
FMP17 - Efficient universal tool for machining end faces and contours
FMRO4 - Extension: Now with new inserts and chip breakers

SOLID CARBIDE MILLING
TM series - Expanded line with compact torus milling cutters from @1.0 mm
VPM series - High-speed full-slot milling

SOLID CARBIDE DRILLING
UD series — Extension: Now available in diameters from 1.0 mm with internal cooling

CEEVALE
“ Go to PDF online






General turning

ISO code - general turning inserts

ISO code - external tool holders

~ PG8005 grade
y /[ PG8030 grade
~ PG1110 grade

LH chip breaker
F-QF chip breaker (YNT251D grade)

ISO tool holders (internal cooling)

Recommended cutting data
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General tu rning ISO code - general turning inserts

ISO standard

T

N M G

22 04 08

(N) —

DM

1 2 3 4 5 6 7 8 9
Insert shape Clearance angle Tolerance class
o m
A B <82 c <> A E B M; 1‘\
1.C .Gl S
D E H <:> Code | 1CImm] [ mimml | S{mm]
C S - D \E A +0,025 +0,005 +0,025
d +0,025 +0,013 +0,025
K L I:I LROES) E +0,025 +0,025 +0,025
E S F S F +0,013 +0,005 +0,025
o O b Q R Q 20° 25° G +0,025 +0,025 +0,130
H 40,013 +0,013 40,025
—— J +0,05-0,15 +0,005 40,025
s T A v ¢ \g N = K £0,05-0,15 +0,013 +0,025
L +0,05-0,15 +0,025 +0,025
M +0,05-0,15  +0,08-0,20 +0,130
w Z Special P E O Spedial N £0,05-0,15  +0,08-0,20 +0,025
u +0,08-025  +0,13-0,38 +0,130
1 2 3
Fastening features (metric) Cutting edge length | [mm]
Insert shape Insert shape
> 65° 1.C Q Q
A T B [ T7J o A H & QA
C D R S T Vv W K
>65° 3,97 06
c F > 50 05
5,56 09
. " >65 6,0 06
e ﬁ 6,35 06 07 1 1
s 8,0 08
J m Iy 9,525 | 09 1 09 09 16 16 06 16
@ 10,0 10
S65° 12,0 12
N Q 12,7 12 15 12 12 22 22 08
<65° 15875| 16 15 15 27
R U J T ﬁ 16,0 19 16
19,05 | 19 19 19 33
< 65° <65° 20,0 20
u w ﬁ 250 | 25 25 25
25,4 25 25
X Special 3175 31
32 32
4 5
N




ISO code - general turning inserts General turning

Insert thickness S [mm]

Nose radius r [mm]

f

Z
r

Code 5 Code \ 5 Code r
00 0,79 T5 5,95 00 -
TO 0,99 06 6,35 02 0,2
01 1,59 T6 6,75 04 0,4
T1 1,98 07 7,94 08 0,8
02 2,38 09 9,52 12 1,2
T2 2,58 T9 9,72 16 1,6
03 3,18 1 11,11 20 2,0
T3 3,97 12 12,70 24 2,4
04 4,76 32 3,2
T4 4,96 X Special
05 5,56 MO Round inserts
6 7
Cutting direction
L
Chip breaker overview
(on page A16 in the Main Catalogue)
R
N
8
ANSI standard
5 6 7
Inner circle Insert thickness Nose radius
Code [mm] Pouce Code [mm] Pouce Code [mm] Pouce
2 6.35 0.250 2 3.18 0.125 0 0.2 0.008
3 9.525 0.375 3 476 0.187 0.4 0.016
4 12.7 0.500 4 6.35 0.250 2 0.8 0.031
5 15.875 0.625 5 7.94 0.313 3 1.2 0.047
6 19.05 0.750 6 9.52 0.375 4 1.6 0.063
8 254 1.000 5 2.0 0.079
6 2.4 0.094
5 6 7
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General tu rning ISO code - external tool holders

C

L N

L

25 25 M

12

1 2 3 4 5 6 7 8 9
Clamping system Insert shape
Code Description

C :
P Lever lock clamping [EE\}

D
M Wedge/pin lock clamping

R O
S Screw-on clamping IE_E}} S

T AN
Cc/) Wedge clamping

v
D Duel wedge clamping @

’

1 2

Tool holder type and entering angle

Clearance angle

]

&

[}
<
il g

B h C
5o

p \__
15°

=
-

A10

-
75@
A B C
90° 7
F G H J
. °30'
- so° 630 7 62°30' \ —— R \E
95 re 5
L M N (0] P
107°30’ 90°
7@ 45;& 60‘0@
Q R S T U
7205& EW:I 'i 120°
\' w X
3 4




ISO code - external tool holders General tu rning

Cutting direction Shank height h [mm] Shank width b [mm]
%I h} % % §| b
R Code ‘ h Code b

12 12 12 12
16 16 16 16
T 20 20 20 20
25 25 25 25
32 32 32 32
? 40 40 40 40
50 50 50 50
N
5 7

Holder length L [mm]

Cutting edge length | [mm]

L

Insert shape

o H QA L4

Code ! C b | & 3 T v w

H 100 5,56 09

K 125 6,35 06 07 11

M 150 9,525 09 11 09 09 16 16 06

P 170 12,7 12 15 12 12 22 22 08

Q 180 15,875 16 19 15 15 27

R 200 19,05 19 19 19 33

S 250 254 25 25 25 44

T 300 32 32

8 9
N
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PG8005 grade o7

Premium grade for maximum wear resistance

YOUR BENEFITS

- High-performance coating (AITICNO-CVD) with ultra-smooth polished surface that minimises friction
- Ideal choice for difficult-to-machine materials such as superalloys and heat-resistant cast steel
— Minimum wear for a long tool life

Ultra-smooth AITICNO CVD coating

New substrate
technology

Excellent coating stability

Fig.: DNMG150608-SNR PG8005

The following articles are currently available with the new PG8005 grade:

Article Stock Article Stock
CNEG120404-NF PG8005 ° VCGT160408-SNR PG8005 °
CNEG120408-NF PG8005 ° VNEG160404-NF PG8005 °
CNMG120408-SNR PG8005 o VNEG160408-NF PG8005 )
CNMG120408-XLR PG8005 ° VNEG160408-NGF PG8005 °
DNEG150604-NF PG8005 ° VNMG160408-SNR PG8005 o
DNEG150608-NF PG8005 ° WNMG080408-SNR PG8005 o
DNMG150608-SNR PG8005 o ® Ex stock o On demand
VBET160404-NF PG8005 °
VBET160404-NGF PG8005 °
VBET160408-NF PG8005 °
VBET160408-NGF PG8005 [
VBMT160408-SNR PG8005 °
VCGT160404-NGF PG8005 °

® Ex stock 0 On demand

N
A2 >



PG8030 grade

Premium universal CVD grade with heat-resistant properties

YOUR BENEFITS

- Optimised for turning difficult-to-machine materials such as superalloys and heat-resistant cast steel

Y /[ pavcu

- Reduces wear thanks to mechanically robust substrate and thermally stable coating
- Premium coating technology (AITICNO-CVD) for low wear thanks to polished coating surface
- Ideal for continuous and interrupted cuts

New substrate
technology

Ultra-smooth AITiCNO CVD coating

Excellent coating stability

Fig.: CNMG120408-XLR PG8030

The following articles are currently available with the new PG8030 grade:

Article

Stock

Article

CNMG120408-XLR PG8030
CNMG120412-XLR PG8030
CNMG120416-XLR PG8030
CNMG160612-XLR PG8030
CNMG190612-XLR PG8030
CNMG190616-XLR PG8030
CNMG190624-XLR PG8030
CNMM190616-XLR PG8030
CNMM190624-XLR PG8030
CNMM250924-XLR PG8030
DNMG150608-XLR PG8030
RCMT2507MO-GR PG8030
RCMT2507MO PG8030

RCMX3209MO-GR PG8030

O O @€ O @€ O @ ¢ o o o o

O

SNMG190624-XLR PG8030
SNMM190616-XLR PG8030
SNMM190624 - XLR PG8030
SNMM250924-XLR PG8030
TNMG160408-XLR PG8030

® Ex stock

o0 On demand

® Ex stock

o On demand

A13



A14

Enhanced anti-peeling

YOUR BENEFITS

properties

PG1110 grade

Premium heat-resistant PVD grade for turning applications

Y /[ pavcu

- Innovative coating concept (TiAISiN-PVD) for enhanced adhesion and improved surface quality with
a low coefficient of friction

- Ideal for use in combination with difficult-to-machine materials

- Maximum heat resistance for the longest tool life possible

Ultra-smooth TiAISiN PVD coating

Fig.: CNEG120408-LH PG1110

The following articles are currently available with the new PG1110 grade:

Article

Stock

Article

CNEG120404-LH PG1110
CNEG120408-LH PG1110
CNEG120412-LH PG1110
CNEG120416-LH PG1110
CNEG160608-LH PG1110
CNEG160612-LH PG1110
CNEG160616-LH PG1110
DNEG150604-LH PG1110
DNEG150608-LH PG1110
DNEG150612-LH PG1110
DNEG150616-LH PG1110
SNEG120408-LH PG1110
SNEG120412-LH PG1110
SNEG120416-LH PG1110

® 6 O 6 ¢ 06 ¢ 0 ¢ ¢ o o

O

® Ex stock

o0 On demand

VNEG160408-LH PG1110
WNEG080404-LH PG1110
WNEG080408-LH PG1110
WNEG080412-LH PG1110

® Ex stock

«~»

N

o On demand



LH chip breaker

Consistent results in the medium application range

YOUR BENEFITS

- Controlled machining in a wide range of applications

—Top performance in applications involving non-ferrous metals and superalloys

- Large rake angle: enhanced chip removal; reliable results across a range of feed rates
- Significant decrease in the formation of built-up edge thanks to a polished top face

Positive rake angle for reduced cutting
forces and vibration

Excellent surface quality

| Available in PG1110
and YBG205H/YD101 grades

Enhanced chip-forming elements for

Fig.: CNEG120408-LH PG1110 optimum chip control

Articles available at launch of the new LH chip breaker:

Article Stock Article Stock
CNEG120404-LH PG1110 VNEG160408-LH PG1110 °

CNEG120408-LH PG1110
CNEG120412-LH PG1110
CNEG120416-LH PG1110
CNEG160608-LH PG1110
CNEG160612-LH PG1110
CNEG160616-LH PG1110
DNEG150604-LH PG1110
DNEG150608-LH PG1110
DNEG150612-LH PG1110
DNEG150616-LH PG1110
SNEG120408-LH PG1110
SNEG120412-LH PG1110
SNEG120416-LH PG1110

® Ex stock

o0 On demand

WNEG080404-LH PG1110
WNEG080408-LH PG1110
WNEG080412-LH PG1110

® Ex stock

o On demand

A15



F-QF chip breaker (YNT251D grade)

Premium tools for super-finishing applications

YOUR BENEFITS

- Thinly coated Cermet grade (TiAIN-PVD)

— Excellent Smooth surface properties for optimum chip removal

- For super-finishing applications with high quality surface finish involving low cutting depths and
feed rates

- Long tool life in a wide range of applications

Optimised chip-forming element for
low cutting depths

Sharp cutting edge for
high-precision machining

Ultra-smooth TiAISiN PVD coating
Fig.: CCGTO9T302 F-QF YNT251D

Articles available at launch of the new F-QF (YNT251D grade) chip breaker:

Article Stock
CCGT060201F-QF YNT251D

Article Stock
DCGT11T302F-QF YNT251D

A6

CCGT060202F-QF YNT251D
CCGT060204F-QF YNT251D
CCGTO09T301F-QF YNT251D
CCGTO09T302F-QF YNT251D
CCGTO09T304F-QF YNT251D
DCGT070201F-QF YNT251D
DCGT070202F-QF YNT251D
DCGT070204F-QF YNT251D
DCGT11T301F-QF YNT251D

DCGT11T304F-QF YNT251D
DPGT11T301F-QF YNT251D
DPGT11T302F-QF YNT251D
VBGT110301F-QF YNT251D
VBGT110302F-QF YNT251D
VBGT110304F-QF YNT251D
VCGT110301F-QF YNT251D
VCGT110302F-QF YNT251D
VCGT110304F-QF YNT251D

® ¢ ¢ ¢ ¢ O O o

® Ex stock

o0 On demand

@ Ex stock

«~»

N

o On demand



ISO tool holders (internal cooling)

Optimum temperature control for consistent results every
time

YOUR BENEFITS

- Targeted supply of coolant and flank face cooling for optimum chip removal and a long tool life
- Higher productivity thanks to reduced machining temperatures

- Optimised shank lengths for greater ease of use with VDI tool holders with coolant delivery

Targeted
coolant discharge

G 1/8" coolant supply from four sides
(coolant can also be supplied via the tool adapter)

Fig.: PDJNR2020X15C
Shank cross-sections of 20-32 mm

(left-hand + right-hand type)

Flank face cooling

A17
zcec-cv
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General turn i ng External tool holders

CN** holder (external)

PCBNR/LC Kr: 75°

P clamping

75
~ e
L
Right hand style
Stock Dimensions [mm] Insert
ats
“IRILla | b L] h]| s | e | M ’
PCBNR/L2020X12C 5k ° ° 20 20 112 20 17 42 G1/8 CN**1204**
PCBNR/L2525X12C S ° ° 25 25 127 25 22 42 G1/8 CN**1204**
PCBNR/L2525X16C sk o ° 25 25 132 25 22 47 G1/8 CN**1606**
® Ex stock 0 On demand

¢ With internal cooling

Spare parts

A18

Insert CN**1204** CN**1606**
@D 16-32 16-40
b Knee lever L4 L5
o® | scew LEM8x21 LEM8x25
(10,2 Nm) (10,2 Nm)
& | Shim C12AP C16AP
B | shimpin SP4 sPs
¢ | Wrench WH30L WH30L
N



External tool holders

General turning

CN** holder (external)

PCLNR/LC Kr: 95°

P clamping

" 2
N )
~ 5| £yl
O
NES /
~ e
. L
Right hand style
Stock Dimensions [mm] Insert
Article s [
R | L a b L h s e M ’
PCLNR/L2020X12C K o ° 20 20 112 20 27 42 G1/8 CN**1204**
PCLNR/L2525K12C e ° 25 25 125 25 32 40 G1/8 CN**1204**
PCLNR/L2525X16C e e 25 25 131 25 32 46 G1/8 CN**1606**
PCLNR/L3232X19C ke [ 32 32 153 32 40 53 G1/8 CN**1906**
® Ex stock o On demand
< With internal cooling
Spare parts
Insert CN**1204%** CN**1606** CN**1906**
2D 16-32 16-40 25-40
b Knee lever L4 L5 L6
!'5’ Screw LEM8x21 LEM8x25 LEM10x27
(10,2 Nm) (10,2 Nm) (16,6 Nm)
|« | Shim C12AP C16AP C19AP
N Shim pin SP4 S5 SP6
| Wrench WH30L WH30L WHA40L
N
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General turn i ng External tool holders

DN** holder (external)

PDJNR/LC Kr:93°

P clamping

a
o, X
-
. L
Right hand style
Stock Dimensions [mm] Insert
Article P
' R | L a b L h s e M ’
PDJNR/L2020X11C K o ° 20 20 106 20 27 36 G1/8 DN**1104**
PDJNR/L2525X11C e ° 25 25 121 25 32 36 G1/8 DN#**1104**
PDJNR/L2020X15C kK o ° 20 20 115 20 27 45 G1/8 DN**1506**
PDJNR/L2525X15C ke ° 25 25 128 25 32 43  G1/8 DN**1506**
® Ex stock o0 On demand
s With internal cooling
Spare parts
Insert DN*¥*1104%* DN**1506**
@D 16-32 20-40
b Knee lever L3 L4B
@’ Screw LEM8x21
(10,2 Nm)
‘@ Screw LEM6x13,4A
(7,0Nm)
& Shim D11AP D15AP
N Shim pin SP3 P4
— Wrench WH25L WH30L

A20



External tool holders General turn i ng

SN** holder (external)

PSBNR/LC Kr:75°

P clamping

o
r
- s {O Zd \ b
v|75°
e
. L
Right hand style !
Stock Dimensions [mm] Insert
Article s
R | L a b L h s e M
PSBNR/L2020X12C K o ° 20 20 112 20 17 42 G1/8 SN*¥1204**
PSBNR/L2525X12C e ° 25 25 127 25 22 42  G1/8 SN*¥1204**
PSBNR/L3232X19C kK o [ 32 32 155 32 27 55 G1/8 SN**¥1906**
® Ex stock o0 On demand
¢ With internal cooling
Spare parts
Insert SN**1204%* SN**1906%*
oD 20-40 25-40
b Knee lever L4 L6
ﬁ’ Screw LEM8x21 LEM10x27
(10,2 Nm) (16,6 Nm)
-— Shim S12AP S19AP
N Shim pin SP4 sP6
¢ | Wrench WH30L WH40L
N

A21
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General turn i ng External tool holders

WN** holder (external) P clamping

PWLNR/LC Kr: 95°

a
._.._
-~ S b
O
o5/
e
L
Right hand style
Stock Dimensions [mm] Insert
Article s
R | L a b L h s e M
PWLNR/L2020X08C K o ° 20 20 112 20 25 42 G1/8 WN**0804**
PWLNR/L2525X08C e ° 25 25 127 25 31 42 G1/8 WN**0804**
® Ex stock o0 Oh demand
¢ With internal cooling
Spare parts
Insert WN**0804**

@D 20-32
b Knee lever L4
& S LEM8x21

crew (10,2 Nm)
&5 Shim WO8AP

' Shim pin SP4
f Wrench WH30L
N

A22



ISO tool holders
(internal cooling)



General tu rning Recommended cutting data

Turning insert, negative

Starting values for cutting speed vc [m/min]

s
o
Brinell g HC (VD)
Material group Composition / structure / heat treatment hardness £ PG1110 & PG8005 & PG8020 4
HB £
J.-:‘é Feed rate [mm] Feed rate [mm] Feed rate [mm]
{o)) 2 0,1 0,3 0,6 0,1 03 0,6 0,1 03 0,6
gE: approx.0,15% C annealed 125
é approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75 % C annealed 270 4
approx. 0,75 % C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
g martensitic tempered 240 13
= M Stainless steel
= austenitic quench hardened 180 14
= austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% Si, cannot be hardened 75 24
(o)) N Cast aluminium alloys < 12% Si, hardenable hardened 90 25
é > 12% Si, cannot be hardened 130 26
= machining steel, PB> 1% 110 27
a Copper and copper alloys
CuZn, CuSnZn 90 28
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30 70 55 = 80 60 = 60 40 =
Fe-based alloys
hardened 280 31 65 45 = 70 50 - 50 30 =
Heat-resistant alloys annealed 250 32 65 45 - 70 50 - 50 30 -
D S Ni or Co bass hardened 350 B3} 60 40 = 65 45 = 45 25 =
cast 320 34 60 40 = 65 45 = 45 25 =
pure titanium Rm 400 35 100 60 - 120 80 = 90 65 =
Titanium alloys
aand B alloys hardened Rm 1050 36 80 40 - 100 60 - 80 45 -
_ < hardened and tempered 55 HRC 37
© 9 Hardened steel
L 45 H hardened and tempered 60 HRC 38
=
< g Hard cast iron cast 400 39
9]
[ L.g Hardened cast iron hardened and tempered 55 HRC 40
=c
- Thermoplastics 41
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
X Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
E Graphite 45
Wood 46

Note: The given cutting values are guide values, which were determined under ideal conditions.
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The values have to be adapted in individual cases.
For examples of material for cutting tool groups view page D11.




Recommended cutting data General tu rning

Starting values for cutting speed vc [m/min]

HC (CVD)
PG8030 & YNT251D
Feed rate [mm]
0,1 03 06 | 005 | 01 0,15
480 470 320
410 400 250
310 300 200
300 290 180
255 245 150
380 370 220
265 255 160
210 | 200 | 140
195 185 130
295 285 180
160 150 90
45 30 25 60 40 -
35 25 20 55 35 -
35 25 20 55 35 -
30 20 20 50 30 =
30 20 20 50 30 =
70 50 40 85 55 -
60 30 20 75 35 -
HC  Coated carbide
HT  Uncoated carbide, primary component (TiC) or (TiN), cermet
HW  Uncoated carbide, primary component (WC)
BL  Cubic boron nitride with low BN content
BH  Cubic boron nitride with high BN content
CN  Si3N4 ceramic
CM  Mixed ceramic
HCqy Coated cermet
BC  CBN with coating
CC  Coated cutting ceramic
CR  Cutting ceramic, primary component aluminium oxide (Al;03), reinforced
DP  Polycrystalline diamond
N
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Turning
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