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Small Part Machining

simturn K2 > General Information SEmturn K2

SIMTEK Small Part Machining Type KX

simturn AX

simturn DX

The Tool System Overview

simturn H2

Small Part Machining external, with two-edged inserts.
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simturn E12 simturn E3 simturn GX simturn C4

simturn FX

The tool system simturn K2 was designed to meet highest expectations in Small Part Machining. The system provides
two-edged indexable cutting inserts and square shank sizes from 0.375“ x 0.375" (10,0 x 10,0 mm) on.

simturn
Decolletage

All the major applications are available as standard items providing cutting depths up to 7,0 mm (0.276%).
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Small Part Machining

simturn K2 > General Information SEmturn K2

SIMTEK Small Part Machining Type KX
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Small Part Machining

simturn K2 > General Information SEmturn K2

SIMTEK Small Part Machining Type KX

simturn AX

simturn DX

Standard Applications
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Small Part Machining =
simturn K2.G > Toolholder SEmturn K2 2
SIMTEK Small Part Machining Type KX %
8
Toolholder, External E
=
.. (2]
Toolholder for small part machining.
Tightening torque (screw)
“M M3,5x11 T10F”: 3,0 Nm ¢
“M M3,5x9 T10F”: 3,0 Nm c
55
E m Legend 23 =

Scan Or Visit
QR-Code  www.simtek.info/cp/1108

I This page contains inch tools! These tools are indicated by m on the right hand side.

o
X
=
=
=
=
£
7]

L1 ) tmax1 =7 mm (0.276“)
-

@Da max

—

ha
oy
h
simturn C4

tmax2 =5 mm (0.197“)
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Mainly designed for these surfaces '-é
Also possible depending on insert/fixation type E
Drawing shows: TK2.G.1010.A.14.04 R ‘B
I
g . N
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E 82 8 5 gg =
h b L1 £ 8! f fA hl h2 L2 © 3 8 £3
mmyinch mmy/inch mmyinch (L ; 2 mm/inch mm/inch mm/inch mm/inch mm/inch mm/inch @ o=
¥ h=0.375" -
0.375“ 0.375“ 5.512 TK2.G.0.375.A.14.04 R A _2_E| 0.383“ 0.225“ 0.375“ 0.079“ 0.748“ 0.787“ MM35x9T10F T10F TK2.G.R.04 m E
V¥V h=10,0 mm c
- - =
100 100 1400 TK2.G.1010.A14.04R/L RAYGH L AYGS 102 62 100 20 190 200 MM3SOTOF  TIOF R TK2GRO4 L TK2GLO4 2
VYV h=12,0mm %
-=1 ==
120 120 1400 TK2.G.1212.A.14.04R/L R '_Y_ i L '_Y_ M 122 82 120 - - 25,0 MM35x1TIOF  TIOF R TK2GRO4 L TK2.G.LO4
¥ h=0.500" o
0.500* 0.500* 5512 TK2.6.0.500.A.14.04 R/L ® A1DK L A1DH 0.509 0.350“ 0.500“ - - 1.260“MmssaiTioF  TioF R k2GR04 L Tk26.L04 [ .
¥ h=0.625* R o)
0.625° 0.625° 5512 TK2.G.0.625.A.14.04R/L RA1DN 'L A1DM 0.633“ 0476 0.625* - - 1.260“ MM35d1TIOF  TIOF R TK2GRO4 L TK2GLO4 m clo
V¥V h=16,0 mm 2 g
- --
160 160 1400 TK2.G.1616.A.14.04R/L R y YGh L ! YGG 162 122 160 = = 32,0 MM35x1TIOF  TIOF R TK2GRO4 L TK2GLO4 % 8
| Order example: TK2.G.1212.A.14.04 R (R = Right hand version)
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Small Part Machining
simturn K2.G > Toolholder

Toolholder, External

Toolholder for small part machining.

I This page contains inch tools! These tools are indicated by m on the right hand side.

L1

Simturnk2

SIMTEK Smalll Part Machining Type KX

Tightening torque (screw)

3,0 Nm
[=] g, [m] S
Legend 23
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QR-Code  www.simtek.info/cp/1329
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Drawing shows: TK2.G.1010.A.14.04 R
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inch inch inch E ; =
¥ h=0.750 -
0750 0750° 5512  TK2.G.0.750.A.14.04R A23
V¥ h=1.000“ .
1000 1000° 5512  TK2.6.1.000.A.14.04R A25L

| Order example: TK2.G.1.000.A.14.04 R (R = Right hand version)
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Mainly designed for these surfaces

Also possible depending on insert/fixation type
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0.758“ 0.600“ 0.750“ 1.260“ MM35x11T10F T10F TK2.G.R.04
1.008“ 0.850“ 1.000“ 1.260“ MM35x11T10F T10F TK2.G.R.04
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Small Part Machining =

simturn K2.G > T:)ollholder SEmturn K2 ;

SIMTEK Small Part Machining Type KX %

Height-Adjustable Cassette for back operations 5

5

Cassette for height-adjustable back operations tools. g
Compatible to TOG-System by precium®.

Tightening torque (screw) o~

3,0 Nm E

E.:l E g E Legend 23 g

-1 Scan Or Visit
QR-Code  www.simtek.info/cp/1270
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Small Part Machining c

simturn K2.G > Cutting Tool SEmturn K2 2

SIMTEK Small Part Machining Type KX %

Grooving and Profiling 3

C
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CNC profiling, with general cutting edge geometry for a wide variety Cutting parameters (start) %

of workpiece materials. f Ve

0,02 mm/U Page 25

Suitable toolholders on page CI\I
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Drawing shows: TK2.G.200.020.060 NS R =
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£ Q3 & § 2 =
2 Sk 5 cE D
w002 R tmax £ 0 S S 5%
mm mm mm = ; = .. m NI mm Oz
0,5 0,05 25 TK2.G.050.005.025NSR/L r :A_Y_I:LA' Y Y_@_Q' X808 X408 38 R TK2GRO4 L TK2.G.LO4
075 0,05 375 TK2.G.075.005.038 NSR/L * AYG7 - AYGS xses xae8 38 R TK2GRO4 L TK2GLO4 x
1,0 0,05 5,0 TK2.G.100.005.050 NSR/L r R_Y'_g_e' L e_'Y _(_5_5‘,‘ X808 X408 38 R TK2.GRO4 L TK2.G.LO4 c
15 005 45 TK2.G.150.005.045 NS R/L = AB7E - AQ7A xses xaes 385 R TK2GRO4 L TH2GLO4 2
15 0,2 4,5 TK2.G.150.020.045NSR/L R 5YG4‘ L ﬁYG} X808 X408 3,85 R TK2.G.RO4 L TK2.G.LO4 D
05 [AYGor) Xaes 68
20 0,05 60 TK2.6.200.005.060 NS R/L < AB7D) | AQ7G X808 X408 39 R TK2GRO4 L TK2G.L04
2,0 0,2 6,0 TK2.G.200.020.060 NSR/L r r_Y_(_;_j L EX_G_;], X808 X408 39 R TK2GRO4 L TK2G.L.04
25 01 70 TK2.6.250.010.070NS R/L = A®7h - AD7E, X8es x4e8 39 R TK2GRO4 L TK2.G.LOA o
25 02 70 TK2.G.250.020.070NSR/L = AYG@ - AYGZ x8es xaes 39 R TK2GRO4 L TK2GLOA _E
3,0 01 70 TK2.G.300.010.070NSR/L Rr R_Q_Z_I-I L 59_2_6‘ X8e8 X4e8 39 R TK2GRO4 L TK2.G.LO4 = §
30 02 70 TK2.G.300.020.070NSR/L F AYGY, L AYGX, xa08 X408 39 R TK2GRO4 L Tk2GLO4 Eg
| Order example: TK2.G.100.005.050 NS R X808 (R = Right hand version, X808 = Grade)
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Small Part Machining c
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
Grooving and Profiling e
=
L . . - E
CNC Profiling, with special cutting edge geometry for brass, copper-based ~ S!ting parameters starf - ®
L . c

alloys and short-chipping materials. 0,02mm/U Page 25
Suitable toolholders on page %
6,7,8 =
- - =
Eﬂ E E cu n Legend 23 %
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mm mm mm = ; = .. m NI mm o=
0,5 0,05 25 TK2.6.050.005.025 NUR/L ~r :'5!-':'.-3' L :Al(_l-_l.s_‘: X808 X408 38 R TK2GRO4 L TK2.G.LO4
075 0,05 375 TK2.G.075.005.038 NUR/L R AYHD . AYHE xses x408 38 R TK2GRO4 L TK2G.LO4 x
AYHD - AYHE xses xa08
10 0,05 50 TK2.G.100.005.050 NUR/L = AYHGQ L AYHR, xses xaes 38 R TK2GRO4 L TK2GLO4 c
1,5 0,05 45 TK2.6.150.005.045NUR/L R 59_21& L 59_7_;]: X808 X408 3,85 R TK2GRO4 L TK2.G.LO4 é
15 02 45 TK2.G.150.020.045 NUR/L ® AYH1J, 1 AYHH xses xaes 385 R TK2GRO4 L TK2GLO4 @
2,0 0,05 60 TK2.G.200.005.060 NUR/L R '5_9_7_N L :eglwi x8es xae8 39 R TK2GRO4 L TK2.GLOA
20 0,2 6,0 TK2.6.200.020.060 NUR/L & AYHK 1 AYHM xses xaes 39 R TK2GRO4 L TK2G.LOA
25 01 7,0 TK2.G.250.010.070 NUR/L ~r égj_g‘ L :ég]_ﬁl X808 X408 39 R TK2GRO4 L TK2.GLO4 o
25 0,2 7,0 TK2.G.250.020.070 NUR/L r ﬁ\_{_l—_l._l\l L AY_I:I'P: X808 X408 39 R TK2GRO4 L TK2G.LO4 - %
30 01 70 TK2.6.300.010.070 NUR/L R .'597_11' L 5(37_5‘ X808 X408 39 R TK2.GRO4 L TK2GLOA 53
30 02 70 TK2.6.300.020.070 NUR/L R AYHS L AYHQ xses xaes 39 R TK2GRO4 L TK2GLO4 EZ
| Order example: TK2.G.300.020.070 NU R X808 (R = Right hand version, X808 = Grade)
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Small Part Machining
simturn K2.G > Cutting Tool

Grooving and Profiling, Full Radius

Full radius, CNC profiling. Special cutting edge geometry for brass,
copper-base alloys and short-chipping materials.
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Drawing shows: TK2.G.200.100.060 VU R

g

g

W£0.02 R tmax =

mm mm mm G5
10 0,5 30 TK2.G.100.050.030 VUR/L
1,2 06 3,6 TK2.G.120.060.036 VUR/L
1,6 0,8 48 TK2.G.160.080.048 VUR/L
20 1,0 6,0 TK2.G.200.100.060 VU R/L

] Order example: TK2.G.160.080.048 VU R X808 (R = Right hand version, X808 = Grade)

Simturnk2

SIMTEK Small Part Machining Type KX

Cutting parameters (start)

f Ve
0,02 mm/U Page 25
Suitable toolholders on page
6,7,8
[l E
Legend 23

- [ HM | cu

Scan Or Visit
E . — QR-Code  www.simtek.info/cp/1109
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Sz oz
.. m NI mm
IRy IR et ey
R ll_\.YES L ﬁYEQ X808 X408 3,87 R TK2G.RO4 L TK2.G.LO4
R AYFA L AYFB X808 X408 3,92 R TK2G.R04 L TK2.G.L.04
R AYFD ¢ AYFG X808 X4e8 3,92 R TK2.GRO4 L TK2.G.LO4
—— L 220
R AYFR L AYFE xses xaes 3,92 R TK2.GRO4 L TK2.G.LO4

Tools for
highest
expectations
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Decolletage

simturn OA
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Small Part Machining c

simturn K2.G > Cutting Tool SEmturn K2 2

SIMTEK Small Part Machining Type KX %

Grooving and Profiling, Full Radius e

=

, . , , - E

Full radius, CNC profiling. With general cutting edge geometry for a Cutting parameters (start) @
wide variety of workpiece materials. 3,02 mm/U \Fl.gge 25

Suitable toolholders on page %

6,7,8 =

=

£

(%]

E E E D Legend 23
Scan Or Visit
E —J QR-Code  www.simtek.info/cp/1117
1 0]

o
X
=
=
=
=
£
7]

[
i <
-/ 3
£
=
£
(7]
=
tmax (0]
=
; 2
» i =
o N TJJ g S C
= ;
—
(52)
w
£
=
Drawing shows: TK2.G.200.100.060 VS R %
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2 gt =
o 0§ S 8¢ 5
2 s B 8 =
£ Q3 & § 2 =
2 Sk 5 cE D
W£0.02 R tmax z Q: ° S &2
mm mm mm & ; = .. m NI mm ®=
1,0 05 30 TK2.6.100.050.030 VSR/L R AYH@ L AYHZ xses xaes 3,87 R TK2.GRO4 L TK2GLO4
Rl L
12 06 36 TK2.6.120.060.036 VS R/L R AYHY, L AYHX, xses xaos 392 R TK2GRO4 L TK2G.LO4 x
- me—— =
16 08 48 TK2.G.160.080.048 VSR/L R AYHW L AYHIAI X808 X408 3,92 R TK2GRO4 L TK2G.L.04 c
] ™ Bl A e =
2,0 10 6,0 TK2.G.200.100.060 VSR/L r {;\\LH_'l’. L {;\Y_H_Ll X808 X408 3,92 R TK2GRO4 L TK2.G.L04 E
B
| Order example: TK2.G.100.050.030 VS R X808 (R = Right hand version, X808 = Grade)
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Small Part Machining c

simturn K2.G > Cutting Tool SEmturn K2 2

SIMTEK Small Part Machining Type KX Vg,

Grooving and turning x

o

C

The ground geometry of two cutting egdes, that are directly on the rotation . g

centre, ensure highest precision for grooving and turning applications Cutting parameters (start) B
with one tool. Optimum chip removal leads to high surface quality. 3,02 mm/U \Fl.gge 25

Suitable toolholders on page %

6,7,8 c
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Drawing shows: TK2.G.R200.005 YP R D
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2 o 8 e
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w R £ Q: © tmax1 tmax2 S 52
mm mm & ; = ..MNI mm mm mm ®=
Yw=1,0mm . o _
10 - TK2.6.R100.000 YPR A14G  xaswes 25 25 38 TK2.G.R04 x
1,0 0,05 TK2.G.R100.005YPR 51_4_|-| X808 X408 25 2i5) 38 TK2.G.R.04 c
Vw=15mm . o _ =
15 005 TK2.6.R150.005 YPR A143  xsesxaes 375 25 38 TK2.G.R.04 £
[ poecp ]
15 01 TK2.6.R150.010 YPR A14K X808 X408 375 25 38 TK2.G.RO4
Yw=20mm -
2,0 0,05 TK2.G.R200.005 YP R ﬁ}_ __M X808 X408 45 25 38 TK2.G.R.04 @
2,0 01 TK2.G.R200.010 YPR Al X808 X408 4,5 25 38 TK2.G.R.04 %
o —— —_— — -
2,0 0,2 TK2.G.R200.020 YPR Al _' X800 X400 45 25 38 TK2.G.R.04 g %
= O
| Order example: TK2.G.R200.020 YP R X808 (R = Right hand version, X808 = Grade) % 3
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http://www.simtek.com/webcode/?webcode=A14P
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Small Part Machining =
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
x
. a
C
Turning £
Cutting parameters (start) %
For turning as well as for back turning ,behind shoulder*. f Ve
0,05 mm/U Page 25
Suitable toolholders on page %
6,7,8 =
=]
T D £
E_ E I]]II Legend 23 =
: : Scan Or Visit
E — QR-Code  www.simtek.info/cp/1110
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Drawing shows: TK2.G.059.02.06.20 YY R B
I
g . N
8 [ 3 AT
: 3 c
= s S ¢ S
2 -t g iE E
E 32 € 2 £
2 -5 = (5 % @
K tmax R £ Q: © S 52
mm mm & ; = .. m NI mm ®=
59° 50 0,05 TK2.G.059.02.05.05YYR/L R A2BE L A2BR xses xdes 3,95 R TK2GRO4 L TK2.G.LO4
ot R U S
59° 50 0,1 TK2.G.059.02.05.10 YYR/L Rr AlSd L 5153: X808 X408 3,95 R TK2G.RO4 L TK2G.LO4 E
59° 50 0,2 TK2.G.059.02.05.20 YYR/L R AYFH L AYFJ xses x4e8 3,95 R TK2.GRO4 L TK2.G.L.04 c
— ———  —— =
59° 50 04 TK2.6.059.02.05.40 YYR/L R AYFM L AYFKi xses xaes 3,95 R TK2G.RO4 L TK2.GLO4 £
‘»
| Order example: TK2.G.059.02.05.10 YYR X808 (R = Right hand version, X808 = Grade)
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http://www.simtek.com/webcode/?webcode=A2BE
http://www.simtek.com/webcode/?webcode=A2BF
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http://www.simtek.com/webcode/?webcode=A153
http://www.simtek.com/webcode/?webcode=AYFH
http://www.simtek.com/webcode/?webcode=AYFJ
http://www.simtek.com/webcode/?webcode=AYFM
http://www.simtek.com/webcode/?webcode=AYFK
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Small Part Machining =
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
2
. . . «
Turning, Cutting Edge Design ,E £
Cutting parameters (start) %
Cutting Edge Design ,E*, for high performance and chip control. f Ve

0,02 mm/U Page 25
Suitable toolholders on page %
6,7,8 c
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Drawing shows: TK2.G.008.10.020 YE R %
I
g . N
o [ '8 e
g £ -1 =
5 of s 8¢ =
2 - B g 2
g 85 E 83 £
2 a& 5 SE k7
. R £ 9 © b ] tmax 52
mm & ; = .. m NI mm mm mm o=
¥ k=30°
r-- L —
30° 0,2 TK2.G.030.10.020 YER/L R A@: l»] L AQ: _){ X808 X408 &y 36 6,0 R TK2G.RO4 L TK2.G.LO4 x
¥ k=50° =
e £
50° 0,2 TK2.G.050.10.020 YER/L R ! Q1M L :50_ _Li X808 X408 37 3,6 6,0 R TK2G.RO4 L TK2.G.LO4 é
v k=8° £
- -y — — (2]
8° 0,2 TK2.G.008.10.020 YER/L R :5_1_ L :gq1j X808 X408 37 36 6,0 R TK2.G.RO4 L TK2.G.L.04
| Order example: TK2.G.008.10.020 YER X808 (R = Right hand version, X808 = Grade)
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http://www.simtek.com/webcode/?webcode=A01W
http://www.simtek.com/webcode/?webcode=A01X
http://www.simtek.com/webcode/?webcode=A01V
http://www.simtek.com/webcode/?webcode=A01U
http://www.simtek.com/webcode/?webcode=A01Z
http://www.simtek.com/webcode/?webcode=A01Y
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Small Part Machining c
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
2
Threading, UN, external, partial profile £
Cutting parameters (start) %
Partial profile for external UN threads. f Ve
0,02 mm/U Page 25
Suitable toolholders on page %
6,7,8 =
o 2
E E E D Legend 23 %
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Drawing shows: TK2.G.M150.01 EMU R =
I
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2 3 -1 =
s . & S ¢ S
£ 3 -3 B g €
> = Q3 &= § 2 g
e 2 85 5 SE 7
o e CE; © b tmax R S 53
= & =: .. o:
m NI mm mm mm mm
14 TK2.G.UN14.01EMUR/L = :AOQS' L :L\ogd X808 X408 41 1,11 0,26 3,0 R TK2G.RO4 L TK2.G.LO4
el L s
16 TK2.G.UN16.0OLEMUR/L ~r A09L| AQ9T, X808 x408 41 0,97 0,23 3,0 R TK2G.RO4 L TK2.G.L04 &
- —— e —_
18 TK2.G.UN18.0OLEMUR/L = A69N L ABQ\J X808 X408 41 0,87 0,2 3,0 R TK2GRO4 L TK2G.L04 c
el e e s 5
20 TK2.G.UN20.01EMUR/L R 5092‘ L 509)& X808 X408 41 0,78 0,18 3,0 R TK2G.RO4 L TK2.G.LO4 E
e (e e ) E
24 TK2.G.UN24.0LEMUR/L = ADOA | AQOH xses xaes 4.1 065 015 30 R TK2GRO4 L TK2GLO4 @
| Order example: TK2.G.UN24.01 EMU R X808 (R = Right hand version, X808 = Grade)
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http://www.simtek.com/webcode/?webcode=A09S
http://www.simtek.com/webcode/?webcode=A09Q
http://www.simtek.com/webcode/?webcode=A09U
http://www.simtek.com/webcode/?webcode=A09T
http://www.simtek.com/webcode/?webcode=A09W
http://www.simtek.com/webcode/?webcode=A09V
http://www.simtek.com/webcode/?webcode=A09Z
http://www.simtek.com/webcode/?webcode=A09X
http://www.simtek.com/webcode/?webcode=A09A
http://www.simtek.com/webcode/?webcode=A09B
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Small Part Machining
simturn K2.G > Cutting Tool

| R20 US-Edition

Threading, Metr. ISO, External, Partial Profile

Multi-purpose tools, usable for different pitches. Special cutting edge
geometry for brass, copper-base alloys and short-chipping materials.

Drawing shows: TK2.G.M150.01 EMU R

% 2
) g
= =
2 £
o o
mm mm
0,25 0,45
04 0,6
05 0,75
0,7 10
08 1,25
1,0 15
1,25 1,75
15 20
1,75 25
2,0 25

0

Part number

TK2.G.M025.01 EMU R/L
TK2.G.M040.01 EMU R/L
TK2.G.M050.01 EMU R/L
TK2.G.M070.01 EMU R/L
TK2.G.M080.01 EMU R/L
TK2.G.M100.01 EMU R/L
TK2.G.M125.01 EMU R/L
TK2.G.M150.01 EMUR/L
TK2.G.M175.01EMU R/L
TK2.G.M200.01 EMUR/L

Simturnk2

SIMTEK Small Part Machining Type KX

Cutting parameters (start)

f
0,02 mm/U

Ve

Suitable toolholders on page
6,7,8

Please read add. notes

TO1 (Seite/Page 22)

oRAD)
Ea A

Scan
— QR-Code

Page 25

| SP | E D Legend 23

Or Visit
www.simtek.info/cp/1132

I
H
8 8
85 7
Q3 £
e 5
2 5]
3
©__ EEwiE
RﬂYKQL YK&xsasms

R AYMD L AYNG xe08 xa08
R AYMH Ade Xses X408
R AYMK, L AYMJ. X808 X408
R AYMd L AYMH xses xaes
R AYMT, L AYMS xs08 x408
R AYMV L AYMU xees xao8
R AYMX, L AYMIY xeos xao8
R AYUY L AYUT, xees xao8
R AYMZ L AYMY) xses xao8

]| Order example: TK2.G.M100.01 EMU R X808 (R = Right hand version, X808 = Grade)

mm
0,04
0,06
0,07

01
012
014
018
0,22
0,25
0,29

S tmax
mm mm
3,4 0,3
33 0,4
32 0,5
31 07
31 08
3,0 1,0
29 11
28 1,3
27 16
2,6 16

Please read the additional notes mentioned in the information area on the top right corner of this page.

Connectcode
www.simtek.com/ccode

R TK2.G.R.04 L TK2.G.L.0O4
R TK2.G.R.04 L TK2.G.L.04
R TK2.G.R.04 L TK2.G.L.0O4
R TK2.G.R.04 L TK2.G.L.0O4
R TK2.G.R.04 L TK2.G.L.04
R TK2.G.R.04 L TK2.G.L.0O4
R TK2.G.R.04 L TK2.G.L.0O4
R TK2.G.R.04 L TK2.G.L.04
R TK2.G.R.04 L TK2.G.L.0O4
R TK2.G.R.04 L TK2.G.L.0O4

simturn DX simturn AX

simturn H2

o
X
=
=
=
=
£
7]

simturn simturn FX simturn E12 simturn E3 simturn GX simturn C4
Decolletage

simturn OA

Index
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http://www.simtek.com/webcode/?webcode=AYK9
http://www.simtek.com/webcode/?webcode=AYK8
http://www.simtek.com/webcode/?webcode=AYMD
http://www.simtek.com/webcode/?webcode=AYMC
http://www.simtek.com/webcode/?webcode=AYMH
http://www.simtek.com/webcode/?webcode=AYMG
http://www.simtek.com/webcode/?webcode=AYMK
http://www.simtek.com/webcode/?webcode=AYMJ
http://www.simtek.com/webcode/?webcode=AYMQ
http://www.simtek.com/webcode/?webcode=AYMP
http://www.simtek.com/webcode/?webcode=AYMT
http://www.simtek.com/webcode/?webcode=AYMS
http://www.simtek.com/webcode/?webcode=AYMV
http://www.simtek.com/webcode/?webcode=AYMU
http://www.simtek.com/webcode/?webcode=AYMX
http://www.simtek.com/webcode/?webcode=AYMW
http://www.simtek.com/webcode/?webcode=AYUU
http://www.simtek.com/webcode/?webcode=AYUT
http://www.simtek.com/webcode/?webcode=AYMZ
http://www.simtek.com/webcode/?webcode=AYMY
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Small Part Machining c

simturn K2.G > Cutting Tool SEmturn K2 2

SIMTEK Smalll Part Machining Type KX %

Threading, Metr. ISO, External, Full Profile 35

C

=)

For a complete thread profile with correct depth, top radius Cutting parameters (start) g

and bottom radius. Special cutting edge geometry for brass, f Ve

copper-base alloys and short-chipping materials. 0,02 mm/U Page 25

Suitable toolholders on page %

6,7,8 c

2

£

(2]

- Legend 23
Scan Or Visit
-‘_ QR Code www.simtek.info/cp/1131
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Drawing shows: TK2.G.M150.02 EMU R ng
I
H . ~
o [ '8 ol
- £ -1 =
B o 0§ S 8¢ 5
8 8 L5 B § 8 =
= £ b3 & 3 £
2 2 o5 5| St 7
a £ Q: © h3 R S 5 E
mm & ; = .. m NI mm mm mm o=
0,25 TK2.G.M025.02EMUR/L R AYMS L AYMzi X808 X408 015 0,04 36 R TK2GRO4 L TK2GLO4
035 TK2.G.M035.02EMUR/L * Ava L AYMa xses xae 022 0,05 35 R TK2GRO4 L TK2GLOA x
04 TK2.G.M040.02EMUR/L =R AYMS\ L AYMé xses X408 0,25 0,06 35 R TK2G.RO4 L TK2G.LO4 c
045 TK2.G.M045.02EMUR/L R AYNB L AYNA xses xzuas 0,28 0,07 35 R TK2.G.RO4 L TK2G.LO4 é
05 TK2.G.M050.02EMUR/L r AYND L AYNd xsas X468 0,31 0,07 34 R TK2.G.RO4 L TK2.G.LO4 D
0,7 TK2.G.M070.02EMUR/L r AYNE.| L AYNF. xses x408 043 0,1 33 R TK2.G.RO4 L TK2.G.LO4
0,75 TK2.G.M075.02EMUR/L r .rAYNI-I L RY_N_C: x_sui xzuag 0,46 011 33 R TK2G.RO4 L TK2G.LO4
08 TK2.6.M080.02EMUR/L ® AYNK | AYN: xses xaes 049 011 33 R TK2GRO4 L TH2GLO4 o
10 TK2.6.M100.02EMUR/L * A}_/_l\_l__l\l L AY_NM X808 X408 0,61 012 3,2 R TK2.GRO4 L TK2.G.LO4 - %
1,25 TK2.6.M125.02EMUR/L ~r ,rAYNQ L AYNP. xses xzuas 0,77 0,15 31 R TK2.GRO4 L TK2.G.LO4 = §
15 TK2.G.M150.02EMUR/L =R AYN1‘ L AYNS xsas X468 0,92 0,2 30 R TK2.G.RO4 L TK2.G.LO4 % 2
175 TK2.G.M175.02EMUR/L R AYN\J L lIAYN xms x498 1,07 0,25 29 R TK2.G.RO4 L TK2.G.LO4
2,0 TK2.6.M200.02EMUR/L ~r g\_f_r\_l_x L ﬁil\_l_lnl x_sni xzuag 1,23 0,25 28 R TK2GRO4 L TK2.G.LO4
25 TK2.G.M250.02EMUR/L ® AYNZ | AYNY, Xses x408 153 035 26 R TK2GRO4 L TK2GLO4
] A
3,0 TK2.6.M300.02EMUR/L ~r gY_N_]: L |5Y_N_QI X808 X408 1,84 04 24 R TK2GRO4 L TK2G.LO04 <Ot
c
| Order example: TK2.G.M045.02 EMU R X808 (R = Right hand version, X808 = Grade) é
‘o
&
o
£
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http://www.simtek.com/webcode/?webcode=AYM5
http://www.simtek.com/webcode/?webcode=AYM4
http://www.simtek.com/webcode/?webcode=AYM7
http://www.simtek.com/webcode/?webcode=AYM6
http://www.simtek.com/webcode/?webcode=AYM9
http://www.simtek.com/webcode/?webcode=AYM8
http://www.simtek.com/webcode/?webcode=AYNB
http://www.simtek.com/webcode/?webcode=AYNA
http://www.simtek.com/webcode/?webcode=AYND
http://www.simtek.com/webcode/?webcode=AYNC
http://www.simtek.com/webcode/?webcode=AYNE
http://www.simtek.com/webcode/?webcode=AYNF
http://www.simtek.com/webcode/?webcode=AYNH
http://www.simtek.com/webcode/?webcode=AYNG
http://www.simtek.com/webcode/?webcode=AYNK
http://www.simtek.com/webcode/?webcode=AYNJ
http://www.simtek.com/webcode/?webcode=AYNN
http://www.simtek.com/webcode/?webcode=AYNM
http://www.simtek.com/webcode/?webcode=AYNQ
http://www.simtek.com/webcode/?webcode=AYNP
http://www.simtek.com/webcode/?webcode=AYNT
http://www.simtek.com/webcode/?webcode=AYNS
http://www.simtek.com/webcode/?webcode=AYNV
http://www.simtek.com/webcode/?webcode=AYNU
http://www.simtek.com/webcode/?webcode=AYNX
http://www.simtek.com/webcode/?webcode=AYNW
http://www.simtek.com/webcode/?webcode=AYNZ
http://www.simtek.com/webcode/?webcode=AYNY
http://www.simtek.com/webcode/?webcode=AYN1
http://www.simtek.com/webcode/?webcode=AYN0
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Small Part Machining c
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
2
Threading, UN, external, full profile £
Cutting parameters (start) %
For a complete thread profile with correct depth. f Ve

0,02 mm/U Page 25
Suitable toolholders on page %
6,7,8 =
= £
£
'E E I]]II E D Legend 23 =
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Drawing shows: TK2.G.M150.02 EMU R =
I
g . N
o [ '8 ol
2 3 -1 =
5 . .- 5 85 5
£ 3 -3 B 3 €
2 £ 8% € 83 E
e 2 85 5 SE 7
g £ Q: © b h3 R S 5 E
= & ; = .. m NI mm mm mm mm o=
14 TK2.G.UN14.02EMUR/L = :AQQJ: L :L\oga' X808 X408 41 1,11 0,26 3,0 R TK2G.RO4 L TK2.G.LO4
16 TK2.G.UN16.02EMUR/L r 5093' L 5092: X808 X408 41 0,97 0,23 30 R TK2.G.RO4 L TK2G.LO4 E
|~ I |
18 TK2.G.UN18.02EMUR/L = 5095I L A094' X808 X408 41 0,87 0,2 3,0 R TK2GRO4 L TK2G.L04 c
e - ey s 5
20 TK2.G.UN20.02EMUR/L ~r 5097: L Aegd X808 X408 41 0,78 0,18 3,0 R TK2G.RO4 L TK2.G.LO4 E
e a e EAe e ) E
24 TK2.G.UN24.02EMUR/L =R 90_9_Ij L Q@_Q_d X808 X408 41 0,65 0,15 3,0 R TK2G.RO4 L TK2.G.L04 @
| Order example: TK2.G.UN24.02 EMU R X808 (R = Right hand version, X808 = Grade)
(0]
o)
&
co
379
€3
» 0O
<
@)
S
=
£
(7]
x
[}
k)
£

h.Tcho\stfor AT
g(peesctations [ s’MlEK


http://www.simtek.com/webcode/?webcode=A091
http://www.simtek.com/webcode/?webcode=A090
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http://www.simtek.com/webcode/?webcode=A092
http://www.simtek.com/webcode/?webcode=A095
http://www.simtek.com/webcode/?webcode=A094
http://www.simtek.com/webcode/?webcode=A097
http://www.simtek.com/webcode/?webcode=A096
http://www.simtek.com/webcode/?webcode=A09D
http://www.simtek.com/webcode/?webcode=A09C
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Small Part Machining c
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
; )
Parting Off e
=)
Available in different angles, widths and with/without ground chip Cutting parameters (start) B
Ve
form channel. 0,02mm/U Page 25
Suitable toolholders on page %
6,7,8 =
=]
Bl e s
E E_ m Legend 23 =
Fa T Or Visit
E A = www.simtek.info/cp/1119
Q
X
=
=
E
(2}
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G 3
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£
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tmax <
Similar illustrations @)
; £
i TN 2
i | N (L& (& T E
s i f | I | /o @
] TK2.G.R..PS R TK2.GR..PUR TK2.G.R..PTR | / /
K v /
~ / @
! Machineable materials. See below. L
c
3
Drawing shows: TK2.G.R200.06.005 PT R Ugl
I
! . 3
< 2 Q g AT
s : s g c
£ ~ ®E 5 8¢ =
L2 2 B2 I 8 =
g £ Q3% s § 3 €
S 3 SE 5 EE D
w-0.08 K R £ £ Q: @ S tmax 52
mm mm s & ; = .. m NI mm mm ®=
Yw=1,0mm
- —
1,0 6° 0,05 No TK2.G.R100.06.005 PSR :A_Y_ZQ X808 X408 3.8 40 TK2.G.R.04 N
1,0 6° 0,05 Yes TK2.G.R100.06.005 PTR KYJ K X808 X408 38 4,0 TK2.G.R.04 c
e st
1,0 6° 0,05 No TK2.G.R100.06.005 PUR AYI3 X808 X408 38 4,0 TK2.G.R.04 é
10 12° 0,05 No TK2.G.R100.12.005 PSR AYJh X800 X400 38 40 TK2.G.R.04 D
1,0 12° 0,05 Yes TK2.G.R100.12.005 PTR ZYjs: X808 X408 38 4,0 TK2.G.R.04
1,0 12° 0,05 No TK2.6.R100.12.005 PUR BYJR  xsesxaes 38 40 TK2.G.R.04
Yw=15mm - —— —_ &
15 6° 005 No TK2.G.R150.06.005 PSR AYIR  xsos xaes 3385 60 TK2.G.RO4 I
15 6° 0,05 Yes TK2.G.R150.06.005 PTR AVIM xsos xae8 3,85 6,0 TK2.G.R.04 g %
15 6° 0,05 No TK2.G.R150.06.005 PUR EYJI-i X800 xae0 3,85 6,0 TK2.G.R.04 E 3
15 12° 0,05 No TK2.G.R150.12.005 PSR YJG X808 X408 3,85 6,0 TK2.G.R.04 w0
15 12° 0,05 Yes TK2.G.R150.12.005 PTR YJT X808 X408 3,85 6,0 TK2.G.R.04
15 12° 0,05 No TK2.G.R150.12.005 PUR ._AY_JQ' X808 X408 3,85 6,0 TK2.G.R.04
Yw=20mm - JE— S
20 6° 005 Yes TK2.6.R200.06.005 PTR AVIN  xeesxaes 39 70 TK2.G.R.04 <
ALK feestpeies =
2,0 12° 0,05 Yes TK2.G.R200.12.005 PTR RYJ u X808 X408 39 70 TK2.G.R.04 3
T £
| Order example: TK2.G.R150.12.005 PT R X808 (R = Right hand version, X808 = Grade) @
TK2.G.R...PS R: For a wide variety of workpiece materials.
TK2.G.R...PU R: For brass, copper-based alloys and short-chipping materials
TK2.G.R...PT R: For a wide variety of workpiece materials as well as especially for long-chipping materials and high cutting depths.
)
°
£
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http://www.simtek.com/webcode/?webcode=AYJQ
http://www.simtek.com/webcode/?webcode=AYJK
http://www.simtek.com/webcode/?webcode=AYJJ
http://www.simtek.com/webcode/?webcode=AYJF
http://www.simtek.com/webcode/?webcode=AYJS
http://www.simtek.com/webcode/?webcode=AYJE
http://www.simtek.com/webcode/?webcode=AYJP
http://www.simtek.com/webcode/?webcode=AYJM
http://www.simtek.com/webcode/?webcode=AYJH
http://www.simtek.com/webcode/?webcode=AYJG
http://www.simtek.com/webcode/?webcode=AYJT
http://www.simtek.com/webcode/?webcode=AYJD
http://www.simtek.com/webcode/?webcode=AYJN
http://www.simtek.com/webcode/?webcode=AYJU
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Small Part Machining =
simturn K2.G > Cutting Tool SEmturn K2 2
SIMTEK Small Part Machining Type KX %
x
., a
Parting Off £
Cutting parameters (start) %
Available in different widths. f Ve

0,02 mm/U Page 25
Suitable toolholders on page %
6,8 =
=10
E I]Iﬂ Legend 23 =

=

=2 Scan Or Visit
— QR-Code  www.simtek.info/cp/1287

o
X
=
=
=
=
£
7]

<
4 o
=
=
=
[}
x
(O]
! /'I'\f___ Similar illustrations g
I -
] S
# B
tmax o)
L
£
=
) =
Drawing shows: TK2.G.R100.06.005 PT L ‘D
——
T o
g g @ 8 <
: : : g €
£ = o5 S 8 £ =
L2 2 B2 I 8 =
= £ Q3% s § 3 €
S = SE 5 cE ‘®
w-0.08 R £ = CH @ S tmax 52
s S & Sz o3
mm mm .. m NI mm mm
Yw=1,0mm
R —— e
1,0 6° 0,05 Yes TK2.G.R100.06.005 PTL 'e% _d X808 X408 38 4,0 TK2.G.L.04 E
1,0 12° 0,05 No TK2.G.R100.12.005PS L AZTZ X808 X408 38 4,0 TK2.G.L.04 c
Vw=15mm =
R -
15 6° 0,05 Yes TK2.6.R150.06.005 PTL A25L  xsos xaes 3,85 60 TK2.6.L.04 £
15 12° 0,05 No TK2.G.R150.12.005PS L A2MC X808 X408 3,85 6,0 TK2.G.L.04
| Order example: TK2.G.R100.12.005 PS L X808 (L = Left hand version, X808 = Grade) °
g
clo
=]
Eg
» 0O
<
e}
S
=
£
[
x
(0]
o)
£

h.Tcho\stfor AT
Ie}%(peesctations ‘ s’MlEK


http://www.simtek.com/webcode/?webcode=A2S0
http://www.simtek.com/webcode/?webcode=AZT2
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simturn AX

Info

Additional information

simturn DX

simturn H2

T01

The simturn threading inserts with partial profile for metric ISO-threads are multi-purpose tools. This means that each insert is
offering the possibility to machine different pitches.

o
X
=
=
=
=
£
7]

The insert is always designed to meet the pitch given as ,,Pitch (as of)*: Machining this pitch will result in a standard conform thread

form.
o
The given ,Pitch (up to)“ can be machined too with this insert at the expense of standard conformity: The resulting thread will be (@)
slightly deeper than the standard. The deeper thread is usually acceptable, but the application and use needs to be evaluated. g
E
(7]
Pitch (as of) Pitch (up to) <
0]
c
'//// '//// mmmm  Actual thread =
4//‘ Z £
-—— - Standard thread form
Example 8
£
=
£
[
&y
L
S
=
£
[
x
™
=
=
=
(2]
)
o
i
co
309
Eg
w0
<
e}
£
=
£
[
P
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°
=
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Info

Legend

% Carbide insert

[ TW |
Steel toolholder
| ST |

IE Right hand version shown, left hand version inversely
cu Forbrass, copper-base alloys and other short-chipping materials

n Only suitable for external applications

Tools for
highest
expectations

simturn DX simturn AX

simturn H2

o
X
=
=
=
=
£
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simturn simturn FX simturn E12 simturn E3 simturn GX simturn C4
Decolletage

simturn OA
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simturn AX

Index

simturn KX Product list

PartNr.
TK2.G.0.375.A.14.04 R
TK2.G.0.500.A.14.04 L
TK2.G.0.500.A.14.04 R
TK2.G.0.625.A.14.04 L
TK2.G.0.625.A.14.04 R
TK2.G.0.750.A.14.04R
TK2.G.008.10.020 YEL
TK2.G.008.10.020 YER
TK2.G.030.10.020 YEL
TK2.G.030.10.020 YER
TK2.G.050.005.025 NS L
TK2.G.050.005.025NS R
TK2.G.050.005.025 NU L
TK2.G.050.005.025NUR
TK2.G.050.10.020 YEL
TK2.G.050.10.020 YER
TK2.G.059.02.05.05 YYL
TK2.G.059.02.05.05 YYR
TK2.G.059.02.05.10 YYL
TK2.G.059.02.05.10 YYR
TK2.G.059.02.05.20 YYL
TK2.G.059.02.05.20 YYR
TK2.G.059.02.05.40 YYL
TK2.G.059.02.05.40 YYR
TK2.G.075.005.038 NS L
TK2.G.075.005.038 NSR
TK2.G.075.005.038 NU L
TK2.G.075.005.038 NUR
TK2.G.1.000.A.14.04 R
TK2.G.100.005.050 NS L
TK2.G.100.005.050 NSR
TK2.G.100.005.050 NU L
TK2.G.100.005.050 NUR
TK2.G.100.050.030 VS L
TK2.G.100.050.030 VSR
TK2.G.100.050.030 VU L
TK2.G.100.050.030 VUR
TK2.G.1010.A.14.04 L
TK2.G.1010.A.14.04 R
TK2.G.120.060.036 VS L
TK2.G.120.060.036 VSR
TK2.G.120.060.036 VU L
TK2.G.120.060.036 VUR
TK2.G.1212.A.14.04 L
TK2.G.1212.A.14.04R
TK2.G.150.005.045NS L
TK2.G.150.005.045NS R
TK2.G.150.005.045NU L
TK2.G.150.005.045 NU R
TK2.G.150.020.045NS L
TK2.G.150.020.045NS R
TK2.G.150.020.045 NU L
TK2.G.150.020.045NUR
TK2.G.160.080.048 VS L
TK2.G.160.080.048VSR
TK2.G.160.080.048 VU L
TK2.G.160.080.048 VUR
TK2.G.1616.A.14.04 L
TK2.G.1616.A.14.04R
TK2.G.200.005.060 NS L
TK2.G.200.005.060 NS R
TK2.G.200.005.060 NU L
TK2.G.200.005.060 NUR
TK2.G.200.020.060 NS L
TK2.G.200.020.060NSR
TK2.G.200.020.060 NU L

10
10
12
12
11
11

12
12
11
11

o

10
10

10
10
12
12
11
11

o

10
10

10

PartNr.
TK2.G.200.020.060 NUR
TK2.G.200.100.060 VS L
TK2.G.200.100.060 VSR
TK2.G.200.100.060 VU L
TK2.G.200.100.060 VUR
TK2.G.250.010.070 NS L
TK2.G.250.010.070 NS R
TK2.G.250.010.070 NU L
TK2.G.250.010.070 NUR
TK2.G.250.020.070 NS L
TK2.G.250.020.070 NSR
TK2.G.250.020.070 NU L
TK2.G.250.020.070 NUR
TK2.G.300.010.070NS L
TK2.G.300.010.070NS R
TK2.G.300.010.070 NUL
TK2.G.300.010.070 NUR
TK2.G.300.020.070 NS L
TK2.G.300.020.070 NS R
TK2.G.300.020.070 NU L
TK2.G.300.020.070 NUR
TK2.G.M025.01 EMU L
TK2.G.M025.01EMUR
TK2.G.M025.02 EMU L
TK2.G.M025.02EMUR
TK2.G.M035.02 EMU L
TK2.G.M035.02EMUR
TK2.G.M040.01 EMU L
TK2.G.M040.01EMUR
TK2.G.M040.02 EMU L
TK2.G.M040.02EMUR
TK2.G.M045.02 EMU L
TK2.G.M045.02 EMUR
TK2.G.M050.01 EMU L
TK2.G.M050.01 EMU R
TK2.G.M050.02 EMU L
TK2.G.M050.02 EMUR
TK2.G.M070.01 EMU L
TK2.G.M070.01EMUR
TK2.G.M070.02 EMU L
TK2.G.M070.02 EMUR
TK2.G.M075.02 EMU L
TK2.G.M075.02 EMUR
TK2.G.M080.01EMU L
TK2.G.M080.01EMUR
TK2.G.M080.02 EMU L
TK2.G.M080.02 EMUR
TK2.G.M100.01EMU L
TK2.G.M100.01EMUR
TK2.G.M100.02 EMU L
TK2.G.M100.02EMUR
TK2.G.M125.01 EMU L
TK2.G.M125.01EMUR
TK2.G.M125.02 EMU L
TK2.G.M125.02EMUR
TK2.G.M150.01 EMU L
TK2.G.M150.01LEMUR
TK2.G.M150.02 EMU L
TK2.G.M150.02EMU R
TK2.G.M175.01 EMU L
TK2.G.M175.01 EMUR
TK2.G.M175.02 EMU L
TK2.G.M175.02EMUR
TK2.G.M200.01 EMU L
TK2.G.M200.01LEMUR
TK2.G.M200.02 EMU L

bk b

EREEBERRE
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17
17

PartNr.

TK2.G.M200.02 EMUR
TK2.G.M250.02 EMU L
TK2.G.M250.02 EMUR
TK2.G.M300.02 EMU L
TK2.G.M300.02 EMUR
TK2.G.R100.000 YPR
TK2.G.R100.005YPR
TK2.G.R100.06.005PS R
TK2.G.R100.06.005 PTL
TK2.G.R100.06.005PTR
TK2.G.R100.06.005 PUR
TK2.G.R100.12.005 PS L
TK2.G.R100.12.005PSR
TK2.G.R100.12.005 PTR
TK2.G.R100.12.005PUR
TK2.G.R150.005 YPR
TK2.G.R150.010 YPR
TK2.G.R150.06.005 PSR
TK2.G.R150.06.005 PTL
TK2.G.R150.06.005 PTR
TK2.G.R150.06.005 PUR
TK2.G.R150.12.005PS L
TK2.G.R150.12.005PSR
TK2.G.R150.12.005 PTR
TK2.G.R150.12.005PUR
TK2.G.R200.005YPR
TK2.G.R200.010 YPR
TK2.G.R200.020 YPR
TK2.G.R200.06.005 PTR
TK2.G.R200.12.005PTR
TK2.G.UN14.01 EMU L
TK2.G.UN14.01EMUR
TK2.G.UN14.02 EMU L
TK2.G.UN14.02EMUR
TK2.G.UN16.01 EMU L
TK2.G.UN16.01EMUR
TK2.G.UN16.02 EMU L
TK2.G.UN16.02EMUR
TK2.G.UN18.01 EMU L
TK2.G.UN18.01EMUR
TK2.G.UN18.02 EMU L
TK2.G.UN18.02EMUR
TK2.G.UN20.01 EMU L
TK2.G.UN20.01EMUR
TK2.G.UN20.02 EMU L
TK2.G.UN20.02 EMUR
TK2.G.UN24.01EMU L
TK2.G.UN24.01EMUR
TK2.G.UN24.02 EMU L
TK2.G.UN24.02 EMUR
TOG.KTK2.G.A1L
TOG.KTK2.G.A1R
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o
X
=
=
=
=
£
7]

simturn simturn FX simturn E12 simturn E3 simturn GX simturn C4
Decolletage

simturn OA

Index

SIMIEK




simturn AX

Info
x
o
C
Information About The Cutting Parameters 2
‘»
Cutting speed recommendation as of page ‘ 26
T
— £
2
£
(2]
General information about the cutting parameters recommendations
[qY}
E
2
£
(2]
The given cutting parameters for speed and feed rates are ment as initial start values and are estimated for standard appli-
cation conditions.
The best parameters depend on a wide variety of machine, workpiece and tool related conditions, for example the general S
C
machine condition, and can be above or below the given start values. 5
>
O]
£
2
£
(2]
. . . @
Example factors of influence and their effect on the cutting parameters =
=)
E
(%]
Reduce values Increase values
[V}
hiT
S
=
Difficult machine and clamping conditions - - - - Solid machine and clamping conditions E
(7]
Difficult to machine materials - - - - - - - R Easy to machine materials
&
£
Long tool reach (L2) - - - - - - - - - o+« « « « + « - gmall tool reach (L2) g
»
No chip form geometry - - - - - - - - - -+ - - -« - -« - With chip form geometry
2
g
20
ES
» 0
3
S
Suitability of cutting grades in relation to work piece hardness £
‘®
Grade Recommended up to approx.
X8* HRC52
*T90 / *TO1 HRC62 5
CBN HRC65 (Depending on application) 2

h_T(;;)\stmr AT
‘e%(pcesclations SIM EK



Info

Cutting Speed Recommendation

ISO-Group

Recommended
Cutting Grade

X800
X802
X804
X808

X400 /X600
X402 / X602
X404 / X604
X408 / X608

Work piece material

Steel, unalloyed

Steel, low alloyed
(alloying elements < 5%)

Steel, high alloyed

(Alloying elements > 5%)

Castings

Stainless Steel
Ferritic/Martensitic

Stainless Steel
Austenitic

Stainless Steel
Austenitic-ferritic (Duplex)

Stainless Steel (Cast)
Ferritic/martensitic

Stainless Steel (Cast)
Austenitic

Stainless Steel (Cast)
Austenitic-ferritic (Duplex)

Sub-group

<015%C
0,15-0,4%C
>204%C
Non-hardened
Hardened
Annealed
Hardened

Unalloyed

Low alloyed
(Alloying elements < 5%)

High alloyed
(Alloying elements > 5%)

Non-hardened
PH-hardened

Hardened

Austenitic

PH-hardened

Super Austenitic
Non-weldable = 0,05 % C
Weldable < 0,05 % C
Non-hardened
PH-hardened

Hardened

Austenitic

PH-gehértet
Non-weldable = 0,05 % C

Weldable < 0,05 % C

Alternative
cutting grade

X400/ X600
X400 /X600
X400 /X600
X400 /X600
X400/ X600
X400 / X600
X400 / X600

X400/ X600

X400/ X600

X400 / X600

*T44
*T44
*T44
*Taq
*T41
*T41
*T41
*T41
*T44
*T41
*T4q
*T41
*T41
*T44

*T41

Vc m/min
(Start)

high

highest )
expectations

210
190
180
170
100
110

90
150

120
90

150
110
110
140
100
110
120
100
130

90
100
130

90
110

90

simturn simturn FX simturn E12 simturn E3 simturn GX simturn C4 simturn K2 simturn H2 simturn DX simturn AX
Decolletage

simturn OA
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simturn AX

Info
8
. . £
Cutting Speed Recommendation 2
‘®
(oY)
T
=
2
£
- (2]
(O]
a 28 8
3 go 25
= o © -
S &2 c2 Ve m/min
Q 35 ) ) £ N
@ O Work piece material Sub-group <o (Start) =
2
£
Ferritic (short chipping) *T57 180 @
Malleable
Pearlitic (long chipping) *T57 150
X800 Low tensile strength *T57 200 5
X802 Grey Cast Iron c
High tensile strength 57 =
- g g 150 £
(7]
X808 Ferritic *T57 120
Spheroidal Graphite cast iron Pearlitic *T57 110
>
Martensitic *T57 110 (2
2
* €
Aluminium alloys, Can not be hardened F25 590 5
Whrought
Can be hardened, hardened *F25 530
*
AR A, Can not be hardened F25 590 o
Cast " c
Can be hardened, hardened F25 530 =
X400/ X600 E
1 *
X402/ X602 <5%Si F25 240 @
X404 / X604 él:sTmlum alloys, 5-12 9% Si *X17 240
X408 / X608 (Y]
> 12% Si PKD' 180 b
c
Free Cutting Alloys, =1 % Pb *F25 290 E
Copper- and Copper Alloys Brass, leaded bronzes, < 1 % Pb *F25 290 ?
Bronze, lead-free copper .
incl. electrolytic copper 2 210 ~
(T
=
2
£
(7]
[0
(®)]
@©
£E2
2%
[
w0
<
@]
£
=
£
(%]
&
el
£
27
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Info
x
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. . S
Cutting Speed Recommendation 2
‘»
[}
I
=
=
£
- (2]
58 ©
= gL 03
8 EQ £5
Q@ 8< 2 Ve m/min
o 85 2= ¢
@ O Work piece material Sub-group <3 (Start) ﬁ
2
Al led 3
nneale * &
- X79 40
Heat-resistant super alloys or solution treated
Fe-based Aged or w79 30
solution treated and aged g
Annealed . £
or solution treated S8 40 E
Heat-resistant super alloys Aged or *X79 20 @
Ni-based solution treated and aged
Cast or *
X79 30 <
X400 / X600 Cast and aged 5]
(=
X402 / X602 Annealed or 79 10 =
X404 / X604 solution treated %
X408 /X608  Heat-resistant super alloys Solution treated and 79 10
Co-based aged
Cast or . @
Cast and aged i 10 Lg
Commercial pure (99,5 % Ti) *X79 80 *E
‘»
«, near « and o + B alloys, “X79 40
Titanium Alloys annealed
a+B Alloys in aged conditions o
as well as B alloys. *X79 40 b
Annealed or aged. c
=
£
Hardened steel *TO1 50 @
q
ez Chilled cast iron, “To4 90
cast or cast and aged
x
™
7 For best results, a special cutting edge geometry is recommended here. c
Please contact our tecnical support +1 862 757 8130 oder usa@simtek.com. é
@ Recommendation depends on the chosen cutting inserts. Please look at the cutting grade recommendations ®
on the catalog page of the cutting insert.
(0]
o)
&
clo
379
EQ8
w0
<
@]
£
=
£
(7]
)
°
£
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simturn AX

simturn DX

General Instructions For Use

simturn H2

Please clean insert seat well before mounting and use.

simturn K2

simturn C4

simturn GX

Please control your work pieces frequently.

simturn E3

simturn E12

We recommend the use of tool presetting and measuring devices.

simturn FX
Decolletage

simturn

simturn OA
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