


ISO turning tools from multidec® -

With multidec®-1SO, UTILIS provides a wide range of ISO indexable inserts for turning. The multidec®-TOP pro-
duct range is a further development of the rhombic 35° ISO insert with wiper edge, which is an excellent all-
rounder on the lathe. The multidec®-ISOx4 product range includes the 4-edge negative insert with positive
cutting characteristics.

— Complete range of G-class inserts for the
best super-finishing solution
— Many corner radii from R=0.03mm
— Finely polished inserts
— High-performance M-class inserts for finishing
— Holder with “IC" intnernal coolant supply for optimising tool life

— VP. based indexable insert with 11° clearance angle

— Excellent all-rounder tool . - \ :

— Enables large cutting depth with excellent chip control IR ——

— Perfect finishing using wiper edge ‘l!"“"" \

— Enables fast feed rate with small corner radius ' e T
— Many corner radii from R = 0 available

— Negative ISO inserts with positive cut

— Twice as many cutting edges as a positive ISO insert

— Stable screw clamping

— Optimized for the machining of stainless steel,
titanium and exotic materials

— Excellent chip control allowing high feed rate and
large cutting depth

— Holder with “IC” intnernal coolant supply for
optimising tool life



OVERVIEW

General information

Symbol legend, grades, designation system and application recommendation

IS0 Positive B

Overview

Description of
cutting geometries

CC... 80°

DC... 55°

VC... 35°

ISOTOP=VP... (35 |

1SO Negative — DN... (55°) |



Symbol legend -

Page information Recommended usage Availability
12... Seepage 12 and the following (example) ~ @  Preferred application 12345 Standard articles
O  Possible application 12345  Standard articles, new in this catalog
— Application not recommended 12345 Discontinued articles

Symbols for tool characteristics and tool applications

Tool material Tolerance class & Chipsurface
HM  Carbide g 7 ClassE(ground circumference, =\ Polished
high thickness accuracy) Polished
CERMET Class G (ground circumference) Rake angle
CER By ano % Example: 10°
MET L& I mw :
Diamond Class M (sintered) 01 Example: 18°
T3 with protective chamfer
PCD M < 18°
Form of insert Class X (precision sintered) Cutting edges
Example: 80° < F 7 F = sharp cutting edge
80°
r,  Formof holder — Application E =rounded cutting edge
. Example: 95° (L) H Example: Turning and facing E )
95°
Coolant
: Holder with “IC" integrated
EEES  cooling
Categorization of materials Order designation
The application data for multidec® tools is defined for specific material groups. All machinable materials
are classified using a standardized color-coding system that is applied consistently throughout the entire Order designation Coated
catalog.
/N Tothe designation of 2
P Steel the selected type of -
M| Stainless steel product, the desired o
. grade code must be ®
K Castiron added. -
N Non-ferrous metals v
S High-alloy materials S
H Hard materials =
=)
Art. no.
[ccaTo602005 FN-PA7 ... | [139778 |
Execution of holder/insert Order using order designation:
The side on which the insert is located determines whether it is a “left-" or “right-hand” holder. For this :
purpose, the holder is viewed with the insert pointing towards the observer. CCGT 0602005 FN -PA7 UHMTO HX

Order using art. no.: 139778

Left hand holder Neutral holder Right hand holder

Pictures

The right-hand version of the tools is usually shown. (Exceptions are possible). The tool colours illustrated
here are not binding.

Dimensions
All dimensions are in millimeter (mm).



Grade overview -

Carbide grades for G-class inserts

UHM10 — Highly wear-resistant micro-grain carbide

— Highly wear-resistant micro-grain carbide

UHM10 HPX — AlTiN-based universal high-performance coating

— Highly wear-resistant micro-grain carbide
UHM10 TX+ —AITiSiN-based coating for best performance with high-alloyed, exotic materials and hard materials
— Outstanding temperature resistance

UHM20 — Universal micro-grain carbide with best balance for toughness and wear resistance

— Universal micro-grain carbide with best balance for toughness and wear resistance

R — AITiN-based universal high-performance coating

— Universal micro-grain carbide with best balance between toughness and wear resistance
UHM20 TX+ —AITiSiN-based coating for best performance with high-alloyed and exotic materials
— Outstanding temperature resistance

Carbide grades for M-class inserts

— Highly wear-resistant carbide

HMP710 — AlTiN-based coating for best performance with steel, high-alloyed steel and exotic materials
HMP720 — Universal carbide with best balance for toughness and wear resistance
— AlITiN-based coating for best performance with steel, high-alloyed steel and exotic materials
— High-performance carbide for difficult machining conditions
UHM30 HX — AITiN-based universal high-performance coating
—Wear-resistant carbide
UHM20 MZ —Al,-O5-based multi-layer coating for very high temperature resistance
—Wear-resistant carbide
HMCS (13 —Al-05-based multi-layer coating for very high temperature resistance
CERMET grades
UCM10 —Wear-resistant grade for the finishing and extremely fine machining with fast cutting speed
UCM10 HX —Wear-resistant grade for the finishing and extremely fine machining in steel and stainless steel
— AlTiN-based coating for best performance, even at slow cutting speeds
CMB-15 — Grade with best wear resistance for high-speed finishing in steel
CMP120 — Coated CERMET grade for best wear resistance under difficult conditions

— Makes interrupted cutting possible, and also low cutting speeds

Diamond grades Further informationon 15

— Universal polycrystalline diamond, best performance for aluminum alloys with 13-20% silicon

UPCD20 — Perfect balance between hardness and toughness for general machining of non-ferrous materials

— Universal polycrystalline diamond, best performance for aluminum with <13% silicon
UPCD15 : . . . .

— Fine-grain structure for improving tool life

i . . - . :
UCVDO8 Ultra-hard CVD thick layer with 99.9% diamond content, can exceed the tool life of PCD tools by up to 10 times

— Best performance in aluminum and magnesium alloys, fiberglass and reinforced plastics



Designation system and compatibility —

Inserts

Square holder

Form of insert Clearance angle Edge length
Index a Index a Index =l d
: C 7°
P 1 09 9 953
. 3
N % 07 7 635
. =
- V%@’ 1111 953
07 7 397
1 11 635
16 16 953
10* 10 6.35
* UTILIS standard

Inserts

l Round shank holders, boring bars

All of the detailed information can be found on  129...



Application recommendation -

Better surface quality with small corner radii
For better surface quality and optimum machining stability, the tool geometry with the smallest possible angle must
be selected.

e 32°

v W v

Good Better TOP!

A very fine surface can be reached
with multidec®-TOP even with a
corner radius of R=0mm

Recommended minimum cutting depth a,

a,min=0.7 xR
R max = 1.4><a,J

jaT]

N

Minimal feed
"7 a =4 Explanation
F fmin=0.01 fmin= -2 Example: SOO =0.02 fmin fmin Feed (mm)
200 a,  Cutting depth (mm)
] - n= 2 - =40 0arm
E fmin=0.025  fmin= 100 Example: e min



multidec’

SO

— Complete range of G-class inserts for the best super-finishing solution
— Many corner radii from R=0.03mm

— Finely polished inserts

— High-performance M-class inserts for finishing

— Holder with “IC" internal coolant supply for optimising tool life



Overview - ISO pﬂoduct range—_

Insert geometry selection and application

oljenionE

ISO type CC... 80°

ISO type DC... 55°

39

ISO type VC... 35°

A



G-class carbide inserts

First choice for finishing and super-finishing

PF23

— Ideal for machining steel and hardening stainless steel
— Highly versatile insert

~ Large cutting depth (a,) possible

— Ideal for machining very small parts

10° %

10

PF33

— Ideal for machining stainless steel and super alloys
— Excellent chip control

— Best chip control with high cutting feed

— Ideal for large cutting depth a, > 1 mm

PA7

— Ideal for machining aluminum, stainless steel
and super alloys

— Good chip flow control

— Avoids built-up edges

~ Large cutting depth (a,) possible

— Excellent solution in case of vibration problems

20° 3

A3

— Ideal for machining super alloys and stainless steel
— Good chip flow control
— Large cutting depth (a,) possible
— Highly positive insert for fine cutting and
low cutting force
— Less chip deformation, therefore low-vibration
machining conditions

v

24°

PHEHEENEN
M BEEN
K BOJCICI0
N BEN ]
s HEEN( |
HBOCIOIO

P EHEN ]
vMEEEENR
K OO0
N HEEN
sHEEEN
H D100

P ELICICIC]
MEBEEN(]
kK OO0
N EENEEN
s HEEN(]
H OO0

PRCICICIC]
vMEEEENR
K BOICICI0]
N EEEER
SsHEENR |
HEOICOIO




G-class carbide inserts -

Alternative solutions for chip control

— Chip breaker option for machining steel and PHEEER
heat-resistant stainless steel

— Good all-round solution for steel and stainless steel MEBBENER
— Very effective with high feed rate by a large range of

% cutting speed K BO10000]
14° N BRI »
s AN
H OOOOO

pros

— Ideal for machining stainless steel and super alloys P HEN ]
— Very good chip control with minimal cutting depth (a,)

— Very effective in stainless steel with high feed rate M EEEBERNR
— Very good tool life in titanium

% k DOO0O0
17° N EAEEEC
s AEEEN

I I '

Pas

— Ideal for machining aluminum, stainless steel and P HEHE ]
super alloys
— Excellent chip control, even with high cutting speed MEBEBEEBERBE

and high feed rate
— Large cutting depth (a,) possible K LTI ]
20° — Fine cut provides good surface finish
N EAEEER
sHEEENR

R I I




12

M-class carbide inserts

For roughing, semi-finishing and finishing

o 4

gD
18° %

PF43

— Ideal for machining steel and
heat-resistant stainless steel

— Highly versatile insert

— Large cutting depth (a,) possible

PHEHEENEN
M BEENE ]
K BRI
N D100
s HEN[ ]
H D010

CC8o° ﬁ

22

si2 .

— Ideal for machining stainless steel and super alloys
— Very good chip control, even with minimal
cutting depth (a,)

M18R

— Ideal for machining stainless steel and super alloys

— Reinforced cutting edge makes high cutting speeds and
feeds possible

— Very good chip control, even with minimal
cutting depth (a,)

P HEENE]
vMEEEENR
K OO0
N DI
sHEEEN
H D100

PHEEEN
M BEEN]
kK OO0
N DI
s HEEN(]
H OO0

ccso° %

24




CERMET inserts |
For machining steel and heat-resistant stainless steel

CERMET M-class so7 .

— CERMET M-class insert for semi-finishing and finishing P MM  CC80° ﬁ
— Operates within an extensive cutting speed range

— Very good chip control, even with minimal MEBEEENR 25
cutting depth (a,)
% — Good for dry machining K HEN ][]
o
7 3
s L1004
H OO0

CERMET G-class pr2z

— CERMET G-class indexable insert for finishing and P HEBEBENE CC80 ﬁ

super-finishing

— Operates within an extensive cutting speed range MEBEENE %
— Large cutting depth (a,) possible
% — Excellent tool life with optimum cutting conditions K B
4nNo
v N CIOO00
s L1004

H OO0 79



Diamond indexable inserts -
For the machining of aluminum and non-ferrous materials

wilatct

— Best solution for super-finishing P LI
— Suitable for stable machining conditions
~ Large cutting depth (a,) possible M LI
% K OO0
o
0 N EEEEE
s O

H OO0 80

T-positive frontcut

— For finishing and super-finishing P LI ][ ][] ccso° ﬁ
— Very low cutting pressure
— Particularly suitable for thin-walled workpieces and M LI 27

unstable processes

% — Large cutting depth (a,) possible K LICICICI0]

=70

7 1 N HEEENE
s L1010
[ I I A

vws T

— For finishing and super-finishing P 111

— Low cutting pressure
— Very good chip control, even with minimal M LI

cutting depth (a,)
% K OO0
o

7 NEEEEN
s L4

I O I

uwn T

— For semi-finishing and finishing P LI ILIL]
— Slightly higher cutting pressure due to small negative
reinforcement of the cutting edge M LI

— Excellent chip control at higher cutting speeds

K OO0
NEEEENR
s LOHOm
H OOOOOE e

v

70




Diamond grades -

PCD - Polycrystalline Diamond, hardness around 5000 HK

PCD is a synthetic, extremely hard cutting material consisting of selected diamond particles (approx. 90%) which are
sintered together in a metal binding matrix at high pressure and high temperatures.

PCD is two to three times harder than carbide, but is more brittle and temperature sensitive (resistance temperature
up to approx. 650 °C). For this reason, diamond tools cannot be used in steel alloys.

— Universal polycrystalline diamond, best performance for aluminum alloys with 13-20% silicon

RAcR2 - Perfect balance between hardness and toughness for general machining of non-ferrous materials

— Universal polycrystalline diamond, best performance for aluminum with <13% silicon

S - Fine-grain structure for longer tool life and high finishing quality

CVD thick-film diamond, hardness around 9000 HK

This diamond is manufactured using the CVD process (Chemical Vapor Deposition) with a thickness of 0.8 mm. The
ratio of 99.9% diamond and 0.1% binding material makes an ultra-hard cutting material with heat conductivity and a
very fine structure for ultra-sharp cutting edges. The ultra-hard CVD cutting material is mainly used in the machining
of aluminum and magnesium alloys and non-ferrous metals.

CVD diamond has higher heat resistance and oxidation resistance than PCD.

— Ultra-hard CVD thick-layer film with 99.9% diamond content, with possible tool life up to
UcvDo8 10 times longer than PCD tools
— Best performance in aluminum and magnesium alloys, fiberglass and reinforced plastics

Application matrix Hardness HK (Knoop)
Material PCD CVD Hean
Lot
UPCD20 UPCD15 UCvDO8

Aluminum < 13% Si o o [} B
Aluminum > 13% Si ° o ° T

Magnesium alloys o ° () poln| R
Brass, copper, bronze, zinc o o ) P
Platinum, silver, gold o ° [}

) . 4000
Fiberglass compound materials ° = [}
Carbon fiber compound materials ® = [} Ean
Plastics, PEEK o ° ° 10
Pre-sintered ceramics and o _ A i
tungsten carbide

- I S —

CHi A8 L tade
Tag ol i Lo Ty b i

15



Application overview CC 80° —

Application OD turning

Front turning Turning and facing

SCAC... U (90°) 31 SCLC... U (95°) 32

Application ID turning

ID turning Turning and facing

A... SCFC... (90°) 34 A... SCLC... (95°) 35




overview-typeccsoc N

Indexable inserts

CCGT 18-21

CCMT 22-24

CCMT 25

CCGT 26

CCGT 27-29

Holders

SCAC 31

SCLC 32

A... SCFC 34

A...SCLC 35

Replacement and spare parts

36



Art. no.

a, (mm)/f (mm/U) v, (m/min)

A
6 -
5 -

M 70-140 40-70

4 _ I--
> s w080
2 H 20-50 -
‘I -
< T T T T T >

f 0.05 0.1 015 02 025 03

~

Legend




Art. no.

3

'/

a, (mm)/f (mm/U) v, (m/min)

A
6 -
5 -

M 70-140 40-70

4 _ I--
] s e _
2 H -
1 -
< T T T T T >

f 0.05 0.1 015 02 025 03

Legend

~




a, (mm)/f (mm/U)

A
6 -

T T
f 005 01 015 02 025 03

v, (m/min)

M 70-140 40-70
H -

~

Legend




i Py

e v
i

v, (m/min)

a, (mm)/f (mm/U)

40-70

70-140

01 015 02 025 03

0.05

<

Legend



v, (m/min)

a, (mm)/f (mm/U)

70-180

50-120

01 015 02 025 03

0.05

<

Legend



a, (mm)/f (mm/U) v, (m/min)

M 50-120 80-220

f 005 01 015 02 025 03

Legend 4




v, (m/min)

a, (mm)/f (mm/U)

80-220

50-120

01 015 02 025 03

0.05

<

Legend



a, (mm)/f (mm/U) v, (m/min)

M 70-230 80-210

f 005 01 015 02 025 03

Legend 4




v, (m/min)

a, (mm)/f (mm/U)

60-210

70-230

01 015 02 025 03

0.05

<

Legend



More inserts available by request.

a, (mm)/f (mm/U) v, (m/min)

Carbon fiber compound materials 100-800

Pre-sintered ceramics and
f 005 01 015 02 025 03 f 005 01 015 02 025 03 tungsten carbide

80-400

Legend 4




More inserts available by request.

a, (mm)/f (mm/U) v, (m/min)
I ——
.. CCo9

Carbon fiber compound materials 100-800

Pre-sintered ceramics and
tungsten carbide

f 005 01 015 02 025 03

~

Legend




More inserts available by request.

a, (mm)/f (mm/U)

v, (m/min)

Aluminum > 13% Si 120-1200
Brass, copper, bronze, zinc 150-1500
Fiberglass compound materials 100-1000
Carbon fiber compound materials 100-800

Plastics, PEEK 100-1000

Pre-sintered ceramics and

tungsten carbide )

Legend 4




Notes




Legend 4




SCLC... UINCH

Legend 4




SCLC...UIC

__--------
__--------
o SCLCL1212HO9UIC 146353 12 12 100 19 155 M5 Ms
Sest %6 16 15 19 195 M5 Gk

--
&d __--------

SCLC... UICINCH

Scope of delivery: Holder without coolant connector

Legend 4




i

Legend



Legend 4




For holders (SC...) OD turning

For holders (... SC...) ID turning

TORX screwdriver

Legend

~




Notes | B




Application overview DC 55°

Application OD turning

Front turning Turning and facing

SDAC... U (90°) 57 SDJC... U (93°)

Turning

SDNC... U (62.5°) 62

Application ID turning

Turning and facing Turning and facing

A... SDOC... (95°) 66 A... SDQC... (107.5°)

Turning and undercutting

58 SDHC... U (107.5°)

Turning and facing

67 A... SDUC... (93°)

60

68



overview-typencsse N

Indexable inserts

DCGT 40-46

DCMT 47-49

DCMT 50

DCGT 51

DCGW 52

DCGT 53-55

Holders

SDAC

SDJC 58
SDHC 60
SDNC 62
SDNCN 64

A... SDOC 66
A...SDQC 67
A...SDUC 68

Replacement and spare parts

69



a, (mm)/f (mm/U)

A
6 -

T T
f 005 01 015 02 025 03

v, (m/min)
M 70-140 40-70
H 20-50 -

~

Legend




Art. no.

o EE S
7

H

a, (mm)/f (mm/U) v, (m/min)

A

o

T T
f 005 01 015 02 25 03

~

Legend




FhEl
»

v, (m/min)

a, (mm)/f (mm/U)

70-140

01 015 02 025 03

0.05

Legend



QI

ENEy
»

v, (m/min)

a, (mm)/f (mm/U)

70-140

01 015 02 025 03

0.05

Legend



a, (mm)/f (mm/U)

A
6 -

T T
f 005 01 015 02 025 03

v, (m/min)

M 70-140 40-70
H -

~

Legend




QI

ENEy
»

v, (m/min)

a, (mm)/f (mm/U)

40-70

70-140

01 015 02 025 03

0.05

<

Legend



f

T
0.05

0.1

0.15

0.2

o

25

03

Art. no.

v, (m/min)

SN

Legend




v, (m/min)

70-180

50-120

01 015 02 025 03

0.05

<

Legend



v, (m/min)

a, (mm)/f (mm/U)

80-220

50-120

01 015 02 025 03

0.05

<

Legend



EENRNZECNR
"QIER

v, (m/min)

a, (mm)/f (mm/U)

80-220

50-120

01 015 02 025 03

0.05

<

Legend



v, (m/min)

a, (mm)/f (mm/U)

80-210

70-230

01 015 02 025 03

0.05

<

Legend



a, (mm)/f (mm/U)

v, (m/min)

M 70-230 60-210

Legend 4




More inserts available by request.

a, (mm)/f (mm/U)
A

T T
f 005 01 015 02 025 03

v, (m/min)
Aluminum > 13% Si 120-1200
Brass, copper, bronze, zinc 150-1500
Fiberglass compound materials 100-1000
Carbon fiber compound materials 100-800
Plastics, PEEK 100-1000

Pre-sintered ceramics and

tungsten carbide Y

Legend 4




More inserts available by request.

a, (mm)/f (mm/U)

v, (m/min)

Carbon fiber compound materials 100-800

Pre-sintered ceramics and
tungsten carbide

80-400

Legend 4




More inserts available by request.

a, (mm)/f (mm/U) v, (m/min)
A
6 |
5 -
Aluminum > 13% Si 120-1200
41 Magnestmaloys  200-2000
34 Brass, copper, bronze, zinc 150-1500
2 Fiberglass compound materials 100-1000
Carbon fiber compound materials 100-800
1 Plastics, PEEK 100-1000
< P )
’ ’ Pre-sintered ceramics and 80-400
f 005 01 015 02 025 03 tungsten carbide

Legend 4




More inserts available by request.

a, (mm)/f (mm/U)

v, (m/min)

Carbon fiber compound materials 100-800

Pre-sintered ceramics and
tungsten carbide

80-400

Legend 4




Notes




Legend 4




SDJC... UINCH

Legend 4




SDJC...UIC

SDJC... UICINCH

Scope of delivery: Holder without coolant connector

Legend 4




1757

SDHC... UINCH

Legend 4




SDHC... UIC

SDHC... UICINCH

Scope of delivery: Holder without coolant connector

Legend 4




Legend 4




SDNC... UIC

Scope of delivery: Holder without coolant connector

Legend 4




SDNCN ...

U INCH

Legend 4




SDNCN ... UIC

Art. no.
SDNCN0BOBHO7UIC 144761 8 8 10 18 11 M5 M5
—_--------
—_- ----

SDNCN ... UICINCH

Art. no.
SONCN3/8'HO7UIC 144770 9525 9525 100 18 13 M5 M5
CSDNCN1/2"HO7UIC 144763 127 127 100 18 157 M5 M5

Scope of delivery: Holder without coolant connector

Legend 4




Legend 4




A... SDQC...

Order designation

A12K SDQCL 07
A16M SDQCL 07
A20Q SDQCL 07

A12K SDQCR 07
A16M SDQCR 07

™
]
55° 107.5° e |
A...SDQC...
Compatible cutting edges
40...
q DC 07
DC 07

A20Q SDQCR 07

Art. no.
045240
045242
045244

045241
045243
045245

oo |
1G9 =
T .-{_E 'II EI"’
- !
1.5° h
I,
Dimensions
d h Iy I, f f, Dunin d,
12 11.5 125 22 9 3 16 M5
16 15 150 25 1" 3 20 M5
20 18.5 180 32 13 3 25 GY"
12 11.5 125 22 9 3 16 M5
16 15 150 25 1 3 20 M5
20 18.5 180 32 13 3 25 GY%"
Legend 4
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G
7

A...SDUC...

Legend



For holders (SD...) OD turning

For holders (... SD...) ID turning

TORX screwdriver

~

Legend
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Application overview VC 35° -

Application OD turning

Front turning Turning and facing Turning and undercutting

SVAC... U (90°) 85 SVJC... U (93°) 86 SVHC... U (107.5°) 88

Turning and undercutting Turning and facing Back turning

SVPC... U (117.5°) 90 SVUC... (93°) 92 SvQC... (93°) 93

Turning Back turning

SVVCN... U (72.5°) 94 SVXC...U(91°) 96

Application ID turning

Turning and facing Turning and undercutting Turning and facing

A... SVOC... (95°) 98 A... SVQC... (107.5°) 99 A...SVUC... (93°) 100




overview—typevezse N

Indexable inserts

VCGT 72-77

VT 78

VCGT 79

VCGW 80

VCGT 81-83

Holders

SVAC... 85
SVIC... 86
SVHC... 88
SVPC... 90
SVUC... 92
svac... 93
SVVCN ... 94
SVXC... 96

A... SVOC 98
A...SVQC 99
A...SVUC 100

Replacement and spare parts

101




a, (mm)/f (mm/U) v, (m/min)
A
6 -
5 -
M 70-140 40-70
4 _ I--
3 -
s ww 3080
2 H 20-50 -
‘I -
m&

T T
f 005 01 015 02 025 03

~

Legend




a, (mm)/f (mm/U)
A

T
f 005 01 015 02 025 03

v, (m/min)

~

Legend




a, (mm)/f (mm/U)

0.15

v, (m/min)

M 70-140 =

Legend 4




[¢]

[ O

a, (mm)/f (mm/U)
A

T T
f 005 01 015 02 025 03

v, (m/min)

M 70-140 40-70
H

Legend

~




v, (m/min)

a, (mm)/f (mm/U)

40-70

70-140

01 015 02 025 03

0.05

<

Legend



v, (m/min)

A
6 -

M 70-140 =
s e -

H 20-50

T T
f 005 01 015 02 025 03

~

Legend




v, (m/min)

a, (mm)/f (mm/U)

70-180

50-120

01 015 02 025 03

0.05

<

Legend



a, (mm)/f (mm/U) v, (m/min)

M 70-230 60-210

Legend 4




More inserts available by request.

a, (mm)/f (mm/U) v, (m/min)
A
6 |
5 -
Aluminum > 13% Si 120-1200
41 Magnestmaloys  200-2000
34 Brass, copper, bronze, zinc 150-1500
2 Fiberglass compound materials 100-1000
Carbon fiber compound materials 100-800
1 Plastics, PEEK 100-1000
< P )
’ ’ Pre-sintered ceramics and 80-400
f 005 01 015 02 025 03 tungsten carbide

Legend 4




More inserts available by request.

a, (mm)/f (mm/U)
A

T T
f 005 01 015 02 025 03

v, (m/min)
Aluminum > 13% Si 120-1200
Brass, copper, bronze, zinc 150-1500
Fiberglass compound materials 100-1000
Carbon fiber compound materials 100-800
Plastics, PEEK 100-1000

Pre-sintered ceramics and

tungsten carbide )

Legend 4




More inserts available by request.

a, (mm)/f (mm/U) v, (m/min)
A
6 |
5 -
Aluminum > 13% Si 120-1200
41 Magnestmaloys  200-2000
34 Brass, copper, bronze, zinc 150-1500
2 Fiberglass compound materials 100-1000
Carbon fiber compound materials 100-800
1 Plastics, PEEK 100-1000
< P )
’ ’ Pre-sintered ceramics and 80-400
f 005 01 015 02 025 03 tungsten carbide

Legend 4




d

More inserts available by request.

a, (mm)/f (mm/U) v, (m/min)

Carbon fiber compound materials 100-800

Pre-sintered ceramics and
f 005 01 015 02 025 03 tungsten carbide

80-400

Legend 4




Notes




Legend 4



SVJC... UINCH

Legend 4




SVIC...UIC

SVJC... UINCH

Scope of delivery: Holder without coolant connector

Legend 4




SVHC... UINCH

Legend 4



SVHC... UIC h

SVHC... UICINCH

Scope of delivery: Holder without coolant connector

Legend 4
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SVPC... UINCH

Legend 4




SVPC... U IC h

Art. no.

__--------

SVPC... UICINCH

Art. no.
SVPCL3/8"HO7UIC 144894 9525 9525 100 14 13 05 M5 M5

I- =
Ve d 144904 127 127
—_--------

Scope of delivery: Holder without coolant connector

Legend 4




Legend 4



Legend 4



SVVCN ... UINCH

Legend 4



SVVCN ... UICINCH

Scope of delivery: Holder without coolant connector

Legend 4



SVXC... UINCH

Fa
e—me=se==cs

Legend 4




SVXC...UIC h

SVXC... UICINCH

Scope of delivery: Holder without coolant connector

~

Legend
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A... SVQC...

B
i
35° 107.5°
A...svQcC...
Compatible cutting edges
72...
q veor
ven o
F veor
Ve

Bl

Order designation

A10H SVQCL 07
A12K SVQCL 07
A16M SVQCL 11
A20Q SVQCL 11
A10H SVQCR 07
A12K SVQCR 07
A16M SVQCR 11
A20Q SVQCR 11

1.5
L [ L7 It
L — t A ——f
- :ﬁ I
dage
I, h
I,
Dimensions
d h Iy l, f Dinin f, d,
Art. no.
144688 10 9.5 100 23 8 14 3 M5
144694 12 11.5 125 28 9 16 3 M5
045274 16 15.5 150 36 i 20 3 Gl&"
045276 20 19.5 180 36 13 25 3 Gls"
144689 10 9.5 100 23 8 14 3 M5
144695 12 11.5 125 28 9 16 3 M5
045275 16 15.5 150 36 11 20 3 Gl&"
045277 20 19.5 180 36 13 25 3 Gl&"

Legend

99
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A...SVUC...

Art. no.

Legend



For holders (SV...) OD turning

For holders (... SV...) ID turning

TORX screwdriver

~

Legend




multidec’

SO top

— VP. based indexable insert with 11° clearance angle

— Excellent all-rounder tool

— Enables large cutting depth with excellent chip control
— Perfect finishing using wiper edge

— Enables fast feed rate with small corner radius

— Many corner radii from R = O available



The multidec®-TOP system -y

The ideal insert for outstanding surface quality

The multidec®-TOP wiper edge allows a feed rate increase of up to 100% compared to conventional ISO inserts. It is
an excellent all-rounder for Swiss-type lathes, and has been specially developed for machining small parts for which
small corner radii are required. It also allows large cutting depth.

341

1° wiper edge allows very high surface
finish quality without or with very small

1 °‘ corner radius.

Reinforced holder for Clearance angle of 11° for soft
excellent stability even cutting and high feed rate.
with large cutting depth

11°

4( < Feed force

”

Reinforcement

— Finishing with high feed rate
— Very versatile geometries and grades

— Working in 3 directions is possible:
—_ 1 — Forward turning
— Facing

— Back turning (reverse turning)

R L

Turning and facing Back turning



Application overview TOP 35° _

Application OD turning

Front turning Turning and facing Back turning
., SVJP... (93°) 110 .
SVAP... (90°) 109 SVIP... V (93°) " SVXP... (91°) 114

Application ID turning

Turning and facing Turning and facing
SVIP... X (92°) 116 )
A...SVIP... (93°) 11g  SVUP...X(92°) 17

04



Overview-typeTop3se N
Indexable inserts

VPET 106
VPGT 107
VPXT 108
Holders
SVAP 109
SVJP 110
SVJP...V 112
SVXP 114
SVJP... X (92°) 116
SVUP... X 117
A...SVJP 118

Replacement and spare parts

119




a, (mm)/f (mm/U)

v, (m/min)

60-120

Twzxz

~

Legend
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e

a, (mm)/f (mm/U) v, (m/min)

A
6 -

M 60-120 =
soosw -
H =

T T
f 005 01 015 02 025 03

~

Legend
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v, (m/min)

a, (mm)/f (mm/U)

60-120

01 015 02 025 03

0.05

Legend



SVAP... INCH

Legend 4




SVJP... INCH

Legend




SVIJP..

Art. no.

SVIPLOBIOHIOIC 146309 8 10

L SSVPL1010HI0IC 146310 10 10
he Y SVIPLI212HI0IC 146311 12 12
SVIPLIGTEKIOIC 146312 16 16

SVIPL2020K10IC 146313 20 20
SVIPROBIOHIOIC 146037 8 10
SVIPR1010HIOIC 146042 10 10
SVPR1212HI0IC 146036 12 12
SVIPR1616K10IC 146047 16 16
SSVIPR2020K10IC 146048 20 20

SVJP... ICINCH

Art. no.
SVIPL3/8"HI0IC 146335 9525 955 100 21 13 M5 M5
SVIPLIR'HIOIC 146336 127 127 100 162 B
SVIPLSB"KIOIC 146337 15875 15875 125 21 194 M5 GA'
CSVIPL3/4"KI0IC 146338 1905 1905 125 21 226 M5 G4

Scope of delivery: Holder without coolant connector

Legend 4




SVJP...VINCH

L __=-------
.- INEISTEN ST I I R R —
ess 0

“n S127ot0
SVPR34'KIOV 113738 1905 1905 15

Legend 4



SVJP...VIC

Art. no.

SVIPLOBIOHIOVIC 146456 8 10

L SSVPL1010HIOVIC 146457 10 10
he Y SVIPLI212HIOVIC 146458 12 12
SVIPLIGTBKIOVIC 146459 16 16
SVIPL2020K1OVIC 146460 20 20
SVIPROBIOHIOVIC 146451 8 10
SVIPR10T0HIOVIC 146452 10 10
SVIPR1212HIOVIC 146453 12 12
SVIPR1616KIOVIC 146454 16 16
SSVIPR2020KTOVIC 146455 20 20

SVJP...VICINCH

Art. no.
SVIPL3/8"HIOVIC 146465 9525 955 100 21 13 M5 M5
SVIPL12'HIOVIC 146466 127 127 100 162 B
SVIPLS/B"KIOVIC 146467 15875 15875 125 21 194 M5 GA"
CSVIPL3/ATKIOVIC 146468 1905 1905 125 21 226 M5 GA

Scope of delivery: Holder without coolant connector

Legend 4
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SVXP... l |

CETTT R

SVXP... INCH

1
-

Usage note:

> Aleft-hand holder with a left-hand
cutting edge is required for back
turning on a right-hand-rotating
Swiss-type automatic lathe.

Legend 4




SVXP... IC

Art. no.

SVXP... ICINCH

Scope of delivery: Holder without coolant connector

Art. no.

Usage note:

h A left-hand holder with a left-hand
cutting edge is required for back
turning on a right-hand-rotating
Swiss-type automatic lathe.

Legend 4




Legend 4



Legend 4




Legend 4



For holders (SV.P...) OD turning

For holders (... SV.P...) ID turning

TORX screwdriver

~

Legend




multidec’

ISOx4

— Negative ISO inserts with positive cut

— Twice as many cutting edges as a positive ISO insert

— Stable screw clamping

— Optimized for the machining of stainless steel, titanium and exotic materials
— Excellent chip control allowing high feed rate and large cutting depth

— Holder with ”“IC” internal coolant supply for optimising tool life



The multidec®-1S0x4 system |

multidec®-I1SOx4
Negative indexable inserts have several specific advantages over positive inserts, particularly in terms of stability and
cost-effectiveness.

Increased stability thanks to a large
contact surface that extends very
close to the cutting edge.

The 7° positioning angle of insert
clamping provides a highly efficient
chip breaker even at high cutting
depth.

High clamping force thanks to direct

screw connection. Can be used 4 times
The indexable insert has twice as many cutting
edges as a positive ISO indexable insert.

P
Countersunk screw head avoids conflict "f »

with chip outflow. , ‘ (4)
@ N

Characteristics of negative and positive indexable inserts —

o
W Negative indexable insert
— Double sided
.'I * — High cutting edge stability
ap® | Iy — Increased stability thanks to the 7° positioning angle of the insert
-
'? [

Positive indexable insert
— One sided

f — Low cutting force
a — Side clearance allows machining in all directions
83 I — First choice for ID and OD turning of small parts
.-"-.
7e




Application overview DN _

Application OD turning

Turning and facing

SDJN... (93°) 126




Indexable inserts

Holders

Replacement and spare parts




W

a, (mm)/f (mm/U) v, (m/min)

A
6 -

M 70-140

sooses0-
H 40-60 =

~

Legend
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SDJN... INCH

SDINL3/8™FI1 148810 955 955 80
L SDINL38™HIT 13722 955 9ss 0
M4 127 27 0

Legend 4




SDJN... ICINCH

n
S127 127 00 2 192 Ms M5
SDINRS/8"KITIC 146396 15875 15875 125 22 24 M5 G
SDINR3A™KITIC | 146397 1905 1905 125 22 255 M5 GA

Scope of delivery: Holder without coolant connector

Legend 4




For holders (SDJN...) OD turning

TORX screwdriver

~

Legend




Indexable inserts

Index a Index a Index s+ d+

- 11—

* Dependent on dimension of insert

* UTILIS standard




Square holder

h,/h, Index Iy Index

* UTILIS standard

Index a Index
oo L
N

R |

Index a Index Index Index

o W IO Y
I B
R B TR

* UTILIS standard



Round shank holders, boring bars

Index Index I

* UTILIS standard

* UTILIS standard



Notes




Index of designations -

A DCGT ... -PF23 40 SVIP...IC m
DCGT ... -PF23 — CERMET 51 SVIP..V 112
A...SCFC... 34 DCGT...-PF33 41 SVIP..VIC 13
A...SCLC... 35 DCGT...-UWN 55 SVIP...X 116
A...sDOC... 66 DCGT...-UWS 54  SVPC...U 90
A...sDQC... 67  DCGW ...FN 52 SVPC...UIC 91
A...SDUC... 68  DCMT ... -M18R 49 SVQC... 93
A...SVIP 118 DCMT ... -PF43 47 SVUC... 92
A...SvOC... 98 DCMT ... -S07 50  SVUP...X 117
A...SvVQC... 99 DCMT...-S12 48  SVVCN...U 94
A...SVUC... 100 DNGU ...-A4 124 SVVCN ... UIC 95
SVXC... U 9%
C S SVXC... UIC 97
SVXP... 114
CCGT ... FN 27 SCAC...U 31 SVXP...IC 115
CCGT ... -PA6 21 SCLC... U 32
CCGT ... -PA7 200 SCLC.. UIC 33y
CCGT ... -PF23 18 SDAC... U 57
CCGT ... -PF23 — CERMET 26 SDHC... U 60  VCGT ... -A3 77
CCGT ... -PF33 19 SDHC...UIC 61  VCGT...FN 81
CCGT ... -UWN 29 spic... U 58  VCGT ... -PA6 76
CCGT ... -UWS 28 SpIC...UIC 59  VCGT...-PA7 75
CCMT ... -M18R 24 SDIN... 126 VCGT ... -PFO5 74
CCMT ... -PF43 22 SpIN...IC 127 VCGT ...-PF23 72
CCMT ... -S07 25 SDNCN ... U 64  VCGT ... -PF23 — CERMET 79
CCMT ... 512 23 SDNCN ... UIC 65  VCGT...-PF33 73
SDNC... U 62 VCGT...-UWN 83
D SDNC... UIC 63 VCGT...-UWS 82
SVAC... U 85  VCGW...FN 80
DCGT ... -A3 46 SVAP... 109 VCMT ... -PF43 78
DCGT ... FN 53 SVHC...U 88  VPET...TOP 106
DCGT ... -PA6 45 SVHC...UIC 89  VPGT...TOP 107
DCGT ... -PA7 44 SVIC...U 86  VPXT...TOP 108
DCGT ... -PF 42 svIC...UIC 87
DCGT ... -PFO5 43 SVIp... 110
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More multidec® products from the company UTII_

.
multidec®-SAW - Solid carbide circular saw blades N
N e
multidec®-SAW is a large range of high-performance
solid carbide circular saw blades that are
very versatile and flexible in use.

Article 400929

multidec®-5000 - High-performance parting-off tools

multidec®-5000 offers a comprehensive range of
high-quality, high-performance parting-off tools,
which have been specially developed for

use on sliding headstock automatic lathes

Article 400933

multidec®-CUT - G-LINE inserts

The performance boost in machining.
New technology for creation of

any three-dimensional chip-

breaker shapes.

Article 400870

multidec®-CUT — WATCH-LINE inserts

The WATCH-LINE range of turning inserts
is designed for the efficient machining
of very small parts in the watchmaking
industry.

Article 400918




More multidec® products from the company UTILIS

multidec®-LUB - Tool plates, complete

multidec®-LUB tool plate with an integrated coolant
system and a tool stop system, which can be quickly
and easily replaced with the existing one.

Increase the performance of your machine!

CITIZEN TORNOS

i s

multidec®-WHIRLING - The efficient way to make threads

multidec®-WHIRLING is the thread whirling
tool system with multiple cutting edges;
unlike the thread turning method,

this enables the thread to be finished
without burr in a single pass.

L =

SOLID CARBIDE

multidec®-MICRO TOOLS & -MILL - Solid carbide precision tools FRECIN OB

multidec®-MICRO TOOLS contain various
solid carbide micro tools for drilling,

milling and TORX® milling.

You will find a wide range of universal milling
tools in the multidec®-MILL product range.

i uriLis:

multidec®-CARE - From the idea to the machine

You have an order or an idea, and you want
to know how to implement it?

Together, we can realise a cost-effective
solution for you.

Article 400882

Article 300969

Article 400925

Article 400885
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