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Parting & grooving rroduct overview

Parting & grooving inserts

Double sided
< S > -
ZT*D-MM ZT*D-MG ZT**-EG ZP*D-MG ZP*D-MG-R/L
2-8 2.5-6 1-6.5 2.5-6 2.35-2.85 Width
A399 A404 A407 A400 A401 Page
7 & F P
« 7 4
ZR*D-MG ZR*D-EG ZR*D-LH ZILD-LC
2.5-6 3-6 6-8 8 Width
A410 A411 A414 A415 Page
Single sided
2 Y
ZT*S-MM ZT*S-MG ZP*S-MG ZP*S-MG-R/L ZIMF-NM ZIGQ-NM
2.5-6 5-6 2.5-6 2.5:3 3-6 3-6 Width
A406 A405 A402 A403 A412 A413 Page
Three cutting edges
Qc**R/L Qc**R/L***R
0.75-4.8 1-4 Width
A417 A420 Page

A382
zcc-cT



Productovernview  Parting & grooving

External tool holders

-

GQC**R/L QE**R/L QE*S**N QE*S**N-1 QE*SN30 QE*SR/L QECDR/L
A453 A425 A431 A432 A427 A430 A428 Page
d ﬂ .o
o & & # 5
QF**R/L QF**RR/LL QF*DR/L QF*SRR/LL QFHSDR/L QX*DR/L Qzs*
A434 A436 A439 A438 Ad41 A429 A433 Page
QE**R/L-DGC QE**R/L-DGSC  QE**R/L-SC
A446 A448 A449 Page
Boring bars
C***.Q*DR/L  C40X-Q*DR/L  S*K-QC**R/L
Ad44 A443 A454 Page
“
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Parting & grooving

System overview

System information

Groove
width S

Groove depth
ar max.

Grooving

Parting

Turning

Page

QE system

System for radial parting off
and grooving and turning
Tool holders available for
internal and external machining
Available with targeted cooling
and direct supply of coolant via
the shank

Inserts with one or two cutting
edges

Inserts for precision grooving
available

2,0-6,0 mm

max 30,0 mm

W A425
® A444

QZ and QE system

System for radial parting off
and grooving

Insert holder and clamping block
in one

Self-clamping system

Inserts with one cutting edge
Can be used in a wide range of
applications

2,5-6,0 mm

max 60,0 mm

W A431

QF system

System for radial grooving and
turning

Penetration diameter range of
@ 48-400 mm

Screw clamped for maximum
stability

Inserts with two cutting edges
Tool holders available in a
neutral design or with a 90°
offset

Right base for M3

Left base for M4

2,0-6,0 mm

max 22,0 mm

W A434

QX system

System for undercutting
Shank holder with 45° approach
angle

Screw clamped for maximum
stability

For grooving inserts with two
cutting edges

For turning operations and
machining undercuts and
recesses. Can also be used in
copy turning applications

3,0-6,0 mm

max 4,0 mm

W A429

A384

W External tool holders

@® Boring bars




System overview Pa rting & grooving

System information

Groove
width S

Groove depth
ar max.

Grooving

Parting

Turning

Page

C*X-Q system

Special system for machining
aluminium wheels

Boring bar with 15° approach
angle

Screw clamped for maximum
stability

For grooving inserts with two
cutting edges

Penetration diameter range
from @ 160 mm

Special chip breakers for aluminium
machining

6,0-8,0 mm

max 80,0 mm

® A443

QE*S*N system

System specially designed for
heat-resistant alloys

Special chip breakers for
heat-resistant alloys

Screw clamped for maximum
stability

For grooving inserts with one
cutting edge

3,0-6,0 mm

max 22,0 mm

W A430

QC system

System for precision grooving
Tool holders available for
external and internal machining
Tangential screw clamping for
high stability and rigidity

Three cutting edges for high
efficiency

Precision-ground grooving
inserts with high tolerances
High repeatability even after
replacing insert

Grooving inserts with straight or
round cutting edge

Special feature with internal
machining: right tool holder +
left grooving insert / left tool
holder + right grooving insert

0,5-4,8 mm

max 5,0 mm

W A453
® A454
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Parting & grooving Tool holder orientation

Tool holders for axial machining

Tool holder Tool holder orientation
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Tool holder orientation Pa rting & grooving
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Parting & grOOVing Chip breaker overview

Grooving

MM PMK S )
s ”

Sintered chip breaker with straight cutting edge for general machining of steel, stainless steel, cast iron and difficult-to-
machine materials. Can be used for grooving, turning and parting off.

A

Turning

MG PMEK S

Sintered chip breaker for general machining of steel, stainless steel, cast iron and difficult-to-machine materials. Can be

used for grooving, turning and parting off.

Milling

MG PMK S
gﬂ' /

Universal chip breaker with round profile for general machining of steel, stainless steel and cast iron. Suitable for grooving

N

and profiling.

(@)

=

8 EG M P S

D Ground precision chip breaker for grooving and turning applications. Suitable for machining of stainless steel. E-tolerance
for high repeatability.

EG M P S
Ground precision chip breaker with round profile for grooving and turning applications. Suitable for machining of
stainless steel. E-tolerance for high repeatability.

Technical
Information

NM S

7 & @

Special chip breaker for machining of heat-resistant materials.

Index

A388
zcc-cT



Chip breaker overview Parting & grOOVing

Grooving

LC N

> o

Ground chip breaker for profile and turning applications of non-ferrous metals.

LH N

o7 7

Ground chip breaker for profile and turning applications of non-ferrous metals.
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Parti ng & g rOOVing Application fields of chip breakers
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Application fields of chip breakers Pa rtl ng & g rOOVi ng

Chip breaker

Application

Cutting edge design

ZR**** L H

Parting & grooving

Turning

05 [rmbo ol
L T
03! Frmgmmgmr e

‘
‘

02 f--1-- ==
01 f--t--
:

0

Round profile

15°

Zreee ) C

Parting & grooving

Turning

Round profile

60

v Very suitable

v Suitable

Bl Parting & grooving

Turning

A391
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Parting & grooving crade overview

Micro structure

Grade description

CVD coated P20-P35 carbide grade for medium operation to roughing of steel and casting
steel. Optimal performance of wear resistance and toughness for a wide application field.

CVD coated P20-P35 carbide grade for medium operation to roughing of steel and casting
steel in lower cutting speed.

PVD multilayer coated S05-520 carbide substrate for finishing to medium application of
super alloy material but also stainless steel. Good wear resistance and thermal stability in a
wide application field.

PVD coated S05-515 carbide substrate for finishing to medium application of super alloy
material, stainless steel and aluminum. Good wear resistance in a wide application field.

PVD multilayer coated P10-P30/M10-M25 carbide substrate for finishing to medium
machining of stainless steel, super alloys and steel (grooving/milling). Optimised coating
stability for higher wear resistance and thermal stability in a wide range of applications.

PVD multilayer coated P10-P30/M20-M40/515-S25 carbide substrate for finishing to
medium machining of stainless steel, super alloys and steel (milling). Excellent wear
resistance and thermal stability in a wide range of applications.

PVD coated P10-P30/M10-M25 carbide substrate for finishing to medium application of
stainless steel and steel (milling). Good wear resistance in a wide application field.

PVD coated P15-P30/M25-M40 carbide substrate for medium roughing application of
stainless steel and steel (milling). Good wear resistance and toughness.

Parting & grooving
Grade ISO
YBC252 P20 - P35
YBC251 P20 - P35
YBG105 505 - 520
YBG102 505-515
P10-P30
YB9320 M10 - M25
P10-P30
YBG205 M20 - M40
$15-525
P10-P30
YBG202 M10- M25
P15-P30
YBG302 M25 - M40
A392



Gradeoverview Parting & grooving

Parting & grooving
Grade ISO Micro structure Grade description
e

K05 - K20 Uncoated K05-K20/N05-N20 carbide substrate for fine to medium application in
YD101 . :

NO5 - N20 aluminum and other material.

K10-K30 Uncoated K10-K30/N10-N30 carbide substrate for medium application in aluminum and
YD201 :

N10-N30 other material.

A393

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Pa rti ng & g rOOVing Application fields of grades

CVD coated carbide grades for steel

+Ve A

P15

P25 - """"""""""""""""""""

YBC252

P35

PVD coated carbide grades for stainless steel

+Ve A

+Ve 4

M10

M10

YB9320
YBG205

YBG202

M20

M20

YBG302

YBG302

M30

M30

\/

_VC

o & @

PVD coated carbide grades for superalloys

\/

+Ve A
S05
YBG105
S10
YBG102
S20
v O & 98
A394

+f

&

9

+f



Application fields of grades  Parti ng & g roovi ng

Carbide grades for non-ferrous metals

+Ve A

N10

N20

Turning

A395

Milling
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Drilling
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Parting & grooving Application fields of grades

Application fields of grades - parting & grooving

I1SO

HC' (CVD)

HC' (PVD) HT

HC?

Ceramic HW

CBN

PCD

PO1

P10

P20

YBC251
YBC252

P30

P40

Mo1

M10

M20

M30

M40

K01

K10

K20

K30

NO1

N10

YD101

N20

YD102

N30

S01

S10

S20

YBG102
YBG105

S30

HO1

H10

H20

H30

Steel

Non-ferrous metals

Stainless steel

Heat-resistant alloys

Cast iron

Hardened materials

A396

HC' Coated carbide
HT Uncoated cermet
HC® Coated cermet
HW Uncoated carbide
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Parting & grOOVing System code - inserts

/P G D 04 04 - M

1 3 4 5) 6
Application Insert seat size [mm]
Code Description Groove width
zP Parting
v4) Grooving & turning Code Description
ZR Form turning B 2,0
E 2,5
F 3,0
G 4,0
H 50
K 6,0
L 8,0
1 2
No. of cutting edges Insert thickness S [mm]
Code Description
S Single E:’S
D Double Code S
02 2,0
025 2,5
03 3,0
04 4,0
05 50
06 6,0
08 8,0
3 4
Nose radius r [mm] Tolerance class [mm]
d Code Description
ﬂ,— M +0,13
Code r E +0,025
02 0,2
03 0,3
04 0,4
08 0,8
5 6
Chip breaker
Code Description
G General chip breaker
F Special chip breaker
M Straight edge

A398

7




nserts  Parting & grooving

Parting inserts

O  Ideal machining conditions
€3 Normal machining conditions
§% Unfavourable machining conditions

ZT** parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La S P && BODB
M @ M SOOG
K
R N @FY)
R — 1 S 0OBBG
Double cutting edge [l
IS0 R+0.1|Lamax| S | f gg §§§§§§ ==
g gegege 8¢
ZTBD02002-MM 0.2 13 2 |0,02-0,07 L) o
ZTED02503-MM 0.3 17 [2.5] 0,03-0,1 [
ZTFD0303-MM 0.3 7 3 |0,04-0,13 °
/ ZTGD0404-MM 0.4 22 4 10,06-0,18 °
v ZTHD0504-MM 0.4 22 5 |0,08-0,23 )
ZTKD0608-MM 0.8 22 6 |0,12-0,27 )
ZTLD0808-MM 0.8 28 8 |0,13-0,29| o ® O
® Ex stock © On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QF*D*R/L-H QF*D*LL-H QF*D*RR-H QF*D*R/L-L *-QBDR/L C***.Q*DR/L
<, ® o / /
A425 A434 A436 A436 A439 A444 A444

QE*D*R/L-DGC QE*D*R/L-DGSC QE*D*R/L-SC

A

A448

-

A446 A449

System code > A398 Grade selection ) A394

Technical info > A501

Cuttingdata > A456

A399
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Parting & grooving inserts

Parting inserts

O  Ideal machining conditions
€3 Normal machining conditions
§% Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La P &3¢ SRR
M SRR EX
K
R N O
:}—E S S QOBBB
Double cutting edge H
o — nNowaoNo
I1SO R+0.1 |La max|S+0.10 f o S JE RS =
(ONO] VYUYV Y = N
[ajlea) [oajrea By e R ca fifea) [alya)
> > >>>>>> > >
ZPED02502-MG 0.2 17 25 |0,03-0,1 [ ) o e
ZPFD0302-MG 0.2 17 3 0,04-0,13|® @ [ o e
/ ZPGD0402-MG 02 | 22 4 007018 e ° ° o
ZPHDO0503-MG 0.3 22 5 0,1-0,24 o e
ZPKD0604-MG 0.4 22 6 0,12-0,29| 0 o e
® Ex stock 0 On demand HC' Coated carbide
HW Uncoated carbide
Tool holders
QE*D*R/L QF*D*R/L-H QF*D*RR-H QF*D*LL-H QF*D*R/L-L C***.Q*DR/L QE*D*R/L-DGC
p -
(=) / g
A425 A434 A436 A436 A439 Ad44 A446
QE*D*R/L-DGSC QE*D*R/L-SC

A449

System code > A398

A 400

Grade selection > A394

Technical info > A501

o~

zcc-cT

Cuttingdata > A456



nserts  Parting & grooving

Parting inserts

O  Ideal machining conditions
€3 Normal machining conditions
§% Unfavourable machining conditions

ZT** parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
L P BB BODB
M BDBBEB
K
N oS
S COBHBHB
Right hand style o
IS0 lamax| L | S |8 |R| ¢ gg §§§§§§ ==
g gegege 8¢
ZPED02502-MG-6L 17 20 [2.35| 6° |0.2]0,03-0,08 [
ZPED02502-MG-6R 17 20 [2.35| 6° |0.2]0,03-0,08 [ °
ZPED02502-MG-15L 17 20 |2.35|15°|0.2|0,03-0,05 o
ZPED02502-MG-15R 17 20 |2.35|15°|0.2|0,03-0,05 [elie}

/ ZPFD0302-MG-6L 17 20 (2.85| 6° |0.2| 0,04-0,1 o e
ZPFD0302-MG-6R 17 20 (2.85| 6° |0.2| 0,04-0,1 [ell ©
ZPFD0302-MG-15L 17 20 [2.85|15°|0.2|0,04-0,08 e}l ©
ZPFD0302-MG-15R 17 20 [2.85|15°|0.3|0,04-0,08 ° o

® Ex stock 0 On demand HC' Coated carbide

HW  Uncoated carbide
Tool holders
QE*D*R/L
@)
A425
Systemcode .~ A398 Grade selection A394 Technical info A501 Cuttingdata = A456

A401
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Parting & grooving inserts

O  Ideal machining conditions
€3 Normal machining conditions

Parting inserts g8 Unfavourable machining conditions

Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
L 5 P 99 BBOB
ﬁ M COO%
K
N oS8
@B S 00HBS
Single cutting edge H
IS0 R+0.1[s+0.10| f gg é % 88g3g ==
g 2ggg8g 8¢
ZPES02502-MG 0.2 25 10,03-0,1 o o e
ZPFS0302-MG 0.2 3 0,04-0,13 ° ° °
ZPGS0402-MG 0.2 4 0,07-0,18 o e ¢}
ZPGS0402-MG-25 0.2 4 0,07-0,18 °
6/ ZPHS0503-MG 03 | 5 |01-024 oe
ZPHS0503-MG-25 0.3 5 0,1-0,24 °
ZPKS0604-MG 0.4 6 0,12-0,29 o e
ZPKS0604-MG-25 0.4 6 0,12-0,29 °
® Ex stock 0 On demand HC' Coated carbide
Single sided inserts only for parting blades HW  Uncoated carbide
Tool holders
QE*S*R/L QZ**+QE** QF*S*LL-H QF*S*RR-H QF*S*R/L-L QF*S*R/L-H
@ "0 ’ ® S .
A427 A432 A438 A438 A441 A442
System code ;}" A398 Grade selection > A394 Technical info ;3' A501 Cutting data } A456

N
- <






