TURNFEED X-type

XWXPR/L

Positive rake
Double clamping system

Turning & Facing
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Cutting edge style X Right hand (R) shown.
Cat. No. SFIOCII_( Iilmer;sans (mn;) Applicable inserts Clamp set | Clamping screw Wrench
1
XWXPR/L2525M09 (@ (@ 25 | 25 |[150] 32
XWXPR/L3232P09 (@ @ 32 | 32 |170] 40 WPMTO090725ZPR/L-ML CSY-20 CSTB-5 IP-20T
XWXPR/L4040S09 (@ @ 40 | 40 |1250] 50 o 2132 |
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TOD Note: Care should be taken not to confuse the hand of inserts to be used.
|_
g ML type chipbreaker| BApplication on areas
9 Letter “L” is marked on the rake
< face of left hand inserts, allowi
L - ezcs?/?jisfinct?gn (;rf]?ﬁe iaic?‘gfmg € T9115 (T9105)
O inserts. £ ] T9125
< _ _ £ (T9025) @ T9125 (T9025)
i1 Zero point setting method = * For low to medium speed machining and
: : g interrupted cutting.
(X0,20) Ré4: Approximate corner radius a e Excels in chipping and impact resistance.
M -4z o
3 | AH120 ® T9115 (T9015)
e For continuous machining at medium to
Depth of cut: ap (mm) high speeds.
e Excels in both wear and impact resistance.
@® AH120 (Complementary grade for stain-
' less and mild steels)
¥ ¢ |n machining stainless and mild steels, if
chipping or breakage occurs, use AH120.
IStandard cutting conditions
i : Cutting speed Depth of cut Feed
Work materials Grades | Chipbreaker Ve (m/min) ap (mm)  (mm/rev)
Mild and low carbon steels (JIS SS400, S25C, etc.) <180 HB | T9125 150 (100 - 250)
Carbon and alloy steels (JIS S50C, SCM440, etc.) < 300HB T9115 150 (100 - 250)
ML 05-25 [1.5(0.5-2.5)
Stainless steels (JIS SUS304, SUS316, etc.) < 250 HB T9125 150 (100 - 250)
Grey and ductile cast irons (JIS FC250, FCD400, etc.) T9115 150 (100 - 250)
Note: When the side cutting edge is used for facing, the maximum feed is limited to within 1.0 mm/rev.
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