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Swiss-Line
i HAUR B R A % % 28 609 KB F Koo TF @Ak —FH R &,
® Swiss Type machines are becoming a popular alternative to large lathes and
machining centers in many companies.

® Carmex is introducing a new line of inserts and toolholders, developed for

automatic lathes and Swiss }Q@Pe machlnes
RMEX 3| N—/~%749 71 A %= 71 4%, Ao,
® Designed for economlc partlng, groovmg, profllmg and chamfering mass

production. i/t £ A2kt FH, GBI AGRTLE,

Advantages

Advance sub-micron grade (K10-K30) - a combination of strength,
toughness, wear resistance and edge sharpness.

e Grounded cutting edges. /& 4| 47 & 77

® Advance and unique PVD triple coatlng, for hlgh wear and
heat resistance. k4% 49PVD.= & it &, #Hat /. at
® For most types of material, including Stainless Steels,

Titanium and SuperAIons)ﬂ F A M A IS RGN, 4o bFoiB o4
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Finishing

L/ wmnI

Special Geometry

with internal
coolant bore,
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YRR Tredrumng i
® Three cutting edges. =/#| 2
® The insert can be indexed directly on the machine. 77 B <7 it & 4 £tk L4t 4445 &
® [nternal coolant to the cutting edge. A 4 & =T w A 42 4t 2| 4| 77
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Product Identification - Inserts

7 k472

G 19| R | WO05| TI5| BLU

G = Swiss Groove Insert Size Width+7 #| 27 % A& Carbide Grade:
GT = Swiss Threading L=19/20 mm W05 = 0.5 mm K20 = Uncoated
W06 = 0.6 mm BLU = PVD triple coating
G =4 L=72 i a4 . i
CT=4 4 v Radius 47 #| 7 R % B o Ao i B
R04 =0.4 mm
R = Full Radius RO5 = 0.5 mm
P = Parting ano 4
B = Back Turning ﬁzg - Zg ’f; ﬂdﬁ] A,
F = Front Turnin =60° threa
? As5=55°thread 4 A A
R=R#%
P=4y ;fr \4 \J
B=# (B 4a) . .
. b R= RightHand Cutting =% # -
— A
F=4% (#4) |- LeftHand Cutting L3 _I?1e5pih1 ;?n"r”;

RR = Right Hand Cutting T16=1.6mm

Right version % % 7 4 % % & = -
RL = Right Hand Cutting 122 - 2‘2 o
Left version #3444 58+ ’
LR = Left Hand Cutting
Right version £ 244+ 5 & =
LL = Left Hand Cutting
Left version £ 544l %% &%
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Right hand cutting & 5§ 17 A

Feed mm/rev
L Ordering Code W +0.02 T max R
Radial Axial
G19 R W05 T15 0.5 1.5 0 0.01-0.06 0.02-0.10
G19 R W06 T16 0.6 1.6 0 0.01-0.06 0.02-0.10
G19 RW07 T17 0.75 1.7 0 0.01-0.06 0.02-0.10
G19 R W08 T18 0.8 2.0 0.05 0.01-0.06 0.02-0.10
19 G19 R W10 T22 1.0 2.5 0.05 0.02-0.07 0.02-0.10
G19 RW12T24 1.2 3.0 0.05 0.02-0.07 0.02-0.10
G19 R W14 T28 1.4 3.0 0.05 0.03-0.08 0.02-0.10
G19 R W15 T30 1.5 3.0 0.05 0.03-0.08 0.02-0.10
G19 RW17 T34 1.7 4.0 0.05 0.04-0.09 0.02-0.20
G20 R W20 T40 2.0 4.0 0.1 0.05-0.10 0.02-0.20
20 G20 R W22 T45 2.25 5.0 0.1 0.05-0.10 0.02-0.20
G20 R W25 T50 25 6.0 0.1 0.05-0.10 0.02-0.20
G20 R W30 T60 3.0 6.0 0.1 0.05-0.10 0.02-0.20
=
Left hand cutting 7= 5§ 47 #!|
Feed mm/rev
L Ordering Code W +0.02 T max R
Radial Axial
G19 L W05 T15 0.5 1.5 0 0.01-0.06 0.02-0.10
G19 L W06 T16 0.6 1.6 0 0.01-0.06 0.02-0.10
G19 L W07 T17 0.75 1.7 0 0.01-0.06 0.02-0.10
G19L W08 T18 0.8 2.0 0.05 0.01-0.06 0.02-0.10
19 G19LW10T22 1.0 25 0.05 0.02-0.07 0.02-0.10
G19L W12 T24 1.2 3.0 0.05 0.02-0.07 0.02-0.10
G19L W14 T28 1.4 3.0 0.05 0.03-0.08 0.02-0.10
G19 L W15 T30 1.5 3.0 0.05 0.03-0.08 0.02-0.10
G19L W17 T34 1.7 4.0 0.05 0.04-0.09 0.02-0.20
G20 L W20 T40 2.0 4.0 0.1 0.05-0.10 0.02-0.20
20 G20 L W22 T45 2.25 5.0 0.1 0.05-0.10 0.02-0.20
G20 L W25 T50 25 6.0 0.1 0.05-0.10 0.02-0.20
G20 L W30 T60 3.0 6.0 0.1 0.05-0.10 0.02-0.20
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Groovingand Profiling m mm -
(full radius) R~ .-

<« L—>

Right hand cutting & F 47 #| Right Version ¢ 1
& F#% X
Feed mm/rev
L Ordering Code R +0.03 T max
Radial Axial

GR19 R R02 T15 0.25 1.5 0.01-0.06 0.02-0.10

GR19 R R04 T18 0.40 2.0 0.01-0.06 0.02-0.10

19 GR19 R R05 T22 0.50 25 0.02-0.07 0.02-0.10

GR19 R R06 T26 0.60 3.0 0.02-0.07 0.02-0.10

GR19 R R08 T33 0.80 3.5 0.04-0.09 0.02-0.20

GR19 R R10 T40 1.00 4.0 0.05-0.10 0.02-0.20

20 GR20 R R12 T50 1.25 6.0 0.05-0.10 0.02-0.20

GR20 R R15 T60 1.50 6.0 0.05-0.10 0.02-0.20

Left hand cutting £ 5 477 41|

Feed mm/rev
L Ordering Code R +0.03 T max
Radial Axial
GR19 L R02 T15 0.25 1.5 0.01-0.06 0.02-0.10
GR19 L R04 T18 0.40 2.0 0.01-0.06 0.02-0.10
19 GR19 L R05 T22 0.50 2.5 0.02-0.07 0.02-0.10
GR19 L R06 T26 0.60 3.0 0.02-0.07 0.02-0.10
GR19 L R08 T33 0.80 3.5 0.04-0.09 0.02-0.20
GR19 L R10 T40 1.00 4.0 0.05-0.10 0.02-0.20
20 GR20 L R12 T50 1.25 6.0 0.05-0.10 0.02-0.20
GR20 L R15 T60 1.50 6.0 0.05-0.10 0.02-0.20
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Right Version

Parting Off 74
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Left Version ‘

Right hand cutting 75 5 17 #| & F# A

GP19 RR W10 T54

19 GP19 RL W10 T54 1.0 15 5.4 0.02-0.09
GP19 RR W12 T54

GP19 RL W12 T54 12 15 5.4 0.02-0.09
GP20 RR W15 T64

GP20 RL W15 T64 1.5 15 6.4 0.04-0.10
P20 RR W18 T64

GP20 816 1.8 15 6.4 0.04-0.10

GP20 RL W18 T64
GP20 RR W20 T64
20 GP20 RL W20 T64 2.0 15 6.4 0.05-0.12
GP20 RR W25 T64
GP20 RL W25 T64
GP20 RR W30 T64

GP20 RL W30 T64

Left hand cutting %2 F 47 41

2.5 15 6.4 0.05-0.12

3.0 15 6.4 0.05-0.12

GP19 LR W10 T54

19 GP19 LL W10 T54 1.0 15 5.4 0.02-0.09
GP19 LR W12 T54

GP19 LL W12 T54 12 15 5.4 0.02-0.09
GP20 LR W15 T64

GP20 LL W15 T64 15 15 6.4 0.04-0.10
P20 LR W18 T64

s e 1.8 15 6.4 0.04-0.10

GP20 LL W18 T64
GP20 LR W20 T64
20 GP20 LL W20 T64 20 15 6.4 0.05-0.12
GP20 LR W25 T64
GP20 LL W25 T64
GP20 LR W30 T64

GP20 LL W30 T64

2.5 15 6.4 0.05-0.12

3.0 15 6.4 0.05-0.12
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Back Turning % %71 (1a7)

DETAILA

<L

Right Version }6%‘*?-;‘(‘

A=
Right hand cutting & F 17 4

19 GB19 R A30 30 12 0.1 3.4 4.3 0.5 5.4 0.05-0.15

20 | GB20 R A30 | 30 | 12 | o1 | 34 | 43 | 05 | 64 | 005015

Left hand cutting %2 F 47 #|

19 GB19 L A30 30 12 0.1 34 | 43 | 05 5.4 0.05-0.15
20 | GB20 L A30 | 30 | 12 | o1 | 34 | 43 | 05 | 64 | 0050.15

R 0.1

Front Turning % # — _Ei

Right hand cutting 4 3 47 41 @
- <
19 GF19 R T54 5.4 0.05-0.15 Right Version
20 | GF20 R T64 | 64 | 0050.15 Z I
y & F# X

Lefthand cutting %2 3 47 4]

19 GF19 L T54 5.4 0.05-0.15
20 | GF20 L T64 | 64 | 0050.15
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Threading - Partial Profile 60°
External Thread

60°% B F 42 4
4 92 45

Right Version

% FH# A

Righthand cutting % F 17 4|

0.5-1.5 48-16 GT19 R A60 2.8 1.1
19 1.75-3.0 14-8 GT19 R G60 2.8 1.7
0.5-3.0 48-8 GT19 R AG60 2.8 1.7

Left hand cutting % F 7 #1|

0.5-1.5 48-16 GT19 L A60 2.8 1.1
19 1.75-3.0 14-8 GT19 L G60 2.8 1.7
0.5-3.0 48-8 GT19 L AG60 2.8 1.7
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Threading - Partial Profile 55°

External Thread

55034, B & # 4
45 42, 4

Right Version

% FH4 X

Right hand cutting % F 47 #1|

0.5-1.5 48-16 GT19 R A55 2.8 1.0
19 1.75-3.0 14-8 GT19 R G55 2.8 1.7
0.5-3.0 48-8 GT19 R AG55 2.8 1.7

Left hand cutting % F 47 #|

0.5-1.5 48-16 GT19 L A55 2.8 1.0
19 1.75-3.0 14-8 GT19 L G55 2.8 1.7
0.5-3.0 48-8 GT19 L AG55 2.8 1.7
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Threading - ISO metric 60°

External Thread

60° 45 £ 7
4h 42, 41

Right Version

% FH4 A

Right hand cutting & F 47 #!|

0.5 GT19 R 0.51SO 2.8 0.6
0.7 GT19 R 0.7ISO 2.8 0.7
0.75 GT19 R 0.751SO 2.8 0.7
19 0.8 GT19 R 0.8I1SO 2.8 0.7
1.0 GT19 R 1.0ISO 2.8 0.8
1.25 GT19 R 1.25I1SO 2.8 1.0
1.5 GT19 R 1.5I1SO 2.8 1.1
1.75 GT19 R 1.751SO 2.8 1.3

Left hand cutting Z F 17 #/|

0.5 GT19 L 0.51SO 2.8 0.6
0.7 GT19 L 0.7ISO 2.8 0.7
0.75 GT19 L 0.75I1SO 2.8 0.7
19 0.8 GT19 L 0.8ISO 2.8 0.7
1.0 GT19 L 1.0ISO 2.8 0.8
1.25 GT19 L 1.251SO 2.8 1.0
1.5 GT19 L 1.5I1SO 2.8 1.1
1.75 GT19 L 1.75ISO 2.8 1.3




Swiss-Line & Carmex v
Threading - UN unified 60°

External Thread
60° % 4| UN
4542 4

Right Version ~

% FH# A

Right hand cutting & F 47 #1]

72 GT19 R 72UN 2.8 0.4
56 GT19 R 56UN 2.8 0.6
19 40 GT19 R 40UN 2.8 0.7
32 GT19 R 32UN 2.8 0.7
24 GT19 R 24UN 2.8 0.8
20 GT19 R 20UN 2.8 1.0

Left hand cutting % % 47 4|

72 GT19 L 72UN 2.8 0.4
56 GT19 L 56UN 2.8 0.6
19 40 GT19 L 40UN 2.8 0.7
32 GT19 L 32UN 2.8 0.7

24 GT19 L 24UN 2.8 0.8
20 GT19 L 20UN 2.8 1.0
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Swiss-Line

Product Identification - Toolholders

7 A 4% 1%

'

G = Swiss Vertical R=
L= Left
C=2R %% R=%
L=4
E = External
E=s 24t

G| E| R 1216
'

Shank Cross Section
n%%%@

K
.

Length of Toolholder
K=125mm

7+ KA

External Toolholders 4 7 4%

® Coolant through toolholders, for external turning in Swiss type lathes

machines. A A TIAE . 3% A H D BEAA

® The high pressure coolant is directed towards the insert cutting edge in
order to evacuate the chips created and avoid build up edge.

® Including a coolant connector for fast attachment on the machine.

HEAMNKAEES @I A WH T AF| 40 5B HERL

BLE—PASGELONAAREER R &S
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-

Fl

_ Coolant Connector

Adp ke

Righthand % # 747

**GER 0816 K 16 8 17 125 8 16 8 S21 K21 -
GER 1016 K 16 10 17 125 10 16 6 S21 K21 @4/ 26
GER 1216 K 16 12 17 125 12 16 4 S21 K21 @4/ 26
GER 1616 K 16 16 = 125 16 16 0 S21 K21 @4/ 26
GER 2020 K 20 20 - 125 20 20 0 S21 K21 @4/ 26
GER 2525 M 25 25 = 150 25 25 0 S21 K21 @4/ 26

* Diameter of coolant pipe A 4p % 4 4%
**Without coolant & 4 /A~ 4p
Lefthand ~z £ 7745

** GEL 0816 K 16 8 17 125 8 16 8 S21 K21 -
GEL 1016 K 16 10 17 125 10 16 6 S21 K21 @4/ 26
GEL 1216 K 16 12 17 125 12 16 4 S§21 K21 @4/ 26
GEL 1616 K 16 16 = 125 16 16 0 S21 K21 @4/ 26
GEL 2020 K 20 20 - 125 20 20 0 S21 K21 @4/ 26
GEL 2525 M 25 25 > 150 25 25 0 S21 K21 @4/ 26

* Diameter of coolant pipe Adpt f
** Without coolant 7 # A~ 4p
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Grooving - Parting Off - Turning - Profiling - Threading
Working Method

Parting Off i &

Threading gg L

Grooving R;f%

Back Turning | 4 % (/5 4a) | FrontTuming Z #
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Carbide Grades

K20

Uncoated Sub-Micron carbide grade for Aluminum and non-ferrous materials, Stainless Steels and

Titanium.

BLU

R 2R MARR LA TiI k425 FHEMAIlKEL

PVD triple layer coated Sub-Micron grade for Steel, Stainless Steels, Titanium and hard

materials.

= ZPVDR E RM AR R 64, ATM FEMN K645 84N

Cutting Data

. Cutting Speed m/min 47 7l i A
1ISO4z £ 150 Materials #4 #} =
Standard K20 3k 4 2 BLU # & 42
Low & Medium Carbon Steels
<0.55%C - So=aa0
4 High Carbon Steels >0.55%C - 70-120
Alloy Steels, Treated Steels - 40-80
Stainless Steel-Free Cutting 30-80 60-120
s X M Stainless Steel-Austenitic 20-70 30-90
Cast Steels 30-80 50-120
%4 Cast Iron 50-120 -
Aluminium <12%Si, Copper 120-250 -
VS
ek Aluminium >12%Si 90-200 =
Synthetics, Duroplastics, _ _
Thermoplastics Ze=ls
47?:72\/6\4\ 4k oA Nickel alloys, Titanium alloys. 20-50 30-70
58 4qHRC45-50 Hardened Steel, 45-50HRc = 20-50
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