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CCMT
2

£ U
Shape Clearance Angle Tolerance Insert Type
80° Diamond 7° Positive d +0.05 m=+0.08 Screw Down Clamping

rake s +0.13 Single Sided

Insert designation Grade s r Catalog Nr.  Page
CCMT 060204 NN LT 10 6 2,38 0,4 T0000055 13
CCMT 09T304 NN LT 10 9 3,97 0,4 T0000056 14
CCMT 09T308 NN LT 10 9 3,97 0,8 TO000117 15
CCMT 097308 WM LT 10 9 3,97 0,8 T0O000057 16
CCMT 120404 NN LT 10 12 4,76 0,4 T0001456 17
CCMT 120408 NN LT 10 12 4,76 0,8 T0001457 18
CCMT 120412 NN LT 10 12 4,76 1,2 TO001776 19

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CCMT 060204 NN [FEEEEEEEE]| [CEEEEEEEE] | |
CCMT 097304 NN EEEE EEEEEEE] | |

CCMT 09T308 NN [mmm ] SEEEEEE| [COEEEEEEE|
CCMT 09T308 WM  [(re=Em==m| EEEEEEE]

CCMT 120408 NN [ |
CCMT 120412 NN [T

[

[

\ [

| | |

CCMT 120404 NN [(EEEEEEEN]| [CoEEEEEmE]| [GEE ]
[ \ [

l [

EEEEEEE] EEEE

El Not Recommended B Acceptable B Recommended Excellent

80° Diamond shape inserts, with positive chip breaker geometry. Very popular and useful for Boring even of

small diameters, Facing and external turning operations.Machining Recommendation Guide - Please see Pg. 8
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CCMT 060204 NN Machining conditions Turning

Group

Optimal cutting

Material Brinell do.c[mm] feed [mm/rev] Amax  Vg[m/min]

Material Group . > conditions
No  Examples* hardness min | max min | max ] min | max d.o.c | feed
150 2.0 020 | 036 350
Low Carbon [ ?g;g ?'3:2 180 | 010 20 | 008 018 | 020 | 180 280 | 10 018
Steel ' 210 20 016 | 029 250
42 CrMo 4 180 2.0 018 | 0.29 280
St50-2 0.08
Alloy Steel 2 |cke0 280 | gqp 20 018 1 024}y B0 0 o5
e 1080 20 | 15 | 016 | 024 20| ©
4140 320 15 ‘ 014 | 019 180
220 2.0 016 | 0.24 190
280 15 014 | 024 150
X40 CrMoV 5 1 010 008 70 10 012
o H13 320 15 013 | 017 130
ig 40 NiCrMo 6
Alloy Steel 3 |40 350 15 013 | 0.14 100
§2-10-1-8 | 400 13 011 | 012 | 5 9 | 09 010
HSS M42 480 | 010 12 | 005 009 | 0.10 40 80 | 07 008
550 1.0 008 | 008 | 3 70 | 06 007
X5CNi18 9 | 210
4 o 0 250 20 | 008 016 | 022 | 170 270 | 10 = 015
Austenitic | 5 |ecaimor722) 20 | o190 18 | 008 014 [ 047 | 160 210 | 10 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122] _______
6 | mmon ez 15 | 008 013 | 014 | 70 150 | 10 @ 012
JLa 7 |07 |ameded| 010 20 | 008 016 | 020 | 170 250 | 10 015
Stainless Steel 430
Ma!'lensitic 8 X15Cr 13 Annealed 0.10 20 008 016 0.20 170 250 1.0 015
Stainless Steel 410 Treated 120 190
66 20 0.38 250
Grey 06 25 M0 1010 20 | 006 o018 | 036 | 170 230 | 10 o018
Cast Iron t0 230
66 30 0.36 210
GGG 40 210 0.29 230
Nodular GGG 50 260 | 010 20 | 006 016 [ 024 | 120 190 | 10 015
Cast Iron GGG 70 310 0.24 150
G-xo60Nicra2 | 450 | 010 1.0 | 006 o010 | 008 | 30 70 | 06 007
Inconel 625 0.14 25 35
Inconel 718 | ====-=-- 010 15 | 008 014 [ 014 | 28 40 | 10 012
Hastelloy C 0.17 40 65
TAGV4 | 010 15 | ooa 014|017 | % 60| 10 o014
40 013 [ o014 | 28 40 | 10 o012
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CCMT 060204 NN

[fEEEEEEEE]| [(CEEEEEEE] | ] | |

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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Turning Machining conditions CCMT 097304 NN

Group Material  Brinell  d.o.c[mm]  feed [nm/re] Amax Vg [m/min] OPém'“?gg"g

Material Group

& 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 CrMo 4 180 25 | (4 020 | 048 280
Alloy Steel 2 ng?gz 220 | g9 2% N 20 200 a0 o015
A= 1060 20 | T 20 | 018 | 040 20 | &7
4140 320 20 | 7 o016 | 032 180
220 25 018 | 040 190
x40Cov 5 1| 280 | o0 25 | 6g 016 1 040 0 50, 0 g
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |ocmmeniriz2 20 | 009 014|020 | 70 150 | 20 012
jelitfe 7 x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Ma!'lensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
. GG 20 10 0.64 250
rey
Cact Iron 0625 230 | 02 30 | 088 020 | 060 | 170 230 | 20 018
06 30 0.60 210
066 40 210 0.48 230
Nodular 046G 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
Gx260Nicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
Taevs | 020 20 | oo 016|028 | 3B 60 | 20 o4
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CCMT 097304 NN [Cemmmm | [Cooosmsms] | [ | |
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Machining conditions Turning

CCMT

Group Material  Brinell do.c[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group conditions

* 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |ckeo 280 | gy 40 040 4 12y B0 a0 03
R 1060 20 | 0 40| 0% | 12 a0 | 07
4140 320 35 | 0 035 | 10 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 40 040 | 12 150
0.50 0.18 70 25 | 028
- H13 320 30 035 | 08 130
ig 40 NiCrMo 6
FATIRR 3 | 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 50 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 | 04 40 80 | 1.7 020
550 17 020 03] 30 70| 10 018
4 |x5cmitgo | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
st 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
o 170 | 250
Martensitic | g |xiscr13 (Ameadl o500 1 o0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 0625 M0\ os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 260 | 050 50 | 015 050 | 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035| 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
A6V | 050 30 | o1 0¥ | 08| B 60| 20 0
T40 030 | 06 28 4 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CCMT 097308 NN [mmm | BRI [FEEEEEEEE| [ | [ |

TECHNOLOGIES
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Turning Machining conditions CCMT 097308 WM

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

% 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | oso 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |cke0 280 | gy 40 040 1 120 oy 20 a0 00
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
050 0.18 70 25 028
o H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 50 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 0.4 40 80 17 020
550 17 020 03] 30 70| 10 018
X5CrNi18 9 | 210
U 0 250 50 | 020 o040 | 10| 170 270 | 30 035
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 o032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 40 | 018 035 | 06| 70 150 | 25 028
jelitfe 7 x8c7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0, 0l g0 gas | g9 | 10 20 a5 om
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 0625 M0\ os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 50 | 015 05 | 13| 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
Gx260Nicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
Taevs | 050 30 | oqg 0| 08| 35 60| 20 030
T40 0.30 06 28 40 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CCMT 09T304 WM  [(CE==m=mEm| [(CEEsss=m| | | [ |

TECHNOLOGIES
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CCMT 120404 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group o
Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 3.0 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 08
Steel ' 210 25 018 | 048 250
42 CrMo 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |cke0 220 | g9 2% 020 1 040 1 oy 200 50 ats
e 1080 20 | 20 | 018 | 040 20 | &7
4140 320 20 016 | 032 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
LI DATALLCURE A [— 20 | 009 o014 | 020 | 70 150 | 20 @012
316 Ti Duplex/ Nitronic|
Ferritic 7 X807 |ameded| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 o0 | g g | o2s | 0 20| a0 oo
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
R 66 25 M 1020 30 | 008 o020 | os0 | 170 230 | 20 o018
Cast Iron t0 230
06 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-X260NiCra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | =------ 020 20 | 010 o016 | 024 | 28 40 | 20 012
Hastelloy C 0.28 40 65
TA6VA | 020 20 | ogg 016|028 | 35 60| 20 o014
T40 014 | 024 28 40 20 | 012
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CCMT 120404 NN [fEEEEEEEE]| [‘OEEEEEEE] [CEE | | ]

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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Turning ' Machining conditions CCMT 120408 NN

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

% 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | oso 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |cke0 280 | gy 40 040 1 120 oy 20 a0 00
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
050 0.18 70 25 028
o H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 50 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 0.4 40 80 17 020
550 17 020 03] 30 70| 10 018
X5CrNi18 9 | 210
U 0 250 50 | 020 o040 | 10| 170 270 | 30 035
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 o032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 40 | 018 035 | 06| 70 150 | 25 028
jelitfe 7 x8c7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0, 0l g0 gas | g9 | 10 20 a5 om
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 0625 M0\ os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 50 | 015 05 | 13| 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
Gx260Nicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
Taevs | 050 30 | oqg 0| 08| 35 60| 20 030
T40 0.30 06 28 40 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CCMT 120408 NN | | [EEm | [CoeEEEmEE] | | |

TECHNOLOGIES
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Machining conditions Turning

CCMT

Group Material  Brinell do.c[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group conditions

& 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 Crio 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |cke0 220 | gy 40 040 1 12y B0 a0 03
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
050 0.18 70 25 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 50 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 04 40 80 17 020
550 17 020 03] 30 70| 10 018
X5CNi18 9 | 210
U 0 250 50 | 020 o040 | 10| 170 270 | 30 @ 035
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 40 | 018 035 | 06 | 70 150 | 25 028
jeliife 7 x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0y 0| g0 gas | g9 | 10 0 a5 gm
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 0625 M0 | os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 260 | 050 50 | 015 05 | 13 | 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
G-x260NiCra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
Taevs | 050 30 | ogg 0¥ | 08| 3 60| 20 030
T40 0.30 06 28 40 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CCMT 120412 NN EEEE [FEEEEmEEE] [GEEEEEm | | ]

TECHNOLOGIES
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Shape Clearance Angle Tolerance Insert Type
80° Diamond 0° No rake d +0.05 m=+0.08 Cylindrical hole,
s +0.13 No Chip breaker.

Insert designation Grade Catalog Nr. Page

CNMA 120416 NN LT 10 12 | 4,76 1,6 T0O000612 | 21

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNMA 120416 NN | | [EEm | [CEEEEmEmm] [GEE |  [EEEEm ]

80° Diamond shape flat insert. Strong edge preparation mainly for Gray Cast Iron machining. For
general purpose Turning, Facing and Boring operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

JC

TECHNOLOGIES

20



Machining conditions Turning

Material Group Gr'\(lJ(L)lp g/)l(&;tﬁ:l’cllé . hBr(iineII doc[mm]  feed mmirev] ?mmr?] Vig [m/min] Opggp]ﬂiggrﬁg"g
p AIONESS. i max min max min max  doc | feed
Low Carbon 1 %128 ?I(;:g 180 CNMA inserts are not recommended for Low Carbon Steel
Steel ’ 210
42 CrMo 4 180
St 50-2 230
Alloy Steel 2 |Ck60 CNMA inserts are not recommended for Alloy Steel
1060 280
4140 320
220
X40 CrMov 51| 280
_ H13 320
High 3 [|4ONICMo6 | oy CNMA inserts are not recommended for High Alloy Steel
Alloy Steel 4340
$2-10-1-8 400
HSS M42 480
550
4 |xscmitg 9 | 210
304 to 250
Austenitic 5 X2 CrhiMo 17 2.2 230 CNMA inserts are not recommended for Austenitic Stainless Steel
Stainless Steel 316 10270
6 |xecmimoTiizize|
316 Ti Duplex / Nitronic|
Ferrmc 7 | X8Cr7 Annealed CNMA inserts are not recommended for Ferritic Stainless Steel
Stainless Steel 430
iti Annealed
évtle?i:ltf:sssltlscteel 8 ﬂg Cri3 Treated CNMA inserts are not recommended for Martensitic Stainless Steel
GG 20 3.0 250
Grey 06 25 01050 50 | 020 0% | 27 | 10 230 | 40 060
Cast Iron to 230
GG 30 2.7 210
GGG 40 210 23 230
Nodular GGG 50 260 0.50 5.0 020 070 2.0 120 190 40 0.50
Cast Iron GGG 70 310 18 150
G-X260NiCr42 [ 450 0.50 1.8 006 015 | 0.25 30 50 1.2 0.12
Inconel 625
Inconel 718 | ===----- CNMA inserts are not recommended for Exotic materials
Hastelloy C
TiAI 6 V4 ) ) )
m | CNMA inserts are not recommended for Exotic materials

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CNMA 120416 NN | | [E== | [CessEmmEE]| [GE= | [FEEEEm ]

TECHNOLOGIES
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C NM G
g m ]

Shape Clearance Angle Tolerance Insert Type
80° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided

Insert designation Grade I s r Catalog Nr.  Page
CNMG 120404 NN LT 10 12 4,76 0,4 T0O000491 23
CNMG 120408 NN LT 10 12 4,76 0,8 TO000059 24
CNMG 120408 NR LT 10 12 4,76 0,8 T0001436 25
CNMG 120408 NP LT 10 12 4,76 0,8 TO001966 26
CNMG 120408 WM LT 10 12 4,76 0,8 TO000060 27
CNMG 120412 NN LT 10 12 4,76 1,2 TO000061 28

All Purpose Chipbreaker Wiper Medium chip breaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNMG 120404 NN [(fEEEE | [fCoE=EE=s| | | | |
CNMG 120408 NN [fEs | [fEEEEE | [(ieessE=s| [-csssm | [C66 |
CNMG 120408 NR | I CTT] | [(FEEEEEEE| [CoEEEEEEE| [TSESEEEEE]
CNMG 120408 NP [fEm | |[femsmm | [-oee=ssmm| [cssss | [58|
CNMG 120408 WM [(FEEEEEEE| [ Co===EEE| [08 | [FEm | [EEm |
CNMG 120412 NN | ] [EEm | [CoEsEEEEE| [TOEEEEEEE]| [CSEEEEEEE]

The most popular general purpose Turning inserts. Use for Turning, Facing and Boring operations.

. Not Recommended 2 Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

TECHNOLOGIES
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CNMG 120404 NN Machining conditions Turning

Group

Optimal cutting

Material Brinell do.c[mm] feed [mm/rev] Amax  Vg[m/min]

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 08
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |cke0 220 | g9 2% 020 1 040 1 oy 200 50 ats
e 1080 20 | 20 | 018 | 040 20 | &7
4140 320 20 016 | 032 180
220 25 018 | 040 190
280 25 016 | 040 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic | 5 |ecamo1722 230 | g9 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
LI DATALLCURE A [— 20 | 009 014|020 | 70 150 | 20 012
316 Ti Duplex/ Nitronic|
Ferritic 7 X807 |ameded| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 o0 | g g | o2s | 0 20| a0 oo
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
R 66 25 M 1020 30 | 008 o020 | os0 | 170 230 | 20 o018
Cast Iron t0 230
06 30 0,60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-X260NiCra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | =------ 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
Taevs | 020 20 | ogg 016|028 | 35 60| 20 o014
T40 014 | 024 28 40 20 | 012
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut

CNMG 120404 NN

[FEEEEm | [FEEEEEEEE]| [ | [ | [ |

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4

TECHNOLOGIES
23

CNMG



Turning ' Machining conditions CNMG 120408 NN

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

% 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | oso 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |cke0 280 | gy 40 040 1 120 oy 20 a0 00
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
050 0.18 70 25 028
o H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 50 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 0.4 40 80 17 020
550 17 020 03] 30 70| 10 018
X5CrNi18 9 | 210
U 0 250 50 | 020 o040 | 10| 170 270 | 30 035
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 o032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 40 | 018 035 | 06| 70 150 | 25 028
jelitfe 7 x8c7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0, 0l g0 gas | g9 | 10 20 a5 om
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 0625 M0\ os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 50 | 015 05 | 13| 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
Gx260Nicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
Taevs | 050 30 | oqg 0| 08| 35 60| 20 030
T40 0.30 06 28 40 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CNMG 120408 NN [FEm | [(EEEEE | [CEEEEEEEE EEEE [Emm__ ]

TECHNOLOGIES
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CNMG 120408 NR Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group o
Material Group . > conditions
No  Examples* hardness min | max min | max ] min | max d.o.c | feed
150 50 068 | 23 330
PRI 1 (S5 098 | qgo | os0 50 | 027 068 | 23 | 180 280 | 40 050
Steel ' 210 50 060 | 20 250
42 CrMo 4 180 50 060 | 20 280
st50-2 0.27
Alloy Steel 2 |Ckeo 280 | gy 30 060 | 15 120 250 40 | 045
e 1060 20 | 0 50 | . 0% 15 20 | T
4140 320 40 ' 053 | 13 180
220 50 060 | 15 190
X40 CrMov 51| 280 5.0 0.60 15 150
0.50 0.23 70 40 | 040
" H13 320 40 053 | 12 130
ig 40 NiCrMo 6
Ally Steel 3 |40 350 40 053 | 12 100
$2-10-1-8 400 35 045 | 09 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 07 | 40 80 | 29 030
550 25 028 | 05| 30 70| 25 025
X5CNi18 9 | 210
4 o 0950 50 | 026 052 | 13| 170 270 | 40 = 040
Austenitic | 5 |ecnimot722) 20 | g50 50 | 023 046 | 11| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122] _______
I I 50 | 023 046 | 08| 70 150 | 40 032
s 7 |xcr7 |ameaed| 050 50 | 020 046 | 11| 170 250 | 40 035
Stainless Steel 430
Martensitic | g |xscris  [AMEdR) o0 gy | gngggs | qq | 10 2010 g
Stainless Steel 410 Treated 120 190
66 20 2.3 250
Grey 0625 M0 1050 50 | 020 o090 | 20| 170 230 | 40 060
Cast Iron t0 230
GG 30 20 210
GGG 40 210 1.7 230
Nodular GGG 50 260 | 050 50 | 020 o070 | 15| 120 190 | 40 050
Cast Iron GGG 70 310 14 150
G-x260Nicr42 | 450 | 050 1.8 | 006 015 | 02| 30 50 | 12 012
Inconel 625 1.1 25 35
Inconel 718 | === 050 50 | 026 046 [ 1.1 28 40 | 30 038
Hastelloy C 1.2 40 65
TA6V4 | 050 50 | 03 04| 12| 3 60| 30 038
T40 039 [ 09 28 40 | 30 032
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CNMG 120408 NR | ] [eEm | EEEEEEE [FEEEEEEEE| IEEEEER

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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Turning Machining conditions CNMG 120408 NP

Group Material  Brinell  d.o.c[mm]  feed [nm/re] Amax Vg [m/min] OPEm'igg;fsi"g

Material Group

% 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 068 | 23 330
PRI 1 (S5 098 | qgo | os0 50 | 027 068 | 23 | 180 280 | 40 050
Steel ' 210 50 060 | 20 250
42 CrMo 4 180 50 060 | 20 280
St50-2 0.27
Alloy Steel 2 |cke0 280 | gy 30 060 1 151 g 200 4o oss
e 1060 2 | 7 50 | . 0% 15 20 | 7
4140 320 40 | 77 o0s3 | 13 180
220 50 060 | 15 190
X40 CrMov 5 1| 280 5.0 0.60 15 150
050 0.23 70 40 040
o H13 320 40 053 | 12 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 12 100
$2-10-1-8 400 35 0.45 09 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 07 | 40 80 | 29 030
550 25 028 | 05| 30 70| 25 025
X5CrNi18 9 | 210
U 0 250 50 | 026 052 | 13| 170 270 | 40 040
Austenitic 5 [recmmorrzel 20 | og0 50 | 023 o046 | 11| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 50 | 023 046 | 08| 70 150 | 40 @ 032
jelitfe 7 x8c7  |ameaed| 050 50 | 020 o046 | 11| 170 250 | 40 035
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0 oo ) g0 g | qg |10 B0 40 0s
Stainless Steel 410 Treated 120 190
GG 20 2.3 250
Grey 0625 M0\ os0 50 | 020 09 | 20| 170 230 | 40 060
Cast Iron t0 230
GG 30 20 210
GGG 40 210 1.7 230
Nodular 066 50 260 | 050 50 | 020 o070 | 15| 120 190 | 40 050
Cast Iron GGG 70 310 14 150
G-x260NiCra2 | 450 | 050 1.8 | 006 015 | 02 | 30 50 | 12 @ 012
Inconel 625 1.1 25 35
Inconel 718 | === 050 50 | 026 046 | 11| 28 40 | 30 038
Hastelloy C 1.2 40 65
Taevs | 050 50 | 0s3 04| 12| 35 60| 30 038
T40 0.39 09 28 4 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

CNMG 120408 NP [(iE ] |[Fusmss | [fosssssss] [fessss | (268 |
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CNMG 120408 WM Machining conditions Turning

Group

Optimal cutting

Material Brinell do.c[mm] feed [mm/rev] Amax  Vg[m/min]

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |cke0 220 | gy 40 040 4 12 120 250 30 030
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 : 035 | 1.0 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 028
" H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Ally Steel 3 |40 350 30 035 | 08 100
$2-10-1-8 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 | 04 40 80 | 17 020
550 17 020 | 03| 3 70| 10 018
X5CNi18 9 | 210
4 o 0950 50 | 020 040 | 10| 170 270 | 30 @ 035
Austenitic | 5 |ecamotr22 230 | g0 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [memmentn 22 40 | 018 035 | 06| 70 150 | 25 028
JLa 7 |07 |ameded| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | g |xscris  [AMEdRd) o0y |05 gzs | g9 | 10 201 50 g5
Stainless Steel 410 Treated 120 190
66 20 20 250
Grey 0625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GGG 50 260 | 050 50 | 015 050 | 13| 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
G-xo60Nicrd2 | 450 | 050 1.7 | 011 025 | 04| 30 50 | 1.0 018
Inconel 625 0.7 25 35
Inconel 718 | =-==---- 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAV4 | 050 30 | 01g 0% | 08| 3 60| 20 030
T40 030 | 06 28 4 | 20 028
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CNMG 120408 WM EEEEEEE IEEEEEE| [CEE T ] | [EEm |

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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Turning Machining conditions CNMG 120412 NN

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

% 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 068 | 3.1 330
PRI 1 (S5 098 | qgo | oso 50 | 027 068 | a1 | 180 280 | 40 050
Steel ' 210 50 060 | 26 250
42 CrMo 4 180 50 060 | 26 280
St50-2 0.27
Alloy Steel 2 |cke0 280 | gy 30 060 1 20 1 oy 200 40 oas
e 1060 20 | 0 50 | . 0% 20 20 | 7
4140 320 40 | 77 oss | 17 180
220 50 060 | 20 190
X40 CrMov 5 1| 280 50 060 | 20 150
050 0.23 70 40 | 040
o H13 320 40 053 | 16 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 16 100
$2-10-1-8 400 35 0.45 1.2 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 09 | 40 8 | 29 030
550 25 028 | 06| 30 70| 25 025
X5CrNi18 9 | 210
4 0 250 50 | 026 052 | 17| 170 270 | 40 040
Austenitic 5 [recmmorrzel 20 o500 | 023 o046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 023 046 | 10| 70 150 | 40 @ 032
jelitfe 7 x8C7  |ameaed| 050 50 | 020 o046 | 15| 170 250 | 40 035
Stainless Steel 430
Martensitic | ¢ |xisoriz  [Ameded o0 oo ) g0 g | qs | 10 B0 40 0ss
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 0625 M0\ os0 50 | 020 o090 | 27| 170 230 | 40 0g0
Cast Iron t0 230
GG 30 2.7 210
066 40 210 23 230
Nodular 066 50 20 | 050 50 | 020 070 | 20 | 120 190 | 40 @ 050
Cast Iron GGG 70 310 18 150
G-X260NiCrd2 | 450 | 050 18 | 006 015 | 03| 30 50 | 12 012
Inconel 625 1.4 25 35
Inconel 718 | === 050 50 | 026 046 | 14 | 28 40 | 30 038
Hastelloy C 1.6 40 65
Taevs | 050 50 | o3 04| 16| 3 60 | 30 03
T40 0.39 12 28 4 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CNMG 120412 NN | ] [emm | [fEEEEEEEE| [CCEEEEEEE EEEEEEE

TECHNOLOGIES
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CNMM
o] 0 L]

Shape Clearance Angle Tolerance Insert Type _
80° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade I S r Catalog Nr.  Page
CNMM 120408 NR LT 10 12 4,76 0,8 TO000669 30
CNMM 120412 NR LT 10 12 4,76 1,2 TO000671 31

Roughing chip breaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNMM 120408 NR | | ] [ [Femmmm | [-o==mm |
CNMM 120412 NR | | | [Ew | [(EEEEEEEE| [CEEEEEEEE|

| ' ' ' ' i ' f

80° Diamond shape, single sided inserts. Strong cutting edge for roughing operations which inclu-
des interrupted cut, high feeds and high depth of cut.

. Not Recommended 2 Acceptable Recommended Excellent

B ==

Machining Recommendation Guide - Please see Pg. 8

&
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Turning ' Machining conditions CNMM 120408 NR

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

k- 2
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 7.0 060 | 30 330
Low Carbon [ fg;g fgjg 180 | 120 70 | 030 060 | 26 | 180 280 | 50 045
Steel ' 210 7.0 060 | 24 250
42CrMo 4 180 7.0 052 | 22 280
St50-2 0.28
Alloy Steel 2 |Cke60 230 1.00 70 0.40 20 120 250 50 @ 0.36
e 1060 2 | 70| . 0% 16 20 | 77
4140 320 70 | 77 03| 14 180
220 7.0 042 | 18 190
X40 CrMov 5 1| 280 7.0 034 | 14 150
0.80 025 70 50 035
o H13 320 50 030 | 12 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 50 028 | 11 100
$2-10-1-8 | 400 40 024 | 09| 5 9 | 30 02
HSS M42 480 | 080 35 | 015 020 08 40 80 | 25 018
550 30 018 | 06| 30 70| 20 016
X5CrNi18 9 | 210
4 o 250 70 | 025 o042 | 18| 170 270 | 50 032
Austenitic | 5 |ecnimor722) 20 | q00 50 | 023 038 | 16| 160 210 | 50 028
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 021 035 | 14| 70 150 | 50 025
jelitfe 7 x8C7  |ameaed| 100 70 | 023 o042 | 18| 170 250 | 50 032
Stainless Steel 430
Martensitic | ¢ |xisoriz  [Ameded o0 o0 ) gos g | qg | 10 20 o0 gm
Stainless Steel 410 Treated 120 190
GG 20 2.8 250
Grey 0625 M0 o0 70 | 023 o060 | 26| 170 230 | 50 040
Cast Iron t0 230
GG 30 24 210
066 40 210 26 230
Nodular 066 50 20 | 080 70 | 021 050 | 24 | 120 190 | 50 @ 038
Cast Iron GGG 70 310 2.2 150
G-X260NiCrd2 | 450 | 050 18 | 006 015 | 03| 30 50 | 12 012
Inconel 625 12 25 35
Inconel 718 | === 080 50 | 026 038 | 12| 28 40 | 30 032
Hastelloy C 1.4 40 65
TAGV4 | 080 50 | o3 0B | 14| B 60| 30 0%
T40 0.34 1.0 28 40 | 30 030

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CNMM 120408 NR | | | [ [Feeeem | [FEsmem |

TECHNOLOGIES
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Group

Machining conditions Turning

Optimal cutting

Material Brinell do.c[mm] feed [mm/rev] Amax  Vg[m/min]

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 7.0 080 | 35 330
Low Carbon [ ?g;g ?'3:2 180 | 150 70 | 035 080 | 32 | 180 280 | 50 060
Steel ' 210 70 080 | 28 250 CNMM
42 CrMo 4 180 7.0 070 | 30 280
5t50-2 032 -
Alloy Steel 2 |Ck60 230 1.20 70 065 26 120 250 50 @ 042
e 1080 20 | T 70| 0055 23 20 | 7
4140 320 7.0 ‘ 050 | 2.1 180
220 7.0 060 | 26 190
X40 CrMov 51| 280 7.0 0.50 2.3 150
1.00 0.28 70 40 035
o H13 320 50 040 | 20 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 50 035 | 1.8 100
$2-10-1-8 | 400 40 03 | 15| 5 9 | 35 029
HSS M42 480 | 1.00 35 | 017 030 1.2 40 80 | 30 027
550 3.0 025 | 10| 3 70| 25 023
4 |sCmitgo | 210 70 | 028 o058 | 28| 170 270 | 40 032
304 to 250
Austenitic 5 [recmmorrzgl 20 | qe0 50 | 025 o052 | 22| 160 210 | 40 028
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 50 | 025 050 | 19| 70 150 | 40 @ 025
Ferritic 7 X807 |ameded| 120 70 | 028 052 | 28 | 170 250 | 40 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0 o0 | gos gs | ag | 10 B0 40 om
Stainless Steel 410 Treated 120 190
GG 20 38 250
Grey 06 25 M0 s 70 | 028 090 | 35| 170 230 | 40 040
Cast Iron t0 230
GG 30 3.2 210
GGG 40 210 35 230
Nodular GG 50 260 | 120 70 | 022 o075 | 32| 120 190 | 40 038
Cast Iron GGG 70 310 3.0 150
G-xo60Nicra2 | 450 | 100 24 | 012 024 | 05| 30 50 | 12 018
Inconel 625 1.4 25 35
Inconel 718 | -------- 1.20 5.0 028 045 16 28 40 3.0 0.32
Hastelloy C 1.6 40 65
TA6VA | 100 50 | ops 04| 12| % 60| 30 03
T40 0.40 1.0 28 4 | 30 030
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CNMM 120412NR | | | [oEm | [FEEEEEEEE] [FEEEEEEEE]

TR T S T T S T S S N ST ST S T S S R
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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CNMP
E o m]

Shape Clearance Angle Tolerance Insert Type
80° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided

Insert designation Grade I s r Catalog Nr. Page
CNMP 120408 NN LT 10 12 4,76 0,8 T0000062 33
CNMP 120412 NN LT 10 12 4,76 1,2 TO000063 34

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNMP 120408 NN  [fE= | [ComEEm___ | [CoeEEEEsm] [CEEEEE | [EEE |
CNMP 120412 NN | | [EEm | [fEEEEEEEE] [(TEEEEEEE]| [COEEEEEEE

PR T T S S S S S T S S S A S S S
12 3 4ANENN1 2 3 AJNEN1 2 3 4JJEN1 2 3 JNE1 2 3 4

80° Diamond shape, double sided inserts with positive chip breaker geometry. Generates low cut-
ting forces, suitable for High Temperature Alloys.

Not Recommended Acceptable Recommended Excellent

TECHNOLOGIES
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Group

Machining conditions Turning

Optimal cutting

Material Brinell do.c[mm] feed [mm/rev] Amax  Vg[m/min]

Material Group . > conditions
No ' Examples* hardness min [ max min | max T min | max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 | g 040 | 12 280
5t50-2 230 40 ' 040 | 12 250 CNMP
2 0.50 120 30 030
AR o0 280 40 | 03| 12 210 ]
4140 320 35 035 | 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Ally Steel 3 |40 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 03 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 | 17 020
550 17 020 | 03| 30 70| 10 o018
Xsci1g 9 | 210
o 0950 50 | 020 o040 | 10| 170 270 | 30 035
Austenitic | 5 |ecamotr22 230 | g0 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122] _______
6 [memmentn 22 40 | 018 035 | 06| 70 150 | 25 028
jeliife 7 |07 |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | g |xscris  [AMEdRd) o0y |05 gzs | g9 | 10 201 50 g5
Stainless Steel 410 Treated 120 | 190
6G 20 20 250
Grey 0625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GGG 50 260 | 050 50 | 015 050 [ 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
Gx260Nicra2 | 450 [ 050 17 | 011 025 | 04| 30 50 | 10 @ 018
Inconel 625 0.7 25 35
Inconel 718 | ---=---- 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | 01g 0% | 08| 3 60| 20 030
T40 030 | 06 28 4 | 20 028
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CNMP 120408 NN [Emm | [fEEEEE_ | [CESEEEEEE] EEER L]

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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Turning Machining conditions CNMP 120412 NN

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

% 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 068 | 3.1 330
PRI 1 (S5 098 | qgo | oso 50 | 027 068 | a1 | 180 280 | 40 050
Steel ' 210 50 060 | 26 250
42 CrMo 4 180 50 060 | 26 280
St50-2 0.27
Alloy Steel 2 |cke0 280 | gy 30 060 1 20 1 oy 200 40 oas
e 1060 20 | 0 50 | . 0% 20 20 | 7
4140 320 40 | 77 oss | 17 180
220 50 060 | 20 190
X40 CrMov 5 1| 280 50 060 | 20 150
050 0.23 70 40 | 040
o H13 320 40 053 | 16 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 16 100
$2-10-1-8 400 35 0.45 1.2 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 09 | 40 8 | 29 030
550 25 028 | 06| 30 70| 25 025
X5CrNi18 9 | 210
4 0 250 50 | 026 052 | 17| 170 270 | 40 040
Austenitic 5 [recmmorrzel 20 o500 | 023 o046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 023 046 | 10| 70 150 | 40 @ 032
jelitfe 7 x8C7  |ameaed| 050 50 | 020 o046 | 15| 170 250 | 40 035
Stainless Steel 430
Martensitic | ¢ |xisoriz  [Ameded o0 oo ) g0 g | qs | 10 B0 40 0ss
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 0625 M0\ os0 50 | 020 o090 | 27| 170 230 | 40 0g0
Cast Iron t0 230
GG 30 2.7 210
066 40 210 23 230
Nodular 066 50 20 | 050 50 | 020 070 | 20 | 120 190 | 40 @ 050
Cast Iron GGG 70 310 18 150
G-X260NiCrd2 | 450 | 050 18 | 006 015 | 03| 30 50 | 12 012
Inconel 625 1.4 25 35
Inconel 718 | === 050 50 | 026 046 | 14 | 28 40 | 30 038
Hastelloy C 1.6 40 65
Taevs | 050 50 | o3 04| 16| 3 60 | 30 03
T40 0.39 12 28 4 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
CNMP 120412 NN | | [emm |  [FEEEEEEEE] [FEEEEEEEn EEEEEEE

TECHNOLOGIES
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Shape Clearance Angle Tolerance Insert Type
55° Diamond 7° Positive rake d+0.05 m=+0.08 Screw down clamping
s =013 Single sided
Insert designation Grade | S r Catalog Nr.  Page
DCMT 070204 NN LT 10 7 2,38 0,4 T0000064 36
DCMT 11T304 NN LT 10 11 3,97 0,4 T0000065 37
DCMT 11T308 NN LT 10 1 3,97 0,8 T0000721 38

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

DCMT 070204 NN  [fresE=mEE]| [ CossEEEE] | . | ]
DCMT 11T304 NN [fensmmmEm| [ CEESEEEE| [58 | ] |
DCMT 11T308 NN O EEER [(enEmmEmm] | | [EEm |

2 "3 I 2 3 4NN > 3 N1 > 3 AT 2 3 4]

55° Diamond shape inserts, suitable for Internal turning due to a unique chip removal geometry.
Generates low cutting forces, most suitable for small work-pieces.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8
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Turning ' Machining conditions DCMT 070204 NN

Group Material  Brinell do.c[mm] feed [nm/rev] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

* 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 20 020 | 036 350
Low Carbon [ fg;g fgjg 180 | 010 20 | 008 018 | 029 | 180 280 | 10 018
Steel ' 210 20 016 | 029 250
42CrMo 4 180 20 018 | 029 280
St50-2 0.08
Alloy Steel 2 |ckeo 280 | gqp 20 018 1 024 1 oy 200 10 ats
e 1060 20 | 15| 016 | 02 20 | 7
4140 320 15 | 77 014 | 019 180
220 20 016 | 024 190
280 15 014 | 024 150
X40 CrioV 5 1 0.10 008 70 10 012
- H13 320 15 013 | 017 130
ig 40 NiCrMo 6
aloyseel TR 350 15 013 | 014 100
$2-10-1-8 | 400 13 011 | o012 | s e | 09 010
HSS M42 480 [ 010 12 | 005 009 | 0.10 40 80 | 07 008
550 10 008 | 008 | 30 70| 06 007
4 |xscmitg g | 210 20 | 008 016 | 022 | 170 270 | 10 015
304 t0 250
Austenitic | 5 |ecmmorr2zl 230 | o108 | 008 014 [ 047 | 160 210 | 10 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ccnmonir 2z 15 | 008 013|014 | 70 150 | 10 012
jelitfe 7 x8c7  |ameaed| 010 20 | 008 016 | 020 | 170 250 | 10 015
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o050 ) goe 16 | 020 | 0 B0 10 ars
Stainless Steel 410 Treated 120 190
GG 20 0.38 250
Grey 0625 M0\ 010 20 | 006 o018 | 036 | 170 230 | 10 018
Cast Iron t0 230
66 30 0.36 210
066 40 210 0.29 230
Nodular 066 50 %0 | 010 20 | 006 016 | 024 | 120 190 | 10 = 0.15
Cast Iron GGG 70 310 0.24 150
G-x260nicra2 | 450 | 010 10 | 006 010 | 008 | 30 70 | 06 007
Inconel 625 0.14 25 35
Inconel 718 | - 010 15 | 008 o014 | 014 | 28 40 | 10 o012
Hastelloy C 017 40 65
TAGV4 | o0 15 | gos M4 |07 ] 3 60| 10 o
T40 013 | 0.14 28 40 10 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

DCMT 070204 NN EEEEEEE [FEEEEEEE] [ | [ ] ]

TR T S T T S S S O S S S A S S S
[1 2 3 AN 2 3 ANNN1 2 3 N1 2 3 ANNN1 2 3 4]
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DCMT 11T304 NN Machining conditions Turning

Group

Optimal cutting

Material Brinell do.c[mm] feed [mm/rev] Amax  Vg[m/min]

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 3.0 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 08
Steel ' 210 25 018 | 048 250
42 CrMo 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |CKeo 220 | g9 2% 020 1 040 1 oy 200 50 ats
e 1060 20 | T 20 | 016 | 040 a0 | &7
4140 320 2.0 ‘ 016 | 032 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 |40 350 2.0 014 | 024 100
§2-10-1-8 | 400 18 012 o2 | 5 e | 17 on
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CNi18 9 | 210
4 o 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
g |X6CmmoTit7I22f 20 | 009 014 | 020 70 150 | 20 @ 012
316 Ti Duplex/ Nitronic|
jeliife 7 [x8C7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 o0 | g g | o2s | 0 20| a0 oo
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
Grey 0625 M0 1020 30 | 008 o020 | 060 | 170 230 | 20 018
Cast Iron t0 230
6630 0.60 210
GGG 40 210 0.48 230
Nodular GGG 50 260 | 020 25 | 008 o018 [ 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-xo60Nicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 016 | 024 | 28 40 | 20 012
Hastelloy C 0.28 40 65
TA6VA | 020 20 | ogo 016|028 | 3 60| 20 o014
T40 014 | 024 28 40 20 012
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
DCMT 117304 NN [(EEEEEEEm]| [CoEEEEEEE| [GEE | | |

TR T S T O T Y S S O S S S S S S S
12 3 ANENN1 2 3 AJNEN1 2 3 BT 2 3 JNE1 2 3 4
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Turning Machining conditions DCMT 11T308 NN

Group Material  Brinell doc[mm] feed [nm/rey] Amax Vg [m/min] OPEm'igg;fsi“g

Material Group

& 2.
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |cke0 220 | gy 40 040 1 12 oy B0 a0 03
e 1060 20 | 0 40| 0% | 12 20 | 77
4140 320 35 | 7 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
050 0.18 70 25 028
o H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel 3 430 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 50 9 | 20 025
HSS M42 480 [ 050 20 | 011 025 04 40 80 17 020
550 17 020 03] 30 70| 10 018
X5CrNi18 9 | 210
U 0 250 50 | 020 o040 | 10| 170 270 | 30 035
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 40 | 018 035 | 06| 70 150 | 25 028
Jelitfe 7 x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o000l g0 a5 | g9 | 10 20 a5 0m
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 0625 M0\ os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 50 | 015 05 | 13| 120 190 | 30 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
Taeve | 050 30 | oqg 0| 08| 35 60| 20 030
T40 0.30 06 28 40 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut
DCMT 11T308 NN [fBE | [Cimmsm | [fooossssm| | |  [EEm ]

PR T S T O S S S O S S S A S S S
[1 2 3 AN 2 3 ANNN1 2 3 N1 2 3 JNEN1 2 3 4]
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D N M G
Ay . &

Shape Clearance Angle Tolerance Insert Type
55° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade S r Catalog Nr. Page e
DNMG 110404 NN LT 10 11 4,76 0,4 TO000066 40 _
DNMG 110408 NN LT 10 11 4,76 0,8 TO000675 41
DNMG 150404 NN LT 10 15 4,76 0,4 T0O000476 42
DNMG 150408 NN LT 10 15 4,76 0,8 TO000475 43
DNMG 150412 NN LT 10 15 4,76 1,2 TO001021 44
DNMG 150604 NN LT 10 15 6,35 0,4 T0000583 45
DNMG 150608 NN LT 10 15 6,35 0,8 TO000067 46
DNMG 150612 NN LT 10 15 6,35 1,2 TO000672 47

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

DNMG 110404 NN EEEEEEE EEEEEEE [mmm | [ | [ ]
DNMG 110408 NN I [fEEmmm | [fEmEmm | [EEW |
DNMG 150404 NN [(fEEEE | [(re=s==ss| [C6= | | |
| |
| |

H

DNMG 150408 NN [CE= | mmEm | [FEm ]

[
[
EEEEEEE| [FrEEEEEEE]| [P EEEEEEN
|
[

DNMG 150412 NN mmEm |

DNMG 150604 NN [(Essmm | [fEEEEE=EE| [C55 | [ ]
DNMG 150608 NN [fE8 | [(FEEEEEEN| [ SEEEEEEE| |  [em |
DNMG 150612 NN | | [EE |  [FenEEmEEE] [cssmmm | [ceEsEE ]|

E T T T Y S T T T S S T T S S S S ST '
12 3 ANNNNT 2 3 ANNN1 2 3 AN 2 3 JNNN1 2 3 4

1 Not Recommended 2 Acceptable 3 Recommended 4 Excellent

Staanless Steel
=

NN All Purpose Chipbreaker Machining Recommendation Guide - Please see Pg. 8
55° Diamond shape inserts. Suitable for roughing complex shapes operations such as Profiling,

Copying and Finishing turning operations.
019)
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Turning Machining conditions DNMG 110404 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 CrMo 4 180 25 | (4 020 | 048 280
Alloy Steel 2 %82 220 | g9 2% N 20 200 90 015
Ao 1060 20 | 0 20 | 016 | 040 a0 | 7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocrmovs 1| 280 | oo 25 | oo 016 | 040 | 180 |
o H13 320 ’ 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Alloy Steel 3 |430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CcNi18 9 | 210
o 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
seliile 7 [x8C7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
. 6G 20 140 0.64 250
rey
Cact Iron 06 25 o3| 020 30 | 088 020 | 060 | 170 230 | 20 018
06 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
axosoNicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 016 | 024 | 28 40 | 20 012
Hastelloy C 0.28 40 65
TA6Ve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
DNMG 110404 NN SENEEEE| [(GEEEEEEE| [CEE [ | |

TECHNOLOGIES

40



MG 110408 NN Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 5.0 040 | 12 280
St50-2 021
Alloy Steel 2 |ckeo 280 | gy 40 040 1 12 oy B0 ap 03
A 1060 20 | 0 40| 0% | 12 a0 | 7T
4140 320 35 ' 0.35 1.0 180
220 40 040 | 12 190
%40 Crov 5 1| 280 40 040 | 12 150 DAMG
0.50 0.18 70 25 028
- H13 320 3.0 035 | 08 130 -
ig 40 NiCrMo 6
aloyseel TR 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 | 03| 30 70| 10 o018
4 |Cmitgo | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [anmen iz 40 | 018 035 | 06| 70 150 | 25 o028
sl 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 o0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe6onicra2 | 450 | 050 17 | 041 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | ot 0¥ | 08| B 60 | 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

DNMG 110408 NN ] EEEEEEE EEEE B | [emm |
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Turning Machining conditions DNMG 150404 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 CrMo 4 180 25 | o4 020 | 048 280
Alloy Steel 2 %82 220 | g9 2% B CE 20 200 a0 o015
e 1060 20 | 7 20 | 018 | 040 a0 | &7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocovs 1| 280 | oo 25 | oo 016 | 040 | 180 |
o H13 320 ’ 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 [ 005 o010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |t iz2 20 | 009 014|020 | 70 150 | 20 012
seliife 7 x8C7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
. GG 20 140 0.64 250
rey
Cact Iron 06 25 o0 | 02 30 | 088 020 | 060 | 170 230 | 20 0.8
06 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
axosoNicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 o016 | 024 | 28 40 | 20 012
Hastelloy C 0.28 40 65
Taeve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
DNMG 150404 NN [T L] [FEEEEEEEE| [SEE [ ] ]
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MG 150408 NN Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . 3 conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |Ck60 230 0.50 40 0.40 12 120 250 30 030
e 1060 20 | 0 40| 0% | 12 a0 | 7T
4140 320 35 | 0 035 | 10 180
220 40 040 | 12 190
Y40 CrMov 5 1| 280 40 040 | 12 150 DAMG
0.50 0.18 70 25 028
- H13 320 3.0 035 | 08 130 -
ig 40 NiCrMo 6
aloysteel TR 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04| 40 80 | 17 020
550 17 020 | 03| 30 70| 10 o018
4 |Cmitgo | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 |X2CrNiMo 1722 230 050 = 40 0.18  0.35 08 | 160 210 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 40 | 018 035 | 06| 70 150 | 25 o028
sl 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xi5cr13  |Ameded) o000 | 000 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 20 | 050 50 | 015 050 | 13| 120 190 | 30 = 030
Cast Iron GGG 70 310 1.2 150
G-xe6onicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | - 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | g 0B | 08| 3 60| 20 030
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

DNMG 150408 NN [ | [FEEEEEEEE| [FeEEEEEEE] IBECT T | [mmm ]
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Turning ' Machining conditions DNMG 150412 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 068 | 31 330
PRI 1 (S5 098 | qg0 | os0 50 | 027 068 | 31| 180 280 | 40 050
Steel ' 210 50 060 | 26 250
42 CrMo 4 180 50 060 | 26 280
St50-2 0.27
Alloy Steel 2 |ckeo 280 | gy 30 060 1 201 oy 200 40 oss
AL 1080 20 | 50 | . 05| 20 a0 | 0T
4140 320 40 | 77 oss | 17 180
220 50 060 | 20 190
X40 CrMov 5 1| 280 5.0 0.60 2.0 150
0.50 0.23 70 40 | 040
o H13 320 40 053 | 16 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 16 100
$2-10-1-8 400 35 0.45 1.2 50 9 | 34 036
HSS M42 480 | 050 30 [ 014 035 | 09 | 40 80 | 29 030
550 25 028 | 06| 30 70| 25 025
4 [xcmitgg | 210 50 | 026 052 | 17| 170 270 | 40 040
304 to 250
Austenitic 5 [recmmorrzel 20 | og0 50 | 023 o046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 023 046 | 10| 70 150 | 40 @ 032
Ferritic 7 X807 |Ameded| 050 50 | 029 o046 | 15| 170 250 | 40 035
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13 (Ameded) o0 5h 000 046 | 15 40 035
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 06 25 M0\ os0 50 | 020 o090 | 27| 170 20 | 40 0s0
Cast Iron t0 230
GG 30 2.7 210
GG 40 210 23 230
Nodular GG 50 20 | 050 50 | 020 070 | 20 | 120 190 | 40 @ 050
Cast Iron GGG 70 310 18 150
G-x260Nicra2 | 450 | 050 18 | 006 015 | 03| 30 50 | 12 012
Inconel 625 1.4 25 35
Inconel 718 | === 050 50 | 026 046 | 14 | 28 40 | 30 038
Hastelloy C 1.6 40 65
Taeve | 050 50 | o3 04| 16| 3 60 | 30 03
40 03 | 12| 28 40 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

DNMG 150412 NN [FfEEmEm | [(EEEEEEEE| [SESEEEEE]| |[COESEEEEE|

TR T S T O S Y S S O S S S A S S S
[1 2 3 ANNNN1 2 3 ANNN1 2 3 N1 2 3 ANNN1 2 3 4]
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MG 150604 NN Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

AL Rl e min | max min | max [} min [ max d.g?cndltllez
150 3.0 0.23 | 060 350
PRI 1 (S5 098 | g0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42CrMo 4 180 25 020 | 048 280
St50-2 0.11
Alloy Steel 2 [ckeo 230 0.20 25 020 | 040 120 250 20 015
1060 280 20 | oo 018 | 040 210
4140 320 2.0 016 | 032 180
220 25 018 | 0.40 190
x40 Chovs 1| 280 | o0 25 | oo 0161 040 o, 150, 0 o
i 201 ;iCrMO A 320 2.0 014 | 028 130
Aoy stee TP 350 2.0 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 e | 17  ont
Hss M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 = 0.09
550 14 008 | 013 | 30 70| 12 o007
- 210
4 §g4CfN'189 10250 25 | 010 018 | 032 | 170 270 | 20 @ 015

Austenitic | 5 |ecmmor722l 230 | g20  90 | 000 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270

X6 CrNiMoTi 17122 _______
6 [amen iz 20 | 009 o014 |02 | 70 150 | 20 o012

sl 7 x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Ma!'tensitic 8 X15Cr13 Annealed 0.20 20 0.11 018 028 170 250 20 012
Stainless Steel 410 Treated 120 190

GG 20 0.64 250
5] 6625 M0 1020 30 | 008 o020 [ 060 | 170 230 | 20 018
Cast Iron t0 230

06 30 0.60 210

GG 40 210 0.48 230
Nodular 066G 50 20 | 020 25 | 008 018 | 040 | 120 190 | 20 @ o015
Cast Iron GGG 70 310 0.40 150

G-xe60Nicrd2 | 450 | 020 15 | 005 o010 [ 017 | 30 70 | 14 009

Inconel 625 0.24 25 35

Inconel 718 | === 020 20 | 010 o016 | 024 | 28 40 | 20 o012

Hastelloy C 0.28 40 65

TAGV4 | 020 20 | oge 016|028 | 3 60 | 20 o4

T40 014 | 024 28 4 | 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

DNMG 150604 NN [FEEEEn | [AEEEEEEEE] [ [ | ]

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning Machining conditions DNMG 1500608 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
st50-2 0.21
Alloy Steel 2 |ckeo 220 | gy 40 040 4 12y B0 a0 03
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 035 | 10 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
- H13 320 30 035 | 08 130
ig 40 NiCrMo 6
FATIREN 3 | 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
seliife 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60 | 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
DNMG 150608 NN  [f[E= | [FEEEEEEEE] [TEoEEEEEE] | | [emm ]
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MG 150612 NN Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 068 | 3.1 330
PRI 1 (S5 098 | qgo | oso 50 | 027 068 | 31| 180 280 | 40 050
Steel ' 210 5.0 060 | 26 250
42CrMo 4 180 50 060 | 26 280
St50-2 0.27
Alloy Steel 2 |cke0 280 | gy 30 060 1 20 1 oy 20 40 oss
e 1060 20 | 0 50| . 0% 20 a0 | T
4140 320 40 | 77 o0s3 | 17 180
220 50 060 | 20 190
Y40 CrMov 5 1| 280 50 060 | 20 150 DAMG
0.50 023 70 40 | 040
- H13 320 40 053 | 16 130 -
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 16 100
$2-10-1-8 400 35 0.45 1.2 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 09 | 40 80 | 29 030
550 25 028 | 06| 30 70| 25 025
X5CNi18 9 | 210
4 0 250 50 | 026 052 | 17| 170 270 | 40 @ 040
Austenitic 5 [recmmorrzel 20 | o500 | 023 o046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 50 | 023 o046 | 10| 70 150 | 40 032
sl 7 x8C7  |ameaed| 050 50 | 020 o046 | 15| 170 250 | 40 035
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0 oo |00 g | qs | 10 B0 40 0ss
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 6625 M0 1050 50 | 020 o090 | 27| 10 230 | 40 060
Cast Iron t0 230
GG 30 2.7 210
GG 40 210 23 230
Nodular 066G 50 20 | 050 50 | 020 070 | 20 | 120 190 | 40 @ 050
Cast Iron GGG 70 310 18 150
Gxe60Nicra2 | 450 | 050 18 | 006 015 | 03| 30 s0 | 12 o012
Inconel 625 1.4 25 35
Inconel 718 | === 05 50 | 026 046 | 14 | 28 40 | 30 038
Hastelloy C 1.6 40 65
TAGV4 | 050 50 | oo 046 | 16| 3B 60 | 30 038
40 030 | 12| 28 40 | 30 03

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
DNMG 150612 NN [ | [E== | [EEEEEEE=m| EEEE [EECCC I
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1.

Shape Clearance Angle Tolerance Insert Type
55° Rectangular 0° No rake I £0.13 m=+0.2 Pin / Top clamp
s +0.13 Single sided

Insert designation Grade I s r Catalog Nr.  Page

KNUX 160405 R11 LT 10 16 4,76 0,5 T0O000951 50

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

KNUX 160405 R11 [[E===m EEEEEEE| [CEE | | [EEm |

PR R S Y S S T S S R O S SR S
12 3 ANNEN1 2 3 AJNEN1 2 3 JNEN1 2 3 JJEN1 2 3 4

A 55° nose angle insert with two cutting edges. Popular insert with excellent chip control and low
cutting forces, suitable for conventional Turning operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

TECHNOLOGIES
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Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 0.30 | 0.80 330
PRI 1 (S5 098 | qg0 | 020 40 | 042 028 | 080 | 180 280 | 30 06
Steel ' 210 40 025 | 0.70 250
42CrMo 4 180 40 028 | 0.80 280
St50-2 0.10
Alloy Steel 2 |Ck60 230 0.20 40 025 | 070 120 250 30 015
e 1060 2 | 7 30| o 02| 0@ 20 | 7T
4140 320 30 | 020 | 050 180
220 30 023 | 050 190
280 3.0 021 150
o GtV 1 o | 0B gy | 0% ggg 0| 20 o
High 3 [HONCMo6 | a5, 30 016 | 030 100 A
Alloy Steel 4340 : : .
§2-10-1-8 | 400 26 014 | 025 | 50 90 | 17 012 -
HSS M42 480 | 020 23 | 005 o011 | 020 | 40 8 | 14 010
550 2.0 009 [ 020 30 70| 12 008
X5CNi18 9 | 210
4 0250 40 | 012 023 | 070 | 170 270 | 30 016
Austenitic 5 [recmmorrzel 20 1 g0 30 | 010 o021 | 050 | 160 210 | 20 o014
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 30 | 008 018|040 | 70 150 | 20 020
sl 7 x8C7  |ameaed| 020 30 | 010 022 | 050 | 170 250 | 20 015
Stainless Steel 430
Martensitic | g |xtscris  (AMERRd) (o0 g | og0 g | gso | 10 20 H 50 ggs
Stainless Steel 410 Treated 120 190
GG 20 0.80 250
Grey 6625 M0 1020 50 | 012 o030 |00 | 10 230 | 30 o6
Cast Iron t0 230
66 30 0.60 210
066 40 210 0.70 230
Nodular 066 50 20 | 020 40 | 010 025 | 060 | 120 190 | 25 @ 013
Cast Iron GGG 70 310 0.50 150
G-x260nicra2 | 450 | 040 14 | 006 014 | 013 | 30 5 | 10 010
Inconel 625 0.40 25 35
Inconel 718 | - 020 30 | 008 022|040 | 28 40 | 15 012
Hastelloy C 0.50 40 65
TAGV4 | 020 30 | oog 0B |00 | 3 60| 15 012
T40 021 | 040 28 40 15 | 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

KNUX 160405 R11 [T EEEEmEE|  [CEE | | [E=m ]

TECHNOLOGIES
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Shape Clearance Angle Tolerance Insert Type
Round 7° Positive rake | +0.05 Screw down clamping
s +0.13 Single sided

Insert designation Grade I s r Catalog Nr.  Page

RCMT 0602 MO LT 10 06 2,38
RCMT 0803 MO LT 10 08 3,18
RCMT 10T3 MO LT 10 10 3,97
RCMT 1204 MO LT 10 12 4,76

TO000090 51
TO000091 52
T0000092 53
TO000093 54

o o0~ W

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

RCMT 0602 MO [fEm ] [feEEEw | [Goes==sEE] | |  [EEm |
RCMT 0803 MO [fem ] [fEEEEE | ([CEEEEEEEE] | | [Em |
RCMT 10T3 MO [fEm | ([fEEEEE___ | [CEEEEEEEE] [SEE | [CEEEEm |
RCMT 1204 MO  [f@& ] |[fosEEE | [(oiessssE] [reeesss] |C¢eessses]

T T T T T T S T S T S T S S R SO S ST S
1 2 3 41 2 3 41 2 3 41 2 3 41 2 3 4

Round inserts with positive rake angle and excellent edge resistance. Suitable for Profiling opera-
tions of Mill rolls and Aerospace parts.

. Not Recommended 2 Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

@
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RCMT 0602 Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 20 0.35 | 064 350
PRI 1 (S5 098 | qgo | oso 20 | 015 035 | 064 | 180 280 | 10 035
Steel ' 210 15 035 | 056 250
42CrMo 4 180 2.0 030 | 056 280
St50-2 0.15
Alloy Steel 2 |cke0 280 | gy 20 030 1 048 1 oy 200 10 00
e 1060 20 | 0 20 | . 030 | 040 a0 | T
4140 320 15 1 77 025 | 03 180
220 20 030 | 048 190
X40 CrMov 5 1| 280 20 030 | 040 150
0.50 0.13 70 10 | 028
- H13 320 15 030 | 032 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 15 025 | 024 100
$2-10-1-8 | 400 12 022 | 017 | 50 9 | 09 020 | EEIVG
HSS M42 480 | 050 10 | 008 018 | 012 | 40 8 | 07 016
550 0.8 014|010 | 30 70| 06 012 -
xscNi1g 9 | 210
4 o 250 20 | 014 025 [ 032 | 170 270 | 10 035
Austenitic 5 |ecmmorrzgl 20 | g5 o0 | 013 018 | 024 | 120 210 | 10 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 15 | 013 o1 |02 | 70 120 | 10 028
sl 7 x8c7  |ameaed| 050 20 | 015 020 | 032 | 170 250 | 10 032
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o050 | e 0o | g | 10 B0 1o om
Stainless Steel 410 Treated 120 210
GG 20 0.80 280
Grey 6625 M0 1050 20 | 011 o045 [ 072 | 10 20 | 10 03
Cast Iron t0 230
GG 30 0.72 230
GG 40 210 0.60 230
Nodular 066G 50 20 | 050 20 | 011 035|052 | 120 190 | 10 @ 030
Cast Iron GGG 70 310 0.48 150
G-xe60Nicrd2 | 450 | 020 10 | 004 o010 [ 008 | 30 50 | 06 @ 007
Inconel 625 0.20 25 35
Inconel 718 | === 05 15 | 013 o018 |02 | 28 40 | 10 028
Hastelloy C 0.24 40 65
TAGV4 | 050 15 | oqa 018|024 | 3B 60 | 10 030
0 015 | 024 | 28 40 | 10 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

RCMT 0602 MO ELL] | [CE==Em | [CossssmsE] | | [oEm |

TECHNOLOGIES
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Turning Machining conditions RCMT 0803 MO

Group Material  Brinell ~ doc[mm] feed [nm/rev] Amax Vg [m/min] OP“:m'“?g;tsi"G

Kk
No  Examples* hardness min [ m min | max T min max d.o.c | feed

Material Group

ax
150 20 042 | 080 350
PRI 1 (S5 098 | qg0 | os0 20 | 015 042 | 080 | 180 280 | 10 035
Steel ' 210 15 042 | 070 250
42CrMo 4 180 2.0 0.36 | 070 280
St50-2 0.15
Alloy Steel 2 |cke0 280 | gy 20 036 1 080 1 oy 200 10 00
e 1060 2 | 0 20 | . 0% | 050 20 | T
4140 320 15 | 77 030 | 040 180
220 20 0.36 | 060 190
X40 CrMov 5 1| 280 20 036 | 050 150
0.50 0.13 70 10 | 028
- H13 320 15 0.36 | 0.40 130
ig 40 NiCrMo 6
Alloy Steel 3 430 350 15 030 | 030 100
$2-10-1-8 | 400 13 026 | 021 | 50 9 | 09 @023
HSS M42 480 | 050 10 | 008 021 | 015 | 40 80 | 07 019
550 09 017 | ot0 | 30 70| 08 015
4 |xscmitg g | 210 20 | 014 030 | 040 | 170 270 | 1.0 @ 035
304 to 250
Austenitic 5 |xecmmorrzgl 20 | g5 o0 | 013 021 | 030 | 120 210 | 10 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 15 | 013 021 [ 030 | 70 120 | 10 028
seliife 7 [x8C7  |ameaed| 050 20 | 015 024 | 040 | 170 250 | 10 032
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 50| e 0o | gag | 10 B0 1o om
Stainless Steel 410 Treated 120 210
GG 20 1.00 280
Grey 6625 M0 | os0 20 | 011 o054 | 090 | 170 250 | 10 035
Cast Iron t0 230
66 30 0.90 230
GGG 40 210 0.75 230
Nodular 066 50 20 | 050 20 | 011 o042 | 065 | 120 190 | 10 @ 030
Cast Iron GGG 70 310 0.60 150
G-xe60Nicrd2 | 450 | 050 10 | 008 o021 [ 015 | 30 50 | 07 019
Inconel 625 0.25 25 35
Inconel 718 | - 05 15 | 013 021 | 025 | 28 40 | 10 028
Hastelloy C 0.30 40 65
TAGV4 | 050 15 | oq 021|030 | 3B 60 | 10 030
40 018 | 030 | 28 40 | 10 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

RCMT 0803 MO [mmm | [Commmm | [CEoEssmss] | | [E== |

TECHNOLOGIES
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Machining conditions Turning

Material Group G;;)up glaterielnl ) hBr:inell doc[mm] feed [nm/rev] Amax  Vc[m/min] Op(t:m?ilit?ggng
0 REEDIS g Haress min | max min | max T min max d.o.c | feed
150 30 050 | 1.1 350
PRI 1 (S5 098 | g0 | os0 30 | 020 050 | 11| 180 20 | 10 03
Steel ' 210 2.0 050 | 1.0 250
42 CrMo 4 180 30 045 | 10 280
St50-2 020
Alloy Steel 2 |cke0 280 | o5y 20 0421 08 |y B0t 10 030
e 1060 2 | 0 20 | 04| 07 a0 | T
4140 320 20 | 7 035 | 06 180
220 2.0 045 | 08 190
X40 CrMov 51| 280 20 0.42 0.7 150
0.50 0.16 70 10 | 028
o H13 320 15 042 | 06 130
ig 40 NiCrMo 6
Alloy Steel 3 |430 350 15 035 | 04 100
$2-10-1-8 | 400 12 030 | 03[ 50 9 [ 10 027 | eV
HSS M42 480 | 050 10 | 010 025 | 02 | 40 8 | 08 022
550 09 019 | o1 | 30 70| 05 017 B
Xsci18 9 | 210
U o 0 250 20 | 018 035 | 04 | 170 270 | 10 035
Austenitic | 5 |ecamotr22 230 | g5 20 | 016 025 | 03| 120 210 | 10 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122] _______
6 | mmoniez 15 | 016 025 | 03| 70 120 | 10 028
et 7 |xcr7 |ameaed| 050 20 | 020 028 | 04 | 170 250 | 10 032
Stainless Steel 430
Martensitic | g |xscris  (AMEdRd) o0 o0 | 000 gog | gg | 10 201 40 g5
Stainless Steel 410 Treated 120 | 210
66 20 14 280
Grey 6625 M0 1050 20 | o4 o083 | 13| 10 2 | 10 03
Cast Iron t0 230
GG 30 1.3 230
GG 40 210 11 230
Nodular GG 50 260 | 050 20 | 014 049 | 09 | 120 190 | 10 030
Cast Iron GGG 70 310 0.8 150
G-X260NiCr42 | 450 | 050 1.0 | 010 025 [ 02 | 30 50 | 08 @ 022
Inconel 625 0.3 25 35
Inconel 718 | === 050 15 | 016 025 | 03 | 28 40 | 10 028
Hastelloy C 0.3 40 65
TA6VA | 050 15 | o1 0B | 03] % 60| 10 030
T40 021 | 03| 28 40 | 10 028
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
RCMT 10T3 MO [mmm | [CEEEEm | ([CEEEEEEEE]| [SES | EEEE

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4

TECHNOLOGIES
53 |



Turning Machining conditions RCMT 1204 MO

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 40 070 | 16 350
PRI 1 (S5 098 | g0 | os0 40 | 022 070 | 16| 180 280 | 20 045
Steel ' 210 30 070 | 14 250
42 Crio 4 180 40 060 | 14 280
St50-2 0.22
Alloy Steel 2 |ckeo 280 | gy 30 060 1 120 oy 200 50 040
R 1060 2 | 0 30| . 080 | 10 a0 | 0
4140 320 2.5 ’ 0.50 0.8 180
220 30 060 | 12 190
X40 CrMov 5 1| 280 3.0 0.60 1.0 150
0.50 0.18 70 20 038
- H13 320 20 060 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 20 050 | 06 100
$2-10-1-8 | 400 17 043 | 04| 50 9 | 17 035
HSS M42 480 | 050 14 | 011 035 0.3 40 80 14 032
550 12 028 | 02| 30 70| 12 02
4 [x5cmitgg | 210 30 | 020 050 | 08| 170 270 | 20 035
304 to 250
Austenitic 5 [recmmorrzel 20 | o500 | 018 035 | 06| 120 210 | 20 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 20 | 018 035 | 06| 70 120 | 15 028
jelitle 7 [x8C7  |ameaed| 050 30 | 022 o040 | o8| 170 20 | 20 032
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13  (Ameadl o500y 1 o0 40 | 08 20 032
Stainless Steel 410 Treated 120 210
GG 20 18 280
Grey 6625 M0\ os0 30 | 015 o9 | 16| 170 250 | 20 035
Cast Iron t0 230
GG 30 14 230
GGG 40 210 1.5 230
Nodular GG 50 260 | 050 30 | 015 o070 | 13| 120 190 | 15 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 12 | 011 028 | 02 | 30 50 | 10 020
Inconel 625 0.5 25 35
Inconel 718 | === 05 20 | 018 035 | 05| 28 40 | 15 028
Hastelloy C 0.6 40 65
Taeve | 050 20 | oqg OB | 06| B 60| 15 00
40 030 | 06| 28 40 | 15 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut
RCMT 1204 MO ] [L11] [FEEEEEEEn]| [FEEEEEEER| [FEEEEEEEn]|
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Shape Clearance Angle Tolerance Insert Type
Square 90° 0° No rake | +0.08 m=+0.13 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade I S r Catalog Nr. Page
SCMT 097304 NN LT 10 9 3,97 0,4 TO001459 56
SCMT 09T308 NN LT 10 9 3,97 0,8 T0001458 57
SCMT 120408 NN LT 10 12 4,76 0,8 TO001777 58

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

C T
E e o1 I

SCMT

SCMT 097304 NN~ [(resSsmmS| [ Gossssss| [fem | | |
SCMT 09T308 NN [CEE | [(EEEEEEEE] [(EEEEEEEE] [EEE | [ |
SCMT 120408 NN [mmm | [FEEEEEEEE] [FeeEEEEEn]| [mmm | [mmm |

T T T S T T S S S T T S S A S ST
[1 2 3 4NENEN1 2 3 AJNEN1 2 3 4JJEN1 2 3 4NE1 2 3 4

Square inserts with a positive rake angle with excellent cutting edge resistance. Suitable for Boring.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8
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Turning ' Machining conditions SCMT 097304 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 330
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 020
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 | 4 020 | 048 280
Alloy Steel 2 ng?gZ 220 | g9 2% N 120 200 20 o018
A 1060 20 | 7 20 | 018 | 040 a0 | 7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocovs 1| 280 | oo 25 | oo 016 | 040 | 180 |
" H13 320 ’ 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Aloy Steel 3 {430 350 20 014 | 024 100
§2-10-1-8 | 400 18 012 | o016 | 50 9 | 17 oM
HSS M42 480 | 020 15 [ 005 010 | 014 | 40 80 | 14 009
550 14 008 | 010 | 3 70| 12 o007
X5CcrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 016
Austenitic 5 |xecmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 014
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
jelitle 7 x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 016
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 016
Stainless Steel 410 Treated 120 190
. GG 20 140 0.64 250
rey
Cact Iron 06 25 o3| 02 30 | 088 020 | 060 | 170 230 | 20 018
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 016
Cast Iron GGG 70 310 0.40 150
axosoNicra2 | 450 | 020 15 | 005 o010 | 014 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | ===---- 020 20 | 010 016 | 024 | 28 40 | 20 o014
Hastelloy C 0.28 40 65
Taeve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 0.14 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut
SCMT 09T304 NN [LLLLL[[] EEEEmEE| [fEE . | |
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SCMT 09T308 NN Machining conditions Turning

Material Group

Low Carbon
Steel

Alloy Steel

High
Alloy Steel

Austenitic
Stainless Steel

Ferritic
Stainless Steel

Martensitic
Stainless Steel

Grey
Cast Iron

Nodular
Cast Iron

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

" > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 6.0 0.47 17 330
Ck15, Ck45
1 1020, 1045 180 | 050 50 | 021 042 14 | 180 | 280 | 20 @ 034
210 5.0 0.35 12 250
42 CrMo 4 180 5.0 0.42 14 280
5t50-2 021
230 5.0 0.42 12 250
2 |cke0 0.50 120 20 032
1060 280 40 018 0.37 1.0 210
4140 320 40 ' 0.34 0.8 180
220 5.0 0.37 12 190
X40 CrMov 51| 280 5.0 0.34 1.0 150
0.50 0.18 70 20 030
H13 320 40 030 | 08 130
3 [raMe | 50 40 030 | 07 100
$2-10-1-8 400 35 026 | 06 50 9 | 17 023
HSS M42 480 | 050 30 | 011 021 05 40 80 | 14 019
550 25 017 | 04 30 70| 12 015
xscNi1g 9 | 210
4 o 0 250 50 | 020 037 10 | 170 | 270 | 20 @ 032
5 [recnimorr2e| 230 050 @ 40 018 034 | 08| 120 210 | 20 027
316 10270
6 |X6ComiMoTi7I22) 40 | 018 030 [ 07 70 120 | 20 @ 0.24

316 Ti Duplex / Nitronic|

7 | X8Cr7 Amnealed| 050 = 4.0 022 | 037 09 | 170 = 250 20 030

430
g |wscris (Amededl o000 1o oar | 0o | 0 B0 50 g
410 Treated 120 200
66 20 0 1.7 250
66 25 oo | 050 60 | 015 042 | 15| 170 230 | 30 034
GG 30 13 210
GGG 40 210 13 230
GGG 50 260 | 050 50 | 015 038 | 12| 120 190 | 30 030
66G 70 310 11 150
G-X260NiCr42 | 450 | 050 20 | 011 017 | 04| 30 50 | 12 015
Inconel 625 0.7 25 35
Inconel 718 | -------- 050 35 | 020 034 | 07| 28 40 | 20 027
Hastelloy C 0.8 40 65
TAV4 | 050 35 | oqg 0| 08| 3 60| 20 0
T40 030 | o7 28 4 | 20 024

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
SCMT 09T308 NN [mmm | [fEEEEEEEN| [“SEsEsmEE| [CES | [EEm ]

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning Machining conditions SCMT 120408 NN

Group Material  Brinell  doc[mm] feed [nm/rev] Amax Vg [m/min] OP“:m'“?gg"Q

K
No  Examples*  hardness min [ m min | max T min max d.o.c | feed

Material Group

ax
150 6.0 047 | 17 330
PRI 1 (S5 098 | qg0 | os0 50 | 021 042 | 14| 10 280 | 20 o0
Steel ' 210 50 035 | 12 250
42CrMo 4 180 5.0 042 | 14 280
St50-2 0.21
Alloy Steel 2 |ckeo 280 | gy 50 0421 121 oy B0 o0 om
A 1060 20 | 0 40| 037 | 10 a0 | <7
4140 320 40 | 77 034 | o8 180
220 50 037 | 12 190
X40 CrMov 5 1| 280 5.0 0.34 1.0 150
0.50 0.18 70 20 030
- H13 320 40 030 | 08 130
ig 40 NiCrMo 6
aloysteel TP 350 40 030 | 07 100
$2-10-1-8 400 35 0.26 06 50 90 17 023
HSS M42 480 | 050 30 | 011 021 | 05| 40 8 | 14 019
550 25 047 | 04| 30 70| 12 015
4 |sCmitg g | 210 50 | 020 037 | 10| 170 270 | 20 032
304 to 250
Austenitic 5 |xecmmorrzgl 20 | 050 40 | 018 034 | 08 | 120 210 | 20 o027
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [cnmonir ez 40 | 018 030 | o7 | 70 120 | 20 o024
jelitle 7 x8c7  |ameaed| 050 40 | 022 037 | 09| 170 250 | 20 030
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 o0 037 | 0 20 030
Stainless Steel 410 Treated 120 200
GG 20 17 250
Grey 6625 M0\ os0 60 | 015 o042 | 15| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.3 210
066 40 210 13 230
Nodular 066 50 20 | 050 50 | 015 038 | 12| 120 190 | 30 = 030
Cast Iron GGG 70 310 1.1 150
G-x26onicra2 | 450 | 050 20 | 041 o017 | 04| 30 50 | 12 015
Inconel 625 0.7 25 35
Inconel 718 | - 050 35 | 020 034 | 07| 28 40 | 20 02
Hastelloy C 0.8 40 65
TAGV4 | w50 a5 | og 03| 08| 3% 60| 20 o
40 030 | 07| 28 40 | 20 024

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

SCMT 120408 NN [FEm | [CrEEEEwEw| [CosssEEEE] [GEE | [EEm |
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S N M G
1

90°
1 0%, )~
Shape Clearance Angle Tolerance Insert Type
Square 90° 0° No rake | +0.08 m=+0.13 Pin / Top clamp
s +0.13 Double sided

Insert designation Grade | S r Catalog Nr. Page
SNMG 120408 NN LT 10 12 4,76 0,8 T0000322 60
SNMG 120412 NN LT 10 12 4,76 1,2 T0000323 61

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

SNMG 120408 NN ] | [ComEmm | [CeeEEEssE] | [T T]
SNMG 120412 NN [ ] [EEm ]  [CEEEEEEEE] EEEE EEEEEEE

Square inserts with strong cutting edge. Suitable for roughing operations.

Not Recommended Acceptable Recommended Excellent

TECHNOLOGIES
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Turning ' Machining conditions SNMG 120408 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . 5 conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 064 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 030 064 | 18| 180 300 | 30 050
Steel ' 210 40 057 | 15 250
42 Crio 4 180 50 057 | 12 280
St50-2 0.30
Alloy Steel 2 |cke0 280 | gy 40 0571 120 oy 200 s o3
R 1060 20 | 0 40| 0 050 | 12 a0 | 0
4140 320 35 ' 0.50 1.0 180
220 40 057 | 12 190
X40 CrMov 5 1| 280 4.0 0.57 12 150
0.50 0.26 70 20 040
o H13 320 30 050 | 08 130
ig 40 NiCrMo 6
Aloy Steel I oo 350 30 050 | 08 100
$2-10-1-8 | 400 25 043 | 06| 50 9 | 15 036
HSS M42 480 | 050 20 [ 015 035 | 04 | 40 80 | 12 029
550 17 029 | 03] 30 70| 07 02
XscNi1g 9 | 210
U 0 250 50 | 029 o057 | 10| 170 270 | 21 | 050
Austenitic 5 |xecmmorrzgl 20 | g5 40 | 026 050 | 08 | 160 210 | 21 046
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 40 | 026 05 | 06 | 70 150 | 18 040
jelitle 7 x8c7  |ameaed| 050 40 | 031 050 | 09 | 170 250 | 21 o046
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13  (Ameadl o500 1 ga 050 | 0 21 046
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0\ os0 50 | 021 o086 | 18| 170 230 | 21 050
Cast Iron t0 230
GG 30 18 210
GGG 40 210 1.5 230
Nodular GG 50 260 | 050 50 | 021 o7 | 13| 120 190 | 21 @ 043
Cast Iron GGG 70 310 1.2 150
G-x260Nicra2 | 450 | 050 17 | 016 036 | 04 | 30 50 | 07 @ 026
Inconel 625 0.7 25 35
Inconel 718 | -------- 050 30 029 050 0.7 28 40 14 040
Hastelloy C 0.8 40 65
Taeve | 050 30 | oss 00| 08| 35 60 | 14 043
T40 043 06 28 40 14 040

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut
SNMG 120408 NN = CLL L] [Fosmmmmm] | | [FEEEEE ]
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SNMG 120412 NN Machining conditions Turning

Material Group G;;)up glaterielnl . hBr:inell doc[mm] feed [nm/rey] Amax Ve[m/min] Op(t:m?ilit?ggng
0 RODIS g Haress min | max min | max T min max d.o.c | feed
150 5.0 0.97 3.1 330
PRI 1 (S5 098 | g0 | oso 50 | 039 og7 | 31| 180 280 | 30 070
Steel ' 210 50 086 | 26 250
42 CrMo 4 180 5.0 0.86 2.6 280
St50-2 039
Alloy Steel 2 |Ck60 230 0.50 50 0.86 20 120 250 2.5 0.64
e 1080 20 | 50 | . 076 | 20 20 | 7
4140 320 4.0 ' 0.76 17 180
220 5.0 0.86 2.0 190
X40 CrMov 51| 280 5.0 0.86 2.0 150
0.50 0.33 70 2.5 0.57
Hih H13 320 4.0 0.76 1.6 130
ig 40 NiCrMo 6
Alloy Steel 3 4340 350 4.0 0.76 1.6 100
$2-10-1-8 400 35 064 | 1.2 50 9 | 20 051
HSS M42 480 0.50 3.0 020 050 09 40 80 1.8 0.43
550 2.5 0.40 0.6 30 70 1.7 0.36
Xsci18 9 | 210
4 204 to 250 5.0 037 074 1.7 170 270 2.8 0.57
Austenitic 5 |X2CrNiMo 1722 230 050 @ 50 033 0.66 14 | 160 210 2.8 051
Stainless Steel 316 10270
X6 CrNiMoTi 17122] _______
6 3 16I:|'iIDqu|eleN‘nronk: 5.0 033 0.66 1.0 70 150 2.8 0.46
Ferritic 7 | X807 |ameded| 050 50 | 041 066 | 15| 170 250 | 28 050
Stainless Steel 430
ik 170 250
Martensitic | g |xiscri3 (Ameded) o505 10 g6 | 15 28 050
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 06 25 M0 1050 50 | 029 120 | 27| 10 230 | 28 08
Cast Iron t0 230
GG 30 2.7 210
GG 40 210 23 230
Nodular GG 50 260 | 050 50 | 029 100 | 20 | 120 190 | 28 071
Cast Iron GGG 70 310 18 150
G-X260NiCr42 | 450 0.50 1.8 009 021 0.3 30 50 1.0 0.17
Inconel 625 1.4 25 35
Inconel 718 | -------- 050 50 037 0.66 14 28 40 2.1 0.54
Hastelloy C 1.6 40 65
TABV4 | 050 50 | ozg 088 | 16| 35 60 | 21 054
T40 0.56 12 28 40 2.1 0.46
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
SNMG 120412 NN | | [EEm | [CEEEEEENN| [CEEEEE | [CESEEEEEN|

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Shape Clearance Angle Tolerance Insert Type
Triangle 60° 7° Positive rake | £+0.05 m=+0.08 Pin / Top clamp
s +0.13 Single sided
Insert designation Grade s r Catalog Nr.  Page
TCMT 110204 NN LT 10 11 2,38 0,4 T0000477 63
TCMT 110208 NN LT 10 11 2,38 0,8 TO000478 64
TCMT 16T304 NN LT 10 16 3,97 0,4 TO000479 65
TCMT 16T308 NN LT 10 16 3,97 0,8 TO000068 66
TCMT 16T312NN LT 10 16 3,97 0,8 TO001774 67

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

TCMT 110204 NN [frEsEs=Em]| [‘SosssEEm| | | [ |
TCMT 110208 NN [fEe | [(CE====mEE| [C5= | | |
TCMT 16T304 NN  [FemmEm | [foeesm=sm| | | | |
TCMT 16T308 NN  [mmm | [(eEEmm_ | [COEEEEEEE] [EEE ] [emm |
TCMT 16T312NN  [fem | [foeemm | [foeeessss] [Coeess | [C68 |

60° Triangle shape inserts, with positive rake angle. Suitable for regular and sever conditions Boring
and Internal turning.

. Not Recommended 2 Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8
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T 110204 NN Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 20 020 | 036 350
PRI 1 (S5 098 | qg0 | 010 20 | 008 018 | 029 | 180 280 | 10 018
Steel ' 210 20 016 | 029 250
42CrMo 4 180 20 018 | 029 280
St50-2 0.08
O 2 |okeo 280 | gqg 20 018 1 024 1 oy 200 10 ats
e 1060 20 | 0 15| 016 | 02 a0 | T
4140 320 15 | 7 014 | 019 180
220 20 016 | 0.24 190
280 15 014 | 024 150
X40 CrioV'5 1 0.10 008 70 10 012
- H13 320 15 013 | 017 130
ig 40 NiCrMo 6
Alloy Steel 3 430 350 15 013 | 014 100
§2-10-1-8 | 400 13 011 | 012 | 50 9 | 09 010
HSS M42 480 [ 010 12 | 005 0.09 | 0.10 40 80 | 07 008
550 1.0 008 | 008 | 30 70| 08 007
X5CNi18 9 | 210
¢ o 250 20 | 008 016 | 022 | 170 270 | 10 015
Austenitic 5 |xecmmorrzgl 20 | o100 1g | 008 014 | 017 | 160 210 | 10 012
Stainless Steel 316 10270 TCMT
X6 CrNiMoTi 17122 _______ B
6 [ammen iz 15 | 008 013|014 | 70 150 | 10 012
sebiile 7 |x8c7  |ameaed| 010 20 | 008 016 | 020 | 170 250 | 10 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o050 | g0e 16 | 020 | 70 B0 1o ors
Stainless Steel 410 Treated 120 190
GG 20 0.38 250
Grey 6625 M0\ 010 20 | 006 o018 | 036 | 170 230 | 10 018
Cast Iron t0 230
66 30 0.36 210
066 40 210 0.29 230
Nodular 066 50 20 | 010 20 | 006 016 | 024 | 120 190 | 10 @ 015
Cast Iron GGG 70 310 0.24 150
G-xe60Nicrd2 | 450 | 010 10 | 006 o010 [ 008 | 30 70 | 06 @ 007
Inconel 625 0.14 25 35
Inconel 718 | - 010 15 | 008 014 | 014 | 28 40 | 10 @ 012
Hastelloy C 017 40 65
TAGV4 | 010 15 | oog 014|017 | 3B 60| 10 04
T40 013 | 0.14 28 40 10 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TCMT 110204 NN [(EemmmEEm| [‘CEEEEEEE] | | [ |
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Turning Machining conditions TCMT 110208 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 20 045 | 043 400
PRI 1 (S5 098 | qg0 | 020 20 | 05 040 | 035 | 180 30 | 10 02
Steel ' 210 20 040 | 035 200
42 Crio 4 180 2.0 040 | 035 300
St50-2 0.12
Alloy Steel 2 |ckeo 280 | g9 20 040 1029 1 oy 20 15 oz
A 1060 20 | 0 15| . 0% | 0 20 |
4140 320 15 ’ 035 | 023 180
220 20 040 | 029 190
X40 CrMov 5 1| 280 15 038 | 029 150
0.20 012 70 10 | 018
o H13 320 15 035 | 020 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 15 032 | 017 100
$2-10-1-8 | 400 12 027 | 012 | 50 9 | 10 016
HSS M42 480 | 020 10 | 007 022 | 009 | 40 8 | 08 014
550 08 018 | 006 | 30 70 | 05 012
4 |xscmitg g | 210 20 | 015 038 | 031 | 170 270 | 1.0 024
304 to 250
Austenitic 5 |xecmimorrzgl 20 | oo 1 | 012 035 | 024 | 120 210 | 10 022
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 15 | 012 032 ] 02| 7 120 | 10 02
jelitle 7 x8C7  |ameaed| 020 20 | 015 038 | 027 | 170 250 | 10 o024
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13  (Ameadl o, o0 1 gas o35 | 027 10 015
Stainless Steel 410 Treated 120 210
GG 20 0.46 280
Grey 6625 M0\ 020 20 | 015 o040 | 043 | 170 250 | 10 024
Cast Iron t0 230
06 30 043 230
GG 40 210 0.35 230
Nodular GG 50 260 | 020 20 | 015 o040 | 029 | 120 190 | 10 @ 015
Cast Iron GGG 70 310 0.29 150
G-X260NiCr42 | 450 | 020 08 | 007 018 | 009 | 30 50 | 09 @ 012
Inconel 625 0.17 25 35
Inconel 718 | === 020 15 | 015 032|017 | 28 40 | 07 @ 02
Hastelloy C 0.20 40 65
Taeve | 00 15 | oqp 0B | 020 | B 60 | 07 02
40 035 | 047 | 28 40 | 07 02

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

TCMT 110208 NN [CEE | [CuEEEmmEE] [CEE | | |
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Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 3.0 0.23 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42CrMo 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |ckeo 220 | g9 28 020 1 040 1 oy 200 50 ats
e 1060 20 | 7 20 | 016 | 040 a0 | 7
4140 320 2.0 ' 0.16 | 0.32 180
220 25 018 | 0.40 190
280 25 016 | 040 150
X40 CrioV'5 1 020 0.09 70 20 012
- H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 20 014 | 024 100
§2-10-1-8 | 400 18 012 | 020 | 50 90 | 17 o011
HSS M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CNi18 9 | 210
¢ o 250 25 | 010 018 | 032 | 170 270 | 20 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270 TCMT
X6 CrNiMoTi 17122 _______ B
6 [ammen iz 20 | 009 o014 |02 | 70 150 | 20 o012
sebiile 7 x8C7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | g |xiscris  (AMeded) o0 o0 | o4 ggg | 0zs | 10 201 50 g
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
Grey 6625 M0 1020 30 | 008 o020 | 060 | 170 230 | 20 018
Cast Iron to 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 20 | 020 25 | 008 018 | 040 | 120 190 | 20 @ 015
Cast Iron GGG 70 310 0.40 150
G-xe60Nicrd2 | 450 | 020 15 | 005 o010 [ 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | - 020 20 | 010 o016 | 024 | 28 40 | 20 o012
Hastelloy C 0.28 40 65
TAGV4 | 020 20 | oge 016|028 | 3 60 | 20 o4
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
TCMT 16T304 NN CLLL] SEEEEEE| | [ | |
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Turning Machining conditions TCMT 16T308 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
st50-2 0.21
Alloy Steel 2 |ckeo 220 | gy 40 040 4 12y B0 a0 03
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 035 | 10 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
- H13 320 30 035 | 08 130
ig 40 NiCrMo 6
FATIREN 3 | 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
seliife 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60 | 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
TCMT 16T308 NN L1 | [CEEmEm | [CEEEEEEEE| [CES | [EEm |
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Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 047 | 13 350
PRI 1 (S5 098 | g | os0 40 | 022 043 | 11| 180 280 | 20 038
Steel ' 210 40 038 | 09 250
42 CrMo 4 180 40 043 | 11 280
St50-2 0.22
Alloy Steel 2 |cke0 220 | gy 40 0431 090 oy 200 15 030
e 1060 2 | 0 30| o 0% | 07 a0 | 77
4140 320 30 | 7 03| 06 180
220 40 038 | 09 190
X40 CrMov 51| 280 4.0 0.35 0.7 150
0.50 0.20 70 15 | 028
o H13 320 30 032 | 06 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 032 | 05 100
$2-10-1-8 | 400 28 028 | 04| 40 9 | 24 02
HSS M42 480 | 020 22 | 005 024 0.3 40 80 | 20 020
550 15 020 | 03| 30 70| 12 o016
X5CNi18 9 | 210
4 o 250 40 | 022 038 | 09| 170 270 | 15 028
Austenitic 5 [recmmorrzel 20 | o5 a0 | 020 o035 | 07| 120 210 | 15 025
Stainless Steel 316 10270 TCMT
X6 CrNiMoTi 17122 _______ B
6 [amen iz 30 | 020 032 06| 70 120 | 15 023
sl 7 x8C7  |ameaed| 050 30 | 023 038 | 08| 170 250 | 15 028
Stainless Steel 430
Martensitic | g |xscris  [AMEdRd) o0 g |50 ggg | gg | 10 201 45 o
Stainless Steel 410 Treated 120 210
GG 20 13 280
Grey 6625 M0 1050 50 | ot o0as | 12| 10 20 | 30 03
Cast Iron t0 230
GG 30 1.1 230
GG 40 210 11 230
Nodular 066G 50 20 | 050 40 | 018 038 | 10| 120 190 | 25 @ 028
Cast Iron GGG 70 310 0.9 150
G-xe60Nicrd2 | 450 | 020 12 | 004 o012 | o1 | 30 50 | 09 @ 008
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 022 034 | 07| 28 4| 15 02
Hastelloy C 0.8 40 65
Taeve | 050 30 | o 03| 08| B 60| 15 02
40 030 | o7 | 28 40 | 15 o022

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TCMT 16T312NN  [[EE | [CoEEEW | [Co=EsEEEE] [GEEEEE | [CEE |
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Shape Clearance Angle Tolerance Insert Type
Triangle 60° 0° No rake d +0.05 m=+0.08 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade s r Catalog Nr.  Page
TNMG 160404 NN LT 10 16 4,76 0,4 TO000457 69
TNMG 160408 NN LT 10 16 4,76 0,8 TO000069 70
TNMG 160412 NN LT 10 16 4,76 1,2 TO001734 71
TNMG 220404 NN LT 10 22 4,76 0,4 T0O001873 72
TNMG 220408 NN LT 10 22 4,76 0,8 TO000113 73
TNMG 220412 NN LT 10 22 4,76 1,2 TO001735 74

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

TNMG 160404 NN [fEEmEN | [fESEEEmEm] [058 | | |
TNMG 160408 NN [EEm | [fEcE=ssEm] [CEEEEEEEE] | [omm |
TNMG 160412 NN [ | [EE= | [feEEEEEEE| [GEE ] [emm ]
TNMG 220404 NN [(EEEEE | [fEEEEEEEE| [GEE | | |
TNMG 220408 NN [FEs ] [(EEEEEEEE]| [COSEEEEEE] | | [CoEEEm |
TNMG 220412 NN [ ] [EEm | [(EEEEEEEE] [GEE | [emm |

60° Triangle shape inserts. Suitable for General purpose Turning and Copying operations.

. Not Recommended 2 Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8
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Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 3.0 0.23 | 060 350
PRI 1 (S5 098 | g0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42CrMo 4 180 25 020 | 048 280
St50-2 0.11
Alloy Steel 2 |cke0 220 | g9 2% 020 1 040 1 oy 200 50 ats
e 1060 20 | T 20 | 016 | 040 a0 | 7
4140 320 20 | 7 o016 | 032 180
220 25 018 | 0.40 190
280 25 016 | 040 150
X40 CrMoV 5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 90 | 17 o011
HSS M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CNi18 9 | 210
4 o 250 25 | 010 018 [ 032 | 170 270 | 20 015
Austenitic | 5 |ecaimo1722 230 | g9 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 20 | 009 o014 |02 | 70 150 | 20 o012 | ENNE
sl 7 x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Ma!'tensitic 8 X15Cr13 Annealed 0.20 20 0.11 0.18 028 170 250 20 0.12
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
Grey 6625 M0 1020 30 | 008 o020 [ 060 | 170 230 | 20 018
Cast Iron t0 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular 066G 50 20 | 020 25 | 008 018 | 040 | 120 190 | 20 @ o015
Cast Iron GGG 70 310 0.40 150
G-xe60Nicrd2 | 450 | 020 15 | 005 o010 [ 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 o016 | 024 | 28 40 | 20 o012
Hastelloy C 0.28 40 65
TAGV4 | 020 20 | oge 016|028 | 3 60 | 20 o4
T40 014 | 024 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TNMG 160404 NN [f==mmm | [fEees=smm| [C5@ | [ |
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Turning ' Machining conditions TNMG 160408 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
st50-2 0.21
Alloy Steel 2 |ckeo 220 | gy 40 040 4 12y B0 a0 03
e 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 035 | 10 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
- H13 320 30 035 | 08 130
ig 40 NiCrMo 6
FATIREN 3 | 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
seliife 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60 | 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TNMG 160408 NN [Emm | [fEEEEEEEE]| [COEEEEEEE| | | [emm |

TR T S T O S Y S S O S S S A S S S
[1 2 3 ANNNN1 2 3 ANNN1 2 3 N1 2 3 ANNN1 2 3 4]
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Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 068 | 3.1 330
PRI 1 (S5 098 | qgo | oso 50 | 027 068 | 31| 180 280 | 40 050
Steel ' 210 5.0 060 | 26 250
42 CrMo 4 180 50 060 | 26 280
St50-2 0.27
Alloy Steel 2 |cke0 280 | gy 30 060 1 20 1 oy 20 40 oss
e 1060 20 | 0 50| . 0% 20 a0 | T
4140 320 40 | 77 o0s3 | 17 180
220 50 060 | 20 190
X40 CrMov 51| 280 5.0 0.60 2.0 150
0.50 0.23 70 40 | 040
o H13 320 40 053 | 16 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 16 100
$2-10-1-8 400 35 0.45 1.2 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 09 | 40 80 | 29 030
550 25 028 | 06| 30 70| 25 025
X5CNi18 9 | 210
U 0 250 50 | 026 052 | 17| 170 270 | 40 @ 040
Austenitic 5 [recmmorrzel 20 | o500 | 023 o046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 50 | 023 o046 | 10| 70 150 | 40 032 | ENNE
sl 7 x8C7  |ameaed| 050 50 | 020 o046 | 15| 170 250 | 40 035
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0 oo |00 g | qs | 10 B0 40 0ss
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 6625 M0 1050 50 | 020 o090 | 27| 10 230 | 40 060
Cast Iron t0 230
GG 30 2.7 210
GG 40 210 23 230
Nodular 066G 50 20 | 050 50 | 020 070 | 20 | 120 190 | 40 @ 050
Cast Iron GGG 70 310 18 150
Gxe60Nicra2 | 450 | 050 18 | 006 015 | 03| 30 s0 | 12 o012
Inconel 625 1.4 25 35
Inconel 718 | === 05 50 | 026 046 | 14 | 28 40 | 30 038
Hastelloy C 1.6 40 65
Taeve | 050 50 | oo 046 | 16| 3B 60 | 30 038
40 030 | 12| 28 40 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
TNMG 160412 NN [ | [EEm | [CessEmmEm| [CE= | [EEm |

TECHNOLOGIES
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Turning Machining conditions TNMG 220404 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 40 040 | 13 330
PRI 1 (S5 098 | qg0 | os0 40 | 015 040 | 13| 180 280 | 30 025
Steel ' 210 40 030 | 11 250
42 CrMo 4 180 40 030 | 11 280
st50-2 0.15
Alloy Steel 2 |ckeo 220 | gy 40 030 1 110 oy 200 55 os
e 1060 20 | 0 40| o 02| 10 a0 | <77
4140 320 40 | 77 02| 12 180
220 40 030 | 11 190
X40 CrMov 5 1| 280 4.0 0.30 1.1 150
0.50 0.13 70 20 020
o H13 320 30 028 | 10 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 028 | 10 100
$2-10-1-8 | 400 25 024 | 05| 5 9 | 17 o018
HSS M42 480 [ 050 20 | 008 020 03 40 80 14 016
550 15 015 | 02| 30 70| 12 014
X5CrNi18 9 | 210
¢ o 250 40 | 015 030 | 10| 170 270 | 20 o018
Austenitic | 5 |ecnimorr22) 20 | g50 30 | 015 025 | 10| 160 210 | 20 05
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 30 | 015 025 | 10| 70 150 | 20 o012
seliife 7 x8c7  |ameaed| 050 40 | 016 025 | 10| 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o0, 0l e o5 | g9 | 10 20 50 os
Stainless Steel 410 Treated 120 190
GG 20 17 250
Grey 6625 M0 1 050 40 | 012 o040 | 15| 10 230 | 30  o18
Cast Iron t0 230
GG 30 1.3 210
GG 40 210 16 230
Nodular GG 50 20 | 050 40 | 012 035 | 13| 120 190 | 20 @ o015
Cast Iron GGG 70 310 1.1 150
G-x260Nicrd2 | 450 | 050 15 | 008 015 | 03 | 30 50 | 06 007
Inconel 625 0.5 25 35
Inconel 718 | === 05 30 | 012 025 | o5 | 28 40 | 10 013
Hastelloy C 0.3 40 65
Taeve | 050 30 | oqr 0B | 03| B 60| 10 015
0 023 | 03| 28 40 | 10 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TNMG 220404 NN [femmEm | [CE==sEmsm] [CES ] | |

TR T S T O S Y S S O S S S A S S S
[1 2 3 ANNNN1 2 3 ANNN1 2 3 N1 2 3 ANNN1 2 3 4]
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Machining conditions Turning

Group Material  Brinell doc[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . 3 conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 7.0 045 | 18 350
PRI 1 (S5 098 | qgo | oso 70 | 021 045 | 18| 180 30 | 30 03
Steel ' 210 5.0 040 | 15 250
42CrMo 4 180 7.0 040 | 12 280
St50-2 0.21
Alloy Steel 2 |Ck60 230 0.50 7.0 0.40 12 120 250 30 030
e 1060 20 | 0 50| . 0% | 12 a0 | 7T
4140 320 40 | 77 035 | 10 180
220 50 040 | 12 190
X40 CrMov 51| 280 5.0 0.40 12 150
0.50 0.18 70 25 028
- H13 320 40 035 | 08 130
ig 40 NiCrMo 6
Aoy stee TP 350 40 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |Cmitgo | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 |X2CrNiMo 1722 230 050 = 40 0.18  0.35 08 | 160 210 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 40 | 018 035 | 06| 70 150 | 25 02 | EME
sl 7 x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xi5cr13  |Ameded) o000 | 000 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 70 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 70 | 015 050 | 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | - 05 50 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 50 | oqg 0¥ | 08| B 60 | 20 00
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
TNMG 220408 NN [mmm | [FEEEEEEEE] [CEEEEEEEE] | | [AEEEEE ]
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Turning Machining conditions TNMG 220412 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min] OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 6.0 068 | 31 330
PRI 1 (S5 098 | qg0 | os0 50 | 027 068 | 31| 180 280 | 40 050
Steel ' 210 50 060 | 26 250
42 CrMo 4 180 6.0 060 | 26 280
St50-2 0.27
Alloy Steel 2 |ckeo 280 | gy 80 060 1 201 oy 200 40 oss
AL 1080 20 | 50 | . 05| 20 a0 | 0T
4140 320 5.0 ' 0.53 1.7 180
220 6.0 060 | 20 190
X40 CrMov 51| 280 5.0 0.60 2.0 150
0.50 0.23 70 40 | 040
o H13 320 50 053 | 16 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 40 053 | 16 100
$2-10-1-8 400 35 0.45 1.2 50 9 | 34 036
HSS M42 480 | 050 30 [ 014 035 | 09 | 40 80 | 29 030
550 25 028 | 06| 30 70| 25 025
4 [xcmitgg | 210 50 | 026 052 | 17| 170 270 | 40 040
304 to 250
Austenitic 5 [recmmorrzel 20 | og0 50 | 023 o046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 023 046 | 10| 70 150 | 40 @ 032
Ferritic 7 X807 |Ameded| 050 50 | 029 o046 | 15| 170 250 | 40 035
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13 (Ameded) o0 5h 000 046 | 15 40 035
Stainless Steel 410 Treated 120 190
GG 20 3.0 250
Grey 06 25 M0\ os0 60 | 020 o090 | 27| 170 230 | 40 060
Cast Iron t0 230
GG 30 2.7 210
GG 40 210 23 230
Nodular GG 50 260 | 050 60 | 020 070 | 20 | 120 190 | 40 050
Cast Iron GGG 70 310 18 150
G-x260Nicra2 | 450 | 050 18 | 006 015 | 03| 30 50 | 12 012
Inconel 625 1.4 25 35
Inconel 718 | === 050 50 | 026 046 | 14 | 28 40 | 30 038
Hastelloy C 1.6 40 65
Taeve | 050 50 | o3 04| 16| 3 60 | 30 03
40 03 | 12| 28 40 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TNMG 220412 NN [ | [em= ] [FEEEEEEEE] [fEE | [EEm ]

TR T S T O S Y S S O S S S A S S S
[1 2 3 ANNNN1 2 3 ANNN1 2 3 N1 2 3 ANNN1 2 3 4]
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T NMDP
2 o All

Shape Clearance Angle Tolerance Insert Type
Triangle 60° 0° No rake d+0.05 m=0.08 Pin / Top clamp
s £0.13 Double sided

Insert designation Grade I S r Catalog Nr.  Page

TNMP 160408 NN LT 10 16 4,76 0,8 TO000492 76

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

TNMP 160408 NN [TTT] [fEEEEEEEE] [FEEEEEEEE [ ] ]

PR R S Y S S T S S R O S SR S
12 3 ANNEN1 2 3 AJNEN1 2 3 JNEN1 2 3 JJEN1 2 3 4

60° Triangle shape inserts, with positive chip breaker geometry. Generates considerably low cutting
forces. Suitable for General purpose, Copying, High Temperature Alloys and Stainless Steel turning
operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8
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Turning Machining conditions TNMP 160408 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |ckeo 280 | gy 40 040 1 12 oy B0 a0 03
A 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 ’ 0.35 1.0 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 4.0 0.40 12 150
0.50 0.18 70 25 | 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 40 | 018 035 | 06| 70 150 | 25 o028
jelitle 7 |x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 g0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | o015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 1.5 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

TNMP 160408 NN EEEE [(onnsmmEs| [CEEEEEEEE] | | |

TECHNOLOGIES
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Shape Clearance Angle Tolerance Insert Type
Triangle 60° 0° No rake | +0.13 m=+0.2 Pin / Top clamp
s =0.13 Double sided

Insert designation Grade S r Catalog Nr. Page
TNUX 160404 R LT 10 16 4,76 0,4 T0001125 78
TNUX 160404 L LT 10 16 4,76 0,4 TO001877 78
TNUX 160408 R LT 10 16 4,76 0,8 TO001137 79
TNUX 160408 L LT 10 16 4,76 0,8 T0001878 79

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

TNUX
TNUX 160404 R [FEEEEEEEE] [FEEEEEEEn] [Emm ] [ | [Emm | -
TNUX 160404 L SEEEEER EEEEEEE]| [am | ]  [FEm ] -
TNUX 160408 R [Fem____ | [FoeeEm | EEEEmEE]| | |  [emm ]
TNUX 160408 L [mm |  [FeEEEm | IEEEEEE [ | [EEm |

T o TR o

60° Triangle shape inserts. Suitable for General turning and longitudinal operations, where there is
a concern for work piece vibrations.

Not Recommended Acceptable Recommended Excellent

mﬁflﬁlﬂl
 Cutting Conditions

Machining Recommendation Guide - Please see Pg. 8
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Turning ' Machining conditions TNUX 160404 R & TNUX 160404 L

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . 5 conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 030 | 12 330
PRI 1 (S5 098 | qg0 | 020 40 | 002 028 | 08 | 180 280 | 25 06
Steel ' 210 40 025 | 08 250
42 CrMo 4 180 40 | oy, 028 | 08 280
Alloy Steel 2 ng?gz 220 | g9 40 ' 0251 081 g 200 50 ats
oy Steel . I .
1060 280 30 | jog 02| 08 210
4140 320 3.0 020 | 05 180
220 3.0 023 | 06 190
x40Cov5 1| 280 | o0 30 1 6e 0211 05 o0 1500 o
" H13 320 ’ 30 ' 018 | 05 130 ’ '
ig 40 NiCrMo 6
Alloy Steel 3 |40 350 3.0 016 | 04 100
§2-10-1-8 | 400 20 012 | o2 5 e | 15 on
HSS M42 480 | 020 15 | 005 o010 | 02| 40 80 | 10 009
550 1.0 008 | 01| 3 70| 05 007
X5CcrNi18 9 | 210
4 o 10 250 40 | 012 023 | o7 | 170 270 | 30 016
Austenitic 5 |X2CrNiMo 1722 230 020 30 010 0.2 05 [ 160 210 20 0.4
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 | nmoniez 30 | 008 o018 | o5 70 150 | 15 o020
jelitle 7 |x8c7  |ameaed| 020 30 | 010 022 | o6 | 170 250 | 20 015
Stainless Steel 430
Martensitic | g |xtscris  [AMEdRd) o0 g | g0 g | gg | 10 B0 o0 g
Stainless Steel 410 Treated 120 190
trey GG 20 149 12 250
s 66 25 0o30| 020 50 | 012 030 | 12| 170 230 | 30 016
GG 30 1.2 210
GG 40 210 0.8 230
Nodular GG 50 260 | 020 40 | 010 025 | 08 | 120 190 | 20 013
Cast Iron GGG 70 310 0.8 150
G-xo60Nicra2 | 450 | 020 14 | 005 o010 | 01| 30 50 | 10 007
Inconel 625 0.6 25 35
Inconel 718 | ===---- 020 30 | 008 02| 06| 28 40 | 15 012
Hastelloy C 0.6 40 65
TA6VA | 020 30 | oos OB | 06| 3 60| 15 012
T40 ' ’ ' 021 | 05| 28 40 | 15 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

TNUX 160404 R & L [(Fr=smmmEm| [Coosss=s| [C58 [ | [o== |

TECHNOLOGIES
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160408 R & TNUX 160408 L Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qg0 | 020 40 | 018 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 Crio 4 180 40 040 | 12 280
St50-2 015
Alloy Steel 2 |cke0 220 | g9 40 040 1 12y B0 a0 03
e 1060 2 | 7 30| 0% | 12 a0 | 7T
4140 320 3.0 ' 0.35 1.0 180
220 30 040 | 12 190
X40 CrMov 51| 280 3.0 0.40 12 150
0.20 0.12 70 25 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 030 | 05| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 | 15 022
550 1.0 019 | 02| 30 70| 10 015
X5CNi18 9 | 210
o 0 250 40 | 018 040 | 10| 170 270 | 30 035
Austenitic 5 |X2CrNiMo 1722 230 020 30 015 0.35 08 [ 160 210 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 30 | 012 035 | 06| 70 150 | 25 @ 028
sebiile 7 |x8C7  |ameaed| 020 30 | 015 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 250
Martensitio | g | Xiscria |Amead 500 5 |45 a5 | g 30 03 | M
Stainless Steel 410 Treated 120 190 _
GG 20 2.0 250
Grey 6625 0100 50 | o012 o060 | 18| 170 230 | 30 03
Cast Iron to 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 260 | 020 40 | 010 05 | 13| 120 190 | 30 = 030
Cast Iron GGG 70 310 1.2 150
G-x260NiCra2 | 450 | 050 10 | 010 019 | 02| 30 5 | 10 | 009
Inconel 625 0.7 25 35
Inconel 718 | === 020 30 | 012 035 | 07| 28 40 | 20 @ 028
Hastelloy C 0.8 40 65
Taeve | 020 30 | op 0¥ | 08| 35 60| 20 030
140 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TNUX 160408 R & L [== [T [Fomsnmmnn] | | [ |
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Shape Clearance Angle Tolerance Insert Type
Triangle 60° 5° Positive rake d+0.05 m=0.16 Clamping
s +0.13 Single sided

Insert designation Grade I s r Catalog Nr. Page

TPMR 160304 NN LT 10 16 3,76 0,4 T0001638 81
TPMR 160308 NN LT 10 16 3,76 0,8 T0001535 82

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

TPMR 160304 NN [fEEEEEEEN] [fEEEEEEEE] | ] | ]
TPMR 160308 NN ENENEEN| [(EEEEEEEE] | [ ] |

1 2 3 41 2 3 41 2 3 41 2 3 JNEN1 2 3 4

60° Triangle shape inserts, with positive rake angle. Suitable for Boring and Internal turning
operations.

Not Recommended Acceptable Recommended Excellent

vco ) rrosucshany e )

Machining Recommendation Guide - Please see Pg. 8

@
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TPMR 160304 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group ie
Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |cke0 220 | g9 28 020 1 040 1 oy 200 50 ats
oS 1060 20 | T 20 | 018 | 040 20 | 7
4140 320 2.0 ' 0.16 | 0.32 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 | 005 010 | 017 | 40 8 | 14 009
550 14 008 [ 013 | 30 70| 12 007
X5CNi18 9 | 210
o 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
Ferritic 7 X807 |ameded| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 o0 | o g | o2s | 0 20| a0 oo
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
5 66 25 M 1020 30 | 008 o020 |os0 | 170 230 | 20 o018
Cast Iron to 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-x260NiCra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | ==----- 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
Taeve | 020 20 | ogg 016|028 | 35 60| 20 oM
™ 014 | 024 | 28 40 | 20 o012
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

TPMR 160304 NN

[FAEEEEEEE]

[FAEEEEEEE]

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning Machining conditions TPMR 160308 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |ckeo 280 | gy 40 040 1 12 oy B0 a0 03
A 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 ’ 0.35 1.0 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 4.0 0.40 12 150
0.50 0.18 70 25 | 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 40 | 018 035 | 06| 70 150 | 25 o028
jelitle 7 |x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 g0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | o015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 1.5 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

TPMR 160304 NN~ [(inmasmss] [omssssss] | | | ]
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V B M T
5 . @] Ul

Shape Clearance Angle Tolerance Insert Type
35° Diamond 5° Positive rake | £0.05 m=+=0.16 Screw down clamping
s +0.13 Single sided
Insert designation Grade | S r Catalog Nr. Page
VBMT 110304 NN LT 10 11 3,76 0,4 T0001460 84
VBMT 160404 NN LT 10 16 4,76 0,4 TO000070 85
VBMT 160408 NN LT 10 16 4,76 0,8 TO000071 86

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

VBMT 110304 NN [FEEEEEEEE] [fEEEEEEEE [ | || |
VBMT 160404 NN EEEEEEE [AEEEEEEEE] [ | [ | |
VBMT 160408 NN [fEm R 1| EEEEEER [ |

VBMT

PR S Y S S S T S S R O T SR
[1 2 3 4QENt1 2 3 A1 2 3 JNE1 2 3 JdNN1 2 3 4

35° shape inserts, with positive rake angle. Suitable for internal and external Copying operations of
complex geometries.

. Not Recommended 2 Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8
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83 |



Turning ' Machining conditions VBMT 110304 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 20 020 | 036 350
PRI 1 (S5 098 | qg0 | 010 20 | 008 018 | 029 | 180 280 | 10 018
Steel ' 210 20 016 | 029 250
42CrMo 4 180 2.0 018 | 029 280
St50-2 0.08
O 2 |okeo 280 | gqp 20 018 1 024 1 oy 200 10 ats
A 1060 20 | T s | 06 | 0z 20 |
4140 320 15 | 7 014 | 019 180
220 20 016 | 0.24 190
280 15 014 | 024 150
X40 CrioV'5 1 0.10 0.08 70 10 012
- H13 320 15 013 | 017 130
ig 40 NiCrMo 6
aloystee TP 350 15 013 | 014 100
§2-10-1-8 | 400 13 011 | 012 | 50 9 | 09 010
HSS M42 480 [ 010 12 | 005 0.09 | 0.10 40 80 | 07 008
550 1.0 008 | 008 | 30 70| 08 007
X5CcrNi18 9 | 210
¢ o250 20 | 008 o016 | 022 | 170 270 | 10 015
Austenitic 5 |xecmorrzgl 20 | o101 | 008 o014 | 017 | 160 210 | 10 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 15 | 008 013|014 | 70 150 | 10 o012
jelitle 7 x8c7  |ameaed| 010 20 | 008 016 | 020 | 170 250 | 10 015
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded o050 1 goe 16 | 020 | 0 20| qg ors
Stainless Steel 410 Treated 120 190
GG 20 0.38 250
Grey 6625 M0 1010 20 | 006 o018 | 036 | 170 230 | 10 o018
Cast Iron t0 230
66 30 0.36 210
066 40 210 0.29 230
Nodular 066 50 20 | 010 20 | 006 016 | 024 | 120 190 | 10 @ 015
Cast Iron GGG 70 310 0.24 150
G-x260Nicrd2 | 450 | 010 10 | 006 o010 [ 008 | 30 70 | 06 @ 007
Inconel 625 0.14 25 35
Inconel 718 | - 010 15 | 008 014 | 014 | 28 40 | 10 012
Hastelloy C 017 40 65
TAGV4 | 00 15 | oos 04| 07| B 60| 10 0w
T40 013 | 0.14 28 40 10 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut
VBMT 110304 NN EEEEEER [FEEEEEEEE]| | ] ] ]

PR T S T O S S S O S S S A S S S
[1 2 3 AN 2 3 ANNN1 2 3 N1 2 3 JNEN1 2 3 4]
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VBMT 160404 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group ie
Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |cke0 220 | g9 28 020 1 040 1 oy 200 50 ats
oS 1060 20 | T 20 | 018 | 040 20 | 7
4140 320 2.0 ' 0.16 | 0.32 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 | 005 010 | 017 | 40 8 | 14 009
550 14 008 [ 013 | 30 70| 12 007
X5CNi18 9 | 210
o 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
Ferritic 7 X807 |ameded| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 o0 | o g | o2s | 0 20| a0 oo
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
5 66 25 M 1020 30 | 008 o020 |os0 | 170 230 | 20 o018
Cast Iron to 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-x260NiCra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | ==----- 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
Taeve | 020 20 | ogg 016|028 | 35 60| 20 oM
™ 014 | 024 | 28 40 | 20 o012
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

VBMT 160404 NN

[FEEEEEEEE]

EEEEEEE]

[

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning Machining conditions VBMT 160408 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qg0 | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |ckeo 280 | gy 40 040 1 12 oy B0 a0 03
A 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 ’ 0.35 1.0 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 4.0 0.40 12 150
0.50 0.18 70 25 | 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 40 | 018 035 | 06| 70 150 | 25 o028
jelitle 7 |x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 g0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | o015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 1.5 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

VBMT 160404 NN [mmm | [feEEEEEEE]| [CEEEEEEEE] | | |

PR T S T O S S S O S S S A S S S
[1 2 3 AN 2 3 ANNN1 2 3 N1 2 3 JNEN1 2 3 4]
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VCMT
5 . ] Ul

Shape Clearance Angle Tolerance Insert Type
35° Diamond 7° Positive rake | +0.05 m=0.16 Screw down clamping
s +0.13 Single sided
Insert designation Grade | S r Catalog Nr. Page
VCMT 160404 NN LT 10 16 4,76 0,4 TO001102 88
VCMT 160408 NN LT 10 16 4,76 0,8 T0O001103 89

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

VCMT 160404 NN [[fEEEEEEE| [ CCSEEEEE| | . ] |
VCMT 160408 NN [CEm | [fEEEEEEEm| [CoEEEEEEE] | | |

TR S T S R S S S R S
12 3 ANENN1 2 3 AJNEN1 2 3 4JJEN1 2 3 JNE1 2 3 4

35° shape inserts, with positive rake angle. Suitable for internal and external Copying operations of
complex geometries.

. Not Recommended 2 Acceptable 3 Recommended Excellent

==

Machining Recommendation Guide - Please see Pg. 8

VCMT
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Turning ' Machining conditions VCMT 160404 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 | 4 020 | 048 280
Alloy Steel 2 ng?gZ 220 | g9 2% B CEN 120 20 20 015
S 1060 20 | 7 20 | 016 | 040 a0 | 7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocrmovs 1| 280 | oo 25 | oo 016 | 040 | 180 |
o H13 320 ' 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Aloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 015
Austenitic | 5 |ecamo1722 230 | g0 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
sl 7 [x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
o GG 20 140 0.64 250
rey
Cact Iron 06 25 o0 | 020 30 | 088 020 | 060 | 170 230 | 20 018
66 30 0,60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-x260Nicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | =-=---- 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
TA6ve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

VCMT 160404 NN EEEEEEE| [CoEEEEEEE| | | | ]

TECHNOLOGIES
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Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |Cke0 230 0.50 40 0.40 12 120 250 30 030
S 1060 20 | 0 40| 0% | 12 a0 | 77
4140 320 35 | 0 035 | 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
- H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
aloystee TP 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |Cmitgo | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 |X2CrNiMo 1722 230 050 @ 40 0.18  0.35 08 | 160 210 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
sl 7 |x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xi5cr13  |Ameded) o000 | 000 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230 VCMT
Nodular 066 50 260 | 050 50 | 015 050 | 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150 -
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | - 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
A6V | 050 30 | oqg 0¥ | 08| B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

VCMT 160408 NN ELL] | [(EeEEEEEE]| [CoEEEEEEE | | |

TR T T T S Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEN1 2 3 JNE1 2 3 4
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V N M G
> o

Shape Clearance Angle Tolerance Insert Type
35° Diamond 0° No rake | +0.05 m=0.16 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade I s r Catalog Nr.  Page
VNMG 160404 NN LT 10 16 4,76 0,4 TO000072 91
VNMG 160408 NN LT 10 16 4,76 0,8 TO000073 92

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

VNMG 160404 NN [[CEEEEEEE| [ COSEEEEE]| | | [ |
VNMG 160408 NN [] [LLL] [CEonEEmmE| | | [EEm |

R R Y S T S S S S S R S S SR
12 3 ANENNT 2 3 ANN1 2 3 JNEN1 2 3 JNNNE1 2 3 4

35° shape inserts. Suitable for Semi-roughing external Copying operations.

Not Recommended Acceptable Recommended Excellent

[ p——

Machining Recommendation Guide - Please see Pg. 8

@
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VNMG 160404 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group ie
Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |cke0 220 | g9 28 020 1 040 1 oy 200 50 ats
oS 1060 20 | T 20 | 018 | 040 20 | 7
4140 320 2.0 ' 0.16 | 0.32 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 | 005 010 | 017 | 40 8 | 14 009
550 14 008 [ 013 | 30 70| 12 007
X5CNi18 9 | 210
o 0 250 25 | 010 018 | 032 | 170 270 | 20 @ 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
Ferritic 7 X807 |ameded| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | ¢ |xisor13  [Ameded o0 o0 | o g | o2s | 0 20| a0 oo
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
5 66 25 M 1020 30 | 008 o020 |os0 | 170 230 | 20 o018
Cast Iron to 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-x260NiCra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | ==----- 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
Taeve | 020 20 | ogg 016|028 | 35 60| 20 oM
™ 014 | 024 | 28 40 | 20 o012
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

VNMG 160404 NN

[FeEEEEEEE]

[

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning Machining conditions VNMG 160408 NN

Group Material  Brinell  doc[mm] feed [nm/rev] Amax Vg [m/min] OPém'iggg"G

Kk
No  Examples* hardness min | m min | max T min | max d.o.c | feed

Material Group

ax
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | oso 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 5.0 040 | 12 280
St50-2 0.21
Alloy Steel 2 |Cke60 230 0.50 40 0.40 12 120 250 30 030
S 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 77 03| 10 180
220 40 040 | 12 190
X40 CrMov 5 1| 280 40 040 | 12 150
0.50 0.18 70 25 028
- H13 320 30 035 | 08 130
ig 40 NiCrMo 6
aloyseel TR 350 3.0 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 | 1.7 020
550 17 020 | 03| 30 70| 10 o018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
sl 7 x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13 (Ameadl o500 1 o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0\ os0 50 | 015 o060 | 18| 170 230 | 30 03
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-x26onicr2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | og 03| 08| 3 60| 20 030
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

VNMG 160408 NN [ [ [CommEEEEm]| | | [EEm |
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Shape Clearance Angle Tolerance Insert Type

80° Diamond 0° No rake | £0.05 m=+0.08 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade S r Catalog Nr.  Page
WNMG 060404 NN LT 10 6 4,76 0,4 TO000133 94
WNMG 060408 NN LT 10 6 4,76 0,8 T0O000137 95
WNMG 080404 NN LT 10 8 4,76 0,4 TO000584 96
WNMG 080408 NN LT 10 8 4,76 0,8 TO000075 97
WNMG 080408 NR LT 10 8 4,76 0,8 T0001437 98
WNMG 080408 NP LT 10 8 4,76 0,8 T0001967 99
WNMG 080408 WM LT 10 8 4,76 0,8 T0000076 100
WNMG 080412 NN LT 10 8 4,76 1,2 TO000077 101

Application Guide Supe

WNMG 060404 NN

r Finishing  Finishing

[FAEEEEEEE]

Semi Finishing

Roughing

Interrrupted Cut

WNMG 060408 NN

WNMG 080404 NN

WNMG 080408 NN

WNMG 080408 NP

|
[FeEEEEEEE]

[
[
[
B
[
[

WNMG 080408 WM

(E=w |

[
|
[
WNMG 080408 NR |
[
\
[

WNMG 080412 NN

[FEEEEEEER|

1

1 Not Recommended

| [CEm I

TR
2 3 4NNl 2 3 4

2 Acceptable

3 Recommended

Excellent

NN Al Purpose Chipbreaker

WM  Wiper Medium

chip breaker

80° Trigon shape inserts, with 6 cutting edges. Suitable for all-purpose Turning, Facing and Boring operations.

@

TECHNOLOGIES
93 |



Turning Machining conditions WNMG 060404 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | g0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 | 4 020 | 048 280
Alloy Steel 2 ng?gZ 220 | g9 2% N 20 200 90 o015
A 1060 20 | 7 20 | 018 | 040 a0 | 7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocmovs 1| 280 | oo 25 | oo 016 | 040 | 180 |,
" H13 320 ’ 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Aloy Steel 3 {430 350 20 014 | 024 100
§2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 [ 005 o010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CcrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
jelitle 7 x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
. GG 20 140 0.64 250
rey
Cact Iron 06 25 o3| 02 30 | 088 020 | 060 | 170 230 | 20 018
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
axosoNicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | ===---- 020 20 | 010 016 | 024 | 28 40 | 20 012
Hastelloy C 0.28 40 65
Taeve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 0.14 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

WNMG 060404 NN L] SEmmEEE| | | ] |
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WNMG 060408 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group ie
Material Group . 2 conditions
R min [ max min | max ) min | max d.o.c | feed
150 35 0.45 1.2 350
PRI 1 (S5 098 | qgo | os0 35 | 021 045 | 12| 180 30 | 30 03
Steel ' 210 35 040 | 10 250
42 CrMo 4 180 35 0.40 1.0 280
5t50-2 021
Alloy Steel 2 |ckeo 230 0.50 30 0.40 10 120 250 3.0 0.30
e 1060 2 | 0 30| . 0% | 09 a0 | 7T
4140 320 3.0 ' 035 | 08 180
220 3.0 0.40 1.0 190
X40 CrMov 51| 280 3.0 0.40 1.0 150
0.50 0.18 70 25 0.28
Hioh H13 320 25 0.35 0.7 130
ig 40 NiCrMo 6
Alloy Steel 3 4340 350 25 0.35 0.7 100
§2-10-1-8 400 2.0 0.30 0.5 50 90 15 0.25
HSS M42 480 0.50 15 011 025 0.3 40 80 1.0 0.20
550 1.0 0.20 0.2 30 70 0.5 0.18
4 |X5cmitgo | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 |X2CrNiMo 1722 230 050 @ 40 0.18  0.35 08 | 160 210 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17 122] _______
6 mrn'buzléxmmk 40 018 035 0.6 70 150 2.5 0.28
Ferritic 7 X807 |ameded| 050 40 | 022 035 | 09 | 170 250 | 30 03
Stainless Steel 430
i 170 250
Martensitic | g |xiscr13  (Ameadl o500l o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 20 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron to 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 260 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-X260NiCr42 [ 450 0.50 1.7 011 025 0.4 30 50 1.0 0.18
Inconel 625 0.7 25 35
Inconel 718 | -------- 0.50 3.0 020 035 0.7 28 40 2.0 0.28
Hastelloy C 0.8 40 65
Taeve | 050 30 | o 0¥ | 08| 3 60| 20 030
T40 0.30 0.6 28 40 2.0 0.28
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
WNMG 060408 NN [(FEmEm | [fo=sE==EE [FenEmEEEm] | | [emm |

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning Machining conditions WNMG 080404 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 | 4 020 | 048 280
Alloy Steel 2 ng?gZ 220 | g9 2% B CEN 120 20 20 015
S 1060 20 | 7 20 | 016 | 040 a0 | 7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocrmovs 1| 280 | oo 25 | oo 016 | 040 | 180 |
o H13 320 ' 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Aloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 015
Austenitic | 5 |ecamo1722 230 | g0 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
sl 7 [x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
o GG 20 140 0.64 250
rey
Cact Iron 06 25 o0 | 020 30 | 088 020 | 060 | 170 230 | 20 018
66 30 0,60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-x260Nicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | =-=---- 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
TA6ve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

WNMG 080404 NN [Frmmmm [Coommmmms] | | ] |
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WNMG 080408 NN Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group i
Material Group . > conditions
No  Examples* hardness min | max min | max ] min | max d.o.c | feed
150 50 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |Cke0 230 0.50 40 040 12 120 250 30 030
S 1060 20 | 0 40| 0% | 12 a0 | 77
4140 320 35 ‘ 035 | 1.0 180
220 40 040 | 12 190
X40 CrMov 51| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel 3 |40 350 30 035 | 08 100
§2-10-1-8 | 400 25 03 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 | 03| 3 70| 10 o018
X5CNi18 9 | 210
4 o 10250 50 | 020 040 | 10| 170 270 | 30 = 035
Austenitic | 5 |ecamotr22 230 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 | mmoniez 40 [ 018 035 | 06| 70 150 | 25 028
et 7 |xcr7 |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
Martensitic | g |xscris  [AMEdRd) o0y |05 ggs | g9 | 10 201 50 g5
Stainless Steel 410 Treated 120 190
66 20 20 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GGG 50 260 | 050 50 | 015 050 [ 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xo60Nicra2 | 450 | 050 17 | 011 025 | 04| 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | o1g 0¥ | 08| 3 60| 20 030
T40 030 | 06| 28 40 | 20 028
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
WNMG 080408 NN [F5m | [ConeEwmEN] [CoEEeEEEE] | | [EEm |

TR T T T S Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEN1 2 3 JNE1 2 3 4
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Turning ' Machining conditions WNMG 080408 NR

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 068 | 23 330
PRI 1 (S5 098 | g0 | os0 50 | 027 068 | 23 | 180 280 | 40 050
Steel ' 210 5.0 060 | 20 250
42 Crio 4 180 50 060 | 20 280
St50-2 0.27
Alloy Steel 2 |cke0 280 | gy 30 060 1 151 oy 200 4o oss
AL 1080 20 | 50 | . 0% 15 a0 | 0T
4140 320 40 | 77 o0s3 | 13 180
220 50 060 | 15 190
X40 CrMov 51| 280 5.0 0.60 1.5 150
0.50 0.23 70 40 040
o H13 320 40 053 | 12 130
ig 40 NiCrMo 6
Aloy Steel I oo 350 40 053 | 12 100
$2-10-1-8 400 35 045 | 09 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 07 | 40 80 | 29 030
550 25 028 | 05| 30 70| 25 025
4 [xcmitgg | 210 50 | 026 052 | 13| 170 270 | 40 040
304 to 250
Austenitic 5 [recmmorrzgl 20 | og0 50 | 023 o046 | 11| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 023 o046 | 08| 70 150 | 40 @ 032
Ferritic 7 X807 |Ameded| 050 50 | 029 o046 | 11| 170 250 | 40 035
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13 (Ameded) o5 oo | o00 045 | 1 40 035
Stainless Steel 410 Treated 120 190
GG 20 2.3 250
Grey 06 25 M0\ os0 50 | 020 o090 | 20| 170 230 | 40 060
Cast Iron t0 230
GG 30 20 210
GGG 40 210 1.7 230
Nodular GG 50 260 | 050 50 | 020 o070 | 15| 120 190 | 40 @ 050
Cast Iron GGG 70 310 14 150
G-X260NiCrd2 | 450 | 050 1.8 | 006 015 | 02 | 30 50 | 12 012
Inconel 625 1.1 25 35
Inconel 718 | === 050 50 | 026 046 | 11| 28 40 | 30 038
Hastelloy C 1.2 40 65
TA6ve | 050 50 | 0s3 04| 12| 35 60| 30 o038
40 039 | 09| 28 40 | 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

WNMG 080408 NR | | [eEm | [FEEEEEEEE] [CEEEEm | |[CEEEEE |
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WNMG 080408 NP Machining conditions Turning

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

Optimal cutting

: Group i
Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 50 068 | 23 330
PRI 1 (S5 098 | qg0 | os0 50 | 027 068 | 23 | 180 280 | 40 050
Steel ' 210 5.0 060 | 20 250
42 CrMo 4 180 50 060 | 20 280
St50-2 0.27
Alloy Steel 2 |ckeo 280 | gy 30 060 1 151 1y 200 4o oss
R 1060 2 | 0 50| . 0% 15 a0 | T
4140 320 40 ‘ 053 | 13 180
220 50 060 | 15 190
X40 CrMov 51| 280 5.0 0.60 15 150
0.50 023 70 40 040
o H13 320 40 053 | 1.2 130
ig 40 NiCrMo 6
Alloy Steel 3 |40 350 40 053 | 1.2 100
$2-10-1-8 400 35 045 | 09 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 07 | 40 80 | 29 030
550 25 028 | 05| 3 70| 25 025
xscNi1g 9 | 210
4 o 10250 50 | 026 052 | 13| 170 270 | 40 = 040
Austenitic 5 [recmmorrzel 20 | gg0 50 | 023 o046 | 11| 160 210 | 40 036
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 | mmoniez 50 | 023 046 | 08| 70 150 | 40 @ 032
sl 7 x8C7  |ameaed| 050 50 | 020 o046 | 11| 170 250 | 40 035
Stainless Steel 430
Martensitic | ¢ |xisori3  [Ameded oo oo |00 g | qg | 10 B0 40 0as
Stainless Steel 410 Treated 120 190
66 20 23 250
Grey 6625 M0\ os0 50 | 020 o090 | 20| 170 230 | 40 0s0
Cast Iron t0 230
GG 30 20 210
GGG 40 210 1.7 230
Nodular GGG 50 260 | 050 50 | 020 o070 [ 15| 120 190 | 40 @ 050
Cast Iron GGG 70 310 14 150
G-xo60Nicra2 | 450 | 050 1.8 | 006 015 | 02| 30 50 | 12 012
Inconel 625 1.1 25 35
Inconel 718 | === 050 50 | 026 046 | 1.1 28 40 | 30 038
Hastelloy C 1.2 40 65
TAGV4 | 050 50 | op3 04| 12| 3% 60| 30 038
T40 039 | 09| 28 40 | 30 032
Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
WNMG 080408 NP [EE | [CEEEEEEEE] SEEEEEE] | | [EEm |

TR T T T S Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEN1 2 3 JNE1 2 3 4
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Turning ' Machining conditions WNMG 080408 WM

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | oso 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42 Crio 4 180 50 040 | 12 280
St50-2 0.21
Alloy Steel 2 |Cke60 230 0.50 40 0.40 12 120 250 30 030
S 1060 20 | 0 40| 0% | 12 20 | 7T
4140 320 35 | 7 03| 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 | 028
o H13 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 | 1.7 020
550 17 020 03] 30 70| 10 018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 028
sl 7 |x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13 (Ameadl o500 1 o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TA6ve | 050 30 | oqg OB | 08| B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

WNMG 080408 WM [‘FEEsE=Em| [CosEs=ES| [58 ] [EEm | [EE= |
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Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Machining conditions Turning

ARG No  Examples* hardness min max  min max [mmZ] min max d.g?cndltlf‘:;z
150 5.0 068 | 31 330
PRI 1 (S5 098 | g0 | oso 50 | 027 068 | a1 | 180 280 | 40 050
Steel ' 210 50 060 | 26 250
42CrMo 4 180 50 060 | 26 280
St50-2 027
Alloy Steel 2 |ckeo 230 0.50 50 0.60 20 120 250 40 @ 045
1060 280 50 | py 083 | 20 210
4140 320 40 053 | 17 180
220 50 060 | 20 190
X40 CrMov 51| 280 5.0 0.60 2.0 150
v zloﬁw 5 e B L e e IR e IR
Alﬂ)ysmel 3y | 390 40 053 | 16 100
$2-10-1-8 400 35 045 | 12 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 09 | 40 8 | 29 030
550 25 028 | 06| 30 70| 25 025
- 210
4 §g4CfN'18 9 10250 50 | 026 052 | 17| 170 270 | 40 040

Austenitic | 5 |ecnimor722) 20 | g50 50 | 023 046 | 14 | 160 210 | 40 036
Stainless Steel 316 10270

X6 CrNiMoTi 17122 _______
6 [ammen iz 50 | 023 046 | 10| 70 150 | 40 032
et 7 |xc7 |ameaed| 050 50 | 020 046 | 15| 170 250 | 40 035
Stainless Steel 430
- 170 250
Martensitic | g |xiscr13  (Ameadl o 50 50 | go0 046 | 15 40 035
Stainless Steel 410 Treated 120 190
GG 20 30 250
5 6625 M0 1050 50 | 020 o090 | 27| 10 230 | 40 060
Cast Iron t0 230
GG 30 2.7 210
066 40 210 23 230
Nodular 066 50 260 | 050 50 | 020 070 | 20 | 120 190 | 40 = 050
Cast Iron GGG 70 310 18 150
G-xe60nicr42 | 450 | 050 18 | 006 015 | 03| 30 50 | 12 012
Inconel 625 1.4 25 35
Inconel 718 | === 050 50 | 026 046 | 14| 28 40 | 30 038
Hastelloy C 1.6 40 65
A6V | 050 50 | ops 04| 16| 35 60| 30 038
T40 039 | 12| 28 40| 30 032

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
WNMG 080412 NN | | [EEm | [CeEEEEmEm| L] [ECLLL LI
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W N MP

0%}~ ‘ ﬂ

/

Shape Clearance Angle Tolerance Insert Type
80° Diamond 0° No rake | £0.05 m=+0.08 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade I s r Catalog Nr.  Page
WNMP 060404 NN LT 10 6 4,76 0,4 TO000306 103
WNMP 060408 NN LT 10 6 4,76 0,8 TO000307 104
WNMP 080408 NN LT 10 8 4,76 0,8 TO000308 105

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

WNMP 060404 NN [FrsemEmmm| [(COeEEEEE| [C58 | | |
WNMP 060408 NN [[f=smm | [(Cessssms| [CEesssss] | | [E== |
WNMP 080408 NN EEEE [FEEEEEEEE] [CEEEEEEEE] | | [oEm |

80° Trigon shape inserts, with positive chip breaker geometry. Generates lower cutting forces,
suitable for High Temperature Alloys and Stainless Steel operations.

Not Recommended Acceptable Recommended Excellent
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WNMP 060404 NN Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 3.0 0.23 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42CrMo 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |cke0 220 | g9 2% 020 1 040 1 oy 200 50 ats
S 1060 20 | T 20 | 016 | 040 a0 | 7
4140 320 20 | 77 ot6 | 032 180
220 25 018 | 0.40 190
280 25 016 | 040 150
X40 CrMoV 5 1 020 0.09 70 20 012
- H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 90 | 17 o011
HSS M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CNi18 9 | 210
¢ 0 250 25 | 010 018 | 032 | 170 270 | 20 o015
Austenitic | 5 |camo1722 230 | g 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 20 | 009 014 |02 | 70 150 | 20 o012
sl 7 [x8C7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Ma!'tensitic 8 X15Cr13 Annealed 0.20 20 0.11 0.18 028 170 250 20 0.12
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
Grey 6625 M0 1020 30 | 008 o020 | 060 | 170 230 | 20 018
Cast Iron t0 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 20 | 020 25 | 008 018 | 040 | 120 190 | 20 @ o015
Cast Iron GGG 70 310 0.40 150
G-xe60Nicrd2 | 450 | 020 15 | 005 o010 [ 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 o016 | 024 | 28 40 | 20 o012
Hastelloy C 028 | 40 65 WNMP
A6V | 020 20 | oge 016|028 | 3 60 | 20 o4 _
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

WNMP 060404 NN [[FEEEEEEE| [ FESEEEEE| [ =8 | | |
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Turning ' Machining conditions WNMP 060408 NN

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 35 045 | 12 350
PRI 1 (S5 098 | g | os0 35 | 021 045 | 12| 180 30 | 30 03
Steel ' 210 35 040 | 10 250
42CrMo 4 180 35 040 | 1.0 280
St50-2 0.21
Alloy Steel 2 |Cke60 230 0.50 30 0.40 10 120 250 30 030
S 1060 2 | 0 30| . 0% | 09 20 | 7T
4140 320 30 | 7 035 | o8 180
220 30 040 | 10 190
40 CrMov 51| 280 3.0 040 | 10 150
0.50 0.18 70 25 | 028
- H13 320 25 035 | 07 130
ig 40 NiCrMo 6
FATIRE 3 | 350 25 035 | 07 100
$2-10-1-8 | 400 20 030 | 05| 50 9 | 15 025
HSS M42 480 | 050 15 | 011 025 | 03| 40 8 | 10 020
550 1.0 020 02| 30 70| 05 018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 pecwmorrzel 20 | o5 40 | 018 035 | 08 | 160 210 | 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
sl 7 |x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13 (Ameadl o500 1 o0 035 | 0 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
WNMP 060408 NN LLLL [fEosEmEmm]| [‘CosEEEEE] | | [EE= |
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WNMP 080408 NN Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . 3 conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 5.0 045 | 18 350
PRI 1 (S5 098 | qgo | os0 50 | 021 045 | 18| 180 300 | 30 03
Steel ' 210 40 040 | 15 250
42CrMo 4 180 50 040 | 12 280
St50-2 021
Alloy Steel 2 |Cke0 230 0.50 40 0.40 12 120 250 30 030
S 1060 20 | 0 40| 0% | 12 a0 | 77
4140 320 35 | 0 035 | 10 180
220 40 040 | 12 190
X40 CrMov 51| 280 4.0 0.40 12 150
0.50 0.18 70 25 028
- H13 320 3.0 035 | 08 130
ig 40 NiCrMo 6
aloystee TP 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 | 40 80 | 17 020
550 17 020 03] 30 70| 10 018
4 |Cmitgo | 210 50 | 020 o040 | 10| 170 270 | 30 035
304 to 250
Austenitic 5 |X2CrNiMo 1722 230 050 @ 40 0.18  0.35 08 | 160 210 30 032
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 40 | 018 035 | 06| 70 150 | 25 o028
sl 7 |x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500l o0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 15 230
Nodular 066 50 260 | 050 50 | 015 050 | 13| 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-xe60Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65 WNMP
A6V | 050 30 | oqg 0¥ | 08| B 60| 20 0 _
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

WNMP 080408 NN L] [fENEEEEEE]| [‘EEEEEEEE] [ | [EEm |
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“E STAR
V.D.T.C. B M T

Jm ] um

Shape Clearance Angle Tolerance Insert Type
35°/55°/60°/80° 5° Positive rake | £0.05 m=0.16 Screw down clamping
Diamond s +0.13 Single sided

Insert designation Grade s r Catalog Nr.  Page
ST-CBMT 060408L NN LT 10 6 4,76 0.8 T0001005 108
ST-DBMT 060404L NN LT 10 6 4,76 0.4 T0000965 109
ST-TBMT 060404L NN LT 10 6 4,76 0,4 T0000996 110
ST-VBMT 060404L NN LT 10 6 4,76 0,4 T0000995 111

All Purpose Chipbreaker STAR Tool holders on the next page

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

ST-CBMT 060408L NN [fE= | [fEEEEEEEm]| [(EoEEEEEE] | [
ST-DBMT 060404L NN EEEEEEE IEEEEER [ ]
ST-TBMT 060404L NN EEEEEEm| [CoEEEEEEE] | |

| [

ST-VBMT 060404L NN L] EEEEEER |

| |
[ |
[ |
| |

Exclusive and unique design inserts with positive chip breaker geometry. Suitable for roughing,
semi fininshig and finishing operations due to the ability to use the same tool holder and for 35°
- 80° angle operations. Limited in Plunging angle.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

@
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ST-C/D/T/VBMT

External

Catalog Nr.  Description

T2001028 ST-SXJBL 2020 K06
T2001029 ST-SXJBL 2525 K06

il +

20 |20 (125 | 25
25 | 25 | 150 | 32

Internal
Catalog Nr.  Description od I h f @Dmin

T2001031 ST-A25S-SXJBR 06 | 25 |250 | 23 | 17 | 30

STAR
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Turning ' Machining conditions ST-CBMT 060408L

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group " > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 35 045 | 12 350
PRI 1 (S5 098 | qgo | os0 35 | 021 045 | 12| 180 30 | 30 03
Steel ' 210 35 040 | 10 250
42CrMo 4 180 35 040 | 10 280
St50-2 0.21
Alloy Steel 2 |ckeo 280 | gy 30 040 1 10y B0 50 03
A 1060 2 | 0 30| . 0% | 09 20 | 7T
4140 320 3.0 ’ 0.35 0.8 180
220 30 040 | 10 190
X40 CrMov 5 1| 280 3.0 0.40 1.0 150
0.50 0.18 70 25 | 028
- H13 320 25 035 | 07 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 25 035 | 07 100
$2-10-1-8 | 400 20 030 | 05| 50 9 | 15 025
HSS M42 480 | 050 15 | 011 025 | 03| 40 8 | 10 020
550 1.0 020 02| 30 70| 05 018
4 |sCmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 to 250
Austenitic | 5 |ecamot722 20 | g5 40 | 018 035 | 08| 160 210 | 30 03
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [amen iz 40 | 018 035 | 06| 70 150 | 25 o028
jelitle 7 |x8C7  |ameaed| 050 40 | 022 035 | 09 | 170 250 | 30 032
Stainless Steel 430
- 170 | 250
Martensitic | g |xiscr13  (Ameadl o500 1 g0 035 | 09 30 032
Stainless Steel 410 Treated 120 190
GG 20 2.0 250
Grey 6625 M0 1050 50 | o015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 1.8 210
GGG 40 210 1.5 230
Nodular GG 50 20 | 050 50 | 015 050 | 13 | 120 190 | 30 @ 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicrd2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 10 018
Inconel 625 0.7 25 35
Inconel 718 | === 05 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TAGV4 | 050 30 | oqg OB | 08| 3B 60| 20 0
40 030 | 06| 28 40 | 20 028

Insert designation ~ Super Finishing Finishing ~ Semi Finishing Roughing Interrrupted Cut

ST-CBMT 060408L NN  [C=5 | [Comsssmmm| [fEeEsEEEE] | | [E== l
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ST-DBMT 060 Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min max  min max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |ckeo 220 | g9 28 020 1 040 1 oy 200 50 ats
oS 1060 20 | T 20 | 018 | 040 20 | 7
4140 320 2.0 ' 0.16 | 0.32 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrioV'5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 90 | 17 o011
HSS M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CNi18 9 | 210
¢ o 250 25 | 010 018 | 032 | 170 270 | 20 015
Austenitic 5 |xecmmorrzgl 20 | o0 o0 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 20 | 009 014|020 | 70 150 | 20 012
JLa 7 |07 |ameded| 020 20 | 011 018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic | g |xiscris  (AMeded) o0 o0 | o4 ggg | 0zs | 10 201 50 g
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
5 66 25 M 1020 30 | 008 o020 |os0 | 170 230 | 20 o018
Cast Iron to 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 20 | 020 25 | 008 018 | 040 | 120 190 | 20 @ 015
Cast Iron GGG 70 310 0.40 150
G-xe60Nicrd2 | 450 | 020 15 | 005 o010 [ 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 o016 | 024 | 28 40 | 20 o012
Hastelloy C 0.28 40 65
TiAl 6 V4 016 | 028 | 35 60 | 20 o014
-------- 020 20 | 009
™ 014 [ 024 | 28 40 | 20 o1 | EALW

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

ST-DBMT 060404L NN [“c=ss=mmm| [(fos=ssss| | [ [ |

TR T S T T T Y S S O S S S A S S S
12 3 ANENN1 2 3 AJNEN1 2 3 JBEEN1 2 3 JNE1 2 3 4
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Turning ' Machining conditions ST-TBMT 060404L

Group Material  Brinell doc[mm]  feed [mm/rev] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 10 280 | 20 08
Steel ' 210 25 018 | 048 250
42 Crio 4 180 25 | 4 020 | 048 280
Alloy Steel 2 ng?gZ 220 | g9 2% B CEN 120 20 20 015
S 1060 20 | 7 20 | 016 | 040 a0 | 7
4140 320 20 016 | 032 180
220 25 018 | 040 190
Xaocrmovs 1| 280 | oo 25 | oo 016 | 040 | 180 |
o H13 320 ' 2.0 ' 014 | 028 130 ' '
ig 40 NiCrMo 6
Aloy Steel 3 {430 350 20 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 [ 020 15 | 005 010 | 0.17 40 80 14 009
550 14 008 | 013 | 3 70| 12 o007
X5CrNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 015
Austenitic | 5 |ecamo1722 230 | g0 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 |22 20 | 009 014|020 | 70 150 | 20 012
sl 7 [x8c7  |ameaed| 020 20 | 011 o018 | 028 | 170 250 | 20 015
Stainless Steel 430
Martensitic 8 X15Cr 13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
o GG 20 140 0.64 250
rey
Cact Iron 06 25 o0 | 020 30 | 088 020 | 060 | 170 230 | 20 018
66 30 0,60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-x260Nicra2 | 450 | 020 15 | 005 010 | 017 | 30 70 | 14 | 009
Inconel 625 0.24 25 35
Inconel 718 | =-=---- 020 20 | 010 016 | 024 | 28 40 | 20 @ 012
Hastelloy C 0.28 40 65
TA6ve | 020 20 | ogg 016028 | 35 60| 20 o014
T40 014 | 0.24 28 40 20 012

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

ST-TBMT 060404L NN [(Ci=msmmm| [(Fress=ss| | | [ ]
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ST-VBMT Machining conditions Turning

Group Material  Brinell do.c[mm]  feed [mm/re] Amax Vg[m/min]  OPtimal cutting

Material Group . > conditions
No  Examples* hardness min | max min | max ] min max d.o.c | feed
150 30 023 | 060 350
PRI 1 (S5 098 | qg0 | 020 25 | 011 020 | 048 | 180 280 | 20 018
Steel ' 210 25 018 | 048 250
42 CrMo 4 180 25 020 | 048 280
St50-2 011
Alloy Steel 2 |ckeo 220 | g9 2% 020 1 040 1 oy 200 50 ats
S 1080 20 | T 20 | 018 | 040 20 | &7
4140 320 20 | o016 | 032 180
220 25 018 | 040 190
280 25 016 | 0.40 150
X40 CrMoV 5 1 020 0.09 70 20 012
o H13 320 20 014 | 028 130
ig 40 NiCrMo 6
Alloy Steel I oo 350 2.0 014 | 024 100
$2-10-1-8 | 400 18 012 | 020 | 50 9 | 17 oM
HSS M42 480 | 020 15 | 005 010 | 017 | 40 80 | 14 009
550 14 008 | 013 | 30 70| 12 o007
X5CNi18 9 | 210
U 0 250 25 | 010 018 | 032 | 170 270 | 20 o015
Austenitic | 5 |camo1722 230 | g 20 | 009 016 | 024 | 160 210 | 20 012
Stainless Steel 316 10270
X6 CrNiMoTi 17122 _______
6 [ammen iz 20 | 009 014|020 | 70 150 | 20 012
JLa 7 |%C7  |ameded| 020 20 | 011 018 | 028 | 170 250 | 20 015
Stainless Steel 430
Ma!'tensitic 8 X15Cr13 Annealed 0.20 20 0.11 0.18 028 170 250 20 012
Stainless Steel 410 Treated 120 190
GG 20 0.64 250
5 66 25 M0 1020 30 | 008 o020 |os0 | 170 230 | 20 o018
Cast Iron t0 230
66 30 0.60 210
GG 40 210 0.48 230
Nodular GG 50 260 | 020 25 | 008 018 | 040 | 120 190 | 20 015
Cast Iron GGG 70 310 0.40 150
G-xe60Nicrd2 | 450 | 020 15 | 005 o010 [ 017 | 30 70 | 14 009
Inconel 625 0.24 25 35
Inconel 718 | === 020 20 | 010 o016 | 024 | 28 40 | 20 o012
Hastelloy C 0.28 40 65
TiAl 6 V4 016 | 028 | 35 60 | 20 014
-------- 020 20 | 009
40 014 [ 024 | 28 40 | 20 o1 | EALW

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut

ST-VBMT 060404L NN [‘fEEEEEEE| [CEeEss=s| | | [ |

TECHNOLOGIES
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ONLY ONE GRADE

The Lamina Multi-Mat LT-10 Grade for Turning
and Parting can Machine most materials with

Only one grade
LT-10

Steel Stainless Steel Cast Iron Super Alloys
Example Example Example Example
35NC6 316L FC400-12 Inconel 718

True Multi-Mat inserst for real productivity

@
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ALU-Tu rning LT -05 Aluminium

ALUMINIUM-TURNING INSERTS

Lamina's unique line of Turning inserts for Aluminium and soft
material machining. Based on optimized chip breaker geometry
and our unique coated grade, LT-05.

ALU-

Turning

TECHNOLOGIES
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ALU-Turning

>
80° 0l
]

Shape Clearance Angle Tolerance Insert Type
80° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided

Insert designation Grade I s r Catalog Nr. Page
CNGG 120404 ALULT 05 12 4,76 0,4 T0001025 115
CNGG 120408 ALULT 05 12 4,76 0,8 T0001019 115

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNGG 120404 ALU EEEEE [FEEEEEEEn] [ | [ ] [ |
CNGG 120408 ALU [fEm |  [FEeEEaEm] [feemmmmEm| | | [EEm |

TR T T T S S S S S S A S S S
12 3 4ANEEN1 2 3 AJNEN1 2 3 4JEN1 2 3 JNE1 2 3 4

ISO standard inserts with extreme and unique positive chip breaker geometry, for Aluminum turning
operations. Suitable mostly for external operations but good also for internal operations, Roughing
- Finishing operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

@
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Machining conditions ALU-Turning

Group Material Brinell  yocmm]  feed[mmfres] Amax Vg [m/min]  Optimal cutting
ardness
H

Aluminium conditions

No Examples* [mm?]

13 | AIMgSi 1 012 035 . 400 1200
13 |AISi 6 Cu 4 | ' 010 | 030 . 250 600
14 |AISi 12 Recommended to use CNMG 120404 NN - LT-10

For high Si Aluminuim, it is recommended to use CNMG 120404 NN.
See cutting conditions bellow.

[ siz#%] 14 [asii2 [ T os0 50 Jow 03 Joso [ 20 400 Ppswiz 015

0.23

Insert designation  Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNGG 120404 ALU [Emm=m CLLLLLLIN | ] |

CNGG 120408

Optimal cutting
conditions

Group Material Brinell  gocmm]  feed[mm/rev] Amax Vg [m/min]
No Examples*

Aluminium hardness

]
AIMgSi 1 012 = 060 | 400 1200
AISi 6 Cu 4 | ' 010 050 | 1. 250 600
AlSi 12 Recommended to use CNMP 120408 NN - LT-10

[mm?]

0.23

For high Si Aluminuim, it is recommended to use CNMP 120408 NN.
See cutting conditions bellow.

[ siz#%] 14 [asii2 [ T os0 50 Jois 05 [15 [ 200 400 [rowso 025

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
urning

CNGG 120408 ALU [fEm | [(CEEEEEEE| [ SoesEEEE] | ] [EEm ] —

TECHNOLOGIES
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ALU-Turning

I~ i

Shape Clearance Angle Tolerance Insert Type
55° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided

Insert designation Grade I s r Catalog Nr. Page
DNGG 110404 ALU LT 05 11 4,76 0,4 T0001026 117
DNGG 110408 ALU LT 05 11 4,76 0,8 TO001010 117

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

DNGG 110404 ALU EELI T 1] EEEEEEEE [mm | [ . |
DNGG 110408 ALU [fEm ] NEEEEEEE [FEEEEE | [FEEEEE | [mmm |

PR T T S S S S S S S S A S S S
[1 2 3 ANNNN1 2 3 ANNN1 2 3 N1 2 3 ANNN1 2 3 4]

ISO standard inserts with extreme and unique positive chip breaker geometry, for Aluminum turning
operations. Suitable mostly for external operations but good also for internal operations, Roughing
- Finishing operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

@
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GG 110404-ALU Machining conditions /ALU-Turning

Optimal cutting

Group Material Brinell  qocmm]  feed [nm/rev] Amax Vg [m/min] condiitions

Aluminium No Examples* ardness ol

13 | AIMgSi 1 012 | 030 . 400 1200
13 | AISi 6 Cu 4 ' ' 010 | 0.25 . 250 600
14 | AISi 12 Recommended to use LT-10

For high Si Aluminuim, it is recommended to use DNMG 110404 NN.
See cutting conditions bellow.

[ S5 14 [asii2 | — [ 050 50 | 010 030 | 080 | 200 400 Jo5w012 0.5

0.23

Insert designation  Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut
DNGG 110404 ALU [ FEEEEEEE| [(CESESEEE] [mmm ] [ | [ |

DNGG 110408

Optimal cutting
conditions

Group Material Brinell " gocmm]  feed [mm/rey Amax Vg [m/min]
No Examples*

Aluminium hardness

HB
13 | AIMgSi 1 012 | 060 . 400 1200
13 | AISi 6 Cu 4 ' ' 010 | 045 | 250 600
14 |AISi12 Recommended to use LT-10

[mm’]

0.32

For high Si Aluminuim, it is recommended to use DNMG 110408 NN.
See cutting conditions bellow.

[ S| 14 [asii2 [ - T os0 50 Jow 03 Joso [ 20 400 Ppswiz 015

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
urning

DNGG 110408 ALU [fmm ] EENENEN| ([GEEEEE__ | [GCEEEEm | [EEE ] —

TECHNOLOGIES
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ALU-Turning

T N G G
a2 Al

Shape Clearance Angle Tolerance Insert Type
Triangle 60° 0° No rake d+0.05 m=0.08 Pin / Top clamp
s £0.13 Double sided
Insert designation Grade I s r Catalog Nr. Page
TNGG 160404 ALU LT 05 16 4,76 0,4 T0O001105 119

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

TNGG 160404 ALU [Crmmmm ] CEEEEEEE|  [TEE | | |

PR T S Y S S T S S R S S SR S
12 3 JNNNN1 2 3 AN 2 3 4NN 2 3 4NN 2 3 4

ISO standard inserts with extreme and unique positive chip breaker geometry, for Aluminum turning
operations. Suitable mostly for external operations but good also for internal operations, Roughing
- Finishing operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

JT
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GG 160404-A Machining conditions /ALU-Turning

Group Material Brinell  gqocmm]  feed [nm/rey] Amax Vg [m/min]  Optimal cutting

No Examples* ar:;ess [mm] conditions

13 | AIMgSi 1 012 | 030 . 400 1200
13 | AISi 6 Cu 4 | ’ 010 025 . 250 600
14 | AISi 12 Recommended to use TNMG 160404 NN - LT-10

For high Si Aluminuim, it is recommended to use TNMG 160404 NN.
See cutting conditions bellow.

[ s5e%] 14 [asii2 | — [ 020 40 | 010 030 | 080 | 200 400 Jo5w012 0.5

Aluminium

0.23

Insert designation  Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

DNGG 110404 ALU [(fmmss | [(fress=ss] [Cis o ] |

Turning
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ALU-Turning

V N G G

I
35° i
>/ 0%, | — [ ,u¥

Shape Clearance Angle

Tolerance Insert Type
35° Diamond 0° No rake | £+0.05 m=0.16 Pin / Top clamp
s +0.13 Double sided
Insert designation Grade I s r Catalog Nr. Page
VNGG 160404 ALU LT 05 16 4,76 0,4 T0001006 121
VNGG 160408 ALU LT 05 16 4,76 0,8 T0001032 121

All Purpose Chipbreaker

Application Guide Super Finishing Finishing

Semi Finishing  Roughing

Interrrupted Cut

VNMG 160404 NN [[FoEEEEEE| [ CESEEEEE| | ] ] |
VNMG 160408 NN [[== EEEEE EEEEEEEE [ ] [Em ]

N T S S S S S N S S S W S R S
12 3 ANNNNT 2 3 AN 2 3 AN 2 3 ANNNN1 2 3 4

ISO standard inserts with extreme and unique positive chip breaker geometry, for Aluminum turning

operations. Suitable mostly for external operations but good also for internal operations, Roughing
- Finishing operations.

Not Recommended Acceptable Recommended Excellent

Machining Recommendation Guide - Please see Pg. 8

@
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Machining conditions ALU-Turning

Brinell
hardness
HB

Optimal cutting

Group Material conditions

No Examples*

d.o.c [mm] feed [nm/rev] A max V¢ [m/min]

Aluminium [mm?]

012 = 030 . 400 1'200 0507 023
010 | 025 . 250 600
Recommended to use YNMG 160404 NN - LT-10

For high Si Aluminuim, it is recommended to use VNMG 160404 NN.
See cutting conditions bellow.

[ S| 14 [asin2 [ T os0 50 Jow 03 Joso [ 20 400 pswiz 015

Insert designation  Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

VNGG 160404 ALU [Cfommmmms| [(Cosssssm] | | ] |

Brinell
hardness

Optimal cutting

Group Material conditions

No Examples*

d.o.c [mm] feed [mm/rev] A max V¢ [m/min]

Aluminium (]

13 | AIMgSi 1 012 060 . 400 1200
13 | AISi 6 Cu 4 ' ' 010 | 045 | 250 600

0.32

14 |AISi 12 Recommended to use VNMG 160408 NN - LT-10

For high Si Aluminuim, it is recommended to use VNMG 160408 NN.
See cutting conditions bellow.

[ siz8%] 14 [asii2 [ - T os0 50 Jow 045 [ 15 [ 200 400 [rowso 025

Insert designation ~ Super Finishing Finishing ~ Semi Finishing  Roughing Interrrupted Cut
urning

VNGG 160404 ALU [fEe | [(ismmm | [ oes===m| | | [EEm ] —

TECHNOLOGIES
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Aluminium machining like never before...

LAMINA 4 CUTTING EDGES

__________

instead of

ISO 2 CUTTING EDGES

o Excellent chip control and surface finishing- even in low Silicon Aluminium.
o Excellent toughness & wear resistance characteristics.
o Double the cutting edges, per insert.
o Can handle with ease depth of cut of up to 6 mm.
o True ability to run un-manned in CNC operation.

o Can be mounted on a standard tool-holder.

@
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MULTI-MAT® PARTING INSERTS
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Partlng

’ Shape Clearance Angle Tolerance Insert Type

"Doge bone" N = 0° No rake | £0.05 m=0.16 Special
C=7°rakeangle s +0.13

Insert designation Grade W R Catalog Nr. Page
GNTX 2002 NN LT 10 2.0mm 0.18mm T0001468 126
GNTX 3003 NN LT 10 3.0mm 0.18mm T0001470 127
GCTX 2002 NN LT 10 3.0mm 0.25mm T0001469 128
GCTX 3003 NN LT 10 3.0mm 0.25mm T0001471 129
GCTX 2002 PP LT 10 3.0mm 0.25mm T0001880 130
GCTX 3003 PP LT 10 3.0mm 0.25mm T0001879 131

All Purpose Chipbreaker

Application Guide Parting Grooving Side Turning Chamfering
GNTX 2002 NN [T EEEEEEE [ | [EEm |
GNTX 3003 NN EEEEEEE [FEEEEEEEE] | | [Em |
GCTX 2002 NN [FEEmmm__ | [CEEEEEEEE] [GEE | [EEm |
GCTX 3003 NN EEEE EEEEEEE| [GEE |  [EEm |
GCTX 2002 PP [fEEmEm | [fEEEEEEEE]| [GEE ] [mEw |
GCTX 3003 PP [FfEEmmm__ | [CoEEEmEEm]| [SEE | [eEm ]
Not Recommended Acceptable Recommended Excellent

GNTX : 4 CUTTING EDGE - ForSteel and cast Iron.
GCTX:2 CUTTING EDGE - ForStainless Steel.

Machining Recommendation Guide - Please see Pg. 8

@
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PARTING TOOL HOLDERS Parting

GNTX / GCTX

Catalog Nr. Description D1 D2 L W Pma Hand
T2001164 LT PNG-L 12-2.0 12 12 [ 120 1.6 20 | left
T2001165 LT PNG-R 12-2.0 12 12 | 120| 1.6 20 |right
T2001166 LT PNG-L 16-2.0 16 16 120 | 1.6 20 | left
T2001167 LT PNG-R 16-2.0 16 16 |120 | 1.6 20 |right
T2001484 LT PNG-L 20-2.0 20 20 |120 | 1.6 20 | left
T2001485 LT PNG-R 20-2.0 20 20 (120 | 1.6 20 |right
T2001482 LT PNG-L 25-2.0 25 25 |120 | 1.6 20 | left
T2001483 LT PNG-R 25-2.0 25 25 (120 | 1.6 20 |right
Catalog Nr. Description D1 D2 L W Pma Hand
T2001168 LT PNG-L 16-3.0 16 16 |120| 2.4 | 20 | left
T2001169 LT PNG-R 16-3.0 16 16 120 | 2.4 | 20 |right
T2001170 LT PNG-L 20-3.0 20 20 (125 | 2.4 | 25 | left
T2001171 LT PNG-R 20-3.0 20 20 (125 | 2.4 | 25 |right
T2001197 LT PNG-L 25-3.0 25 25 [125| 2.4 | 25 |left
T2001198 LT PNG-R 25-3.0 25 25 [125| 2.4 | 25 |right
i
‘ o
'
L
- . -

@
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Machining conditions

Material Group

G;ﬁ:'p Material Examples*

GNTX 2002 NN

Brinell

feed [mm/rev]

hardness  pip max min

V¢ [m/min]

max

150
Low Carbon Steel 1 %;g %jg 180 0.04 0.17 130 220
’ 210
42 CrMo 4 180
St50-2 %0 0.04 0.15 90 200
Alloy Steel 2 | Ckeo 280
1060 003 015 | 90 180
4140 320
220
0.03 0.14 60 150
X40 CrMoV 5 1 280
H13 320
i 0.03 0.14 60 110
High Alloy Steel 3 | el 350
$2-10-1-8 400
HSS M42 480 | 003 007 50 80
550
4 X5CrNi 18 9 210
304 to 250
Austenitic 5 | X2CrliMo1722 230
Stainless Steel 316 t0 270
X6 CrNiMoTi 17 12 2 For Stainless Steel please use
6 | 3167 Duplex/Nitronic |~ GCTX insert.
Ferritic X8 Cr7
Stainless Steel 4 430 Annealed
Martensitic 8 X15Cr 13 Annealed
Stainless Steel 410 Treated
GG 20 140
Grey Cast Iron 9 GG 25 0.06 0.16 130 190
y 0 230
GG 30
GGG 40 210
0.14
Nodular Cast Iron 10 GGG 50 260 0.05 90 150
GGG 70 310
G-X260NiCr42 450 0.05 0.14 90 150
Inconel 625
1 Inconel 718 | --------
For Exotic material please use
Hastelloy C GCTX insert.
TiAl 6 V4
12 ] e
T40
Insert designation Parting Grooving Side Turning  Chamfering
GNTX 2002 NN EEEE EEEEEER [ |  [eEm |

126
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Machining conditions Parting

i feed [mm/rev V; [m/min
Material Group Gﬁ’"p Material Examples* hBrmeII L ] ¢ [m/min]
0 ardness i max min max
150
Low Carbon Steel RN IS 180 | 006 020 | 130 220
’ 210
42 CrMo 4 180
St50-2 %0 0.05 0.18 90 200
Alloy Steel 2 | Cke0 280
1060 005 018 | 90 180
4140 320
220
0.05 0.17 60 150
X40 CrMoV 5 1 280
H13 320
i 0.05 017 60 110
High Alloy Steel 3 | oan o 350
$2-10-1-8 400
HSS M42 480 | 003 | 007 50 80
550
4 X5CrNi 18 9 210
304 to 250
Austenitic 5 | X2CrliMo1722 230
Stainless Steel 316 t0 270
X6 CrNiMoTi 17 12 2 For Stainless Steel please use
6 | 3167 Duplex/Nitronic | — GCTX insert.
Ferritic X8Cr7
Stainless Steel 4 430 Annealed
Martensitic 8 X15Cr 13 Annealed
Stainless Steel 410 Treated
GG 20 140
Grey Cast Iron 9 GG 25 0.08 0.18 130 190
y 0 230
GG 30
GGG 40 210
0.15
Nodular Cast Iron 10 GGG 50 260 0.08 90 150
GGG 70 310
G-X260NiCr42 450 0.06 0.08 30 70
Inconel 625
11 Inconel 718 | --------
For Exotic material please use
Hastelloy C GCTX insert.
TiAI 6 V4
12 ] e
T40
Insert designation Parting Grooving Side Turning  Chamfering
GNTX 3003 NN EEEEEEE EEEEEEE [ | [EEm |

TR T S T S S S S S N ST SR SR
12 3 AN 2 3 ANE1 2 3 ANNN1 2 3 4
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rting Machining conditions GCTX 2002 NN

Brinell feed [mm/rev] V¢ [m/min]
hardness

Material Group Gﬁ’:p Material Examples*

Ck15, Ck45

Low Carbon Steel 1 180 0.04 0.17 130 230

1020, 1045
210
42 CrMo 4 180
2 o | 003 018 0 200
Alloy Steel 2 | Ckeo 280
1060 I . -
4140 320
220
003 014 | 60 150
X40 CrMoV 5 1 280
H13 220
' 003 014 | 70 130
High Alloy Steel 3 jg:gCrMoti 250
§2-10-1-8 200
HSS M42 150 s | oo . .
550
X5 Crii 18 9 210 i | o1
4 304 t0 250 ' ' 170 230
Austenitic X2 CNiMo 17 2.2 230
Stainless Steel S |31 o7 | 003 008 160 210

X6 CrNiMoTi 17 122

6 | 316Ti Duplex/Nitronic |~ 0.03 0.08 0 120

Ferritic X8Cr7
Stainless Steel 7 430 Annealed [  0.03 0.10 150 210
Martensitic 8 X15Cr 13 Annealed 0.03 0.10 60 210
Stainless Steel 410 Treated | 003~ 0.10 90 150
GG 20 140
Grey Cast I 2 . A 1 1
y Cast Iron 9 GG 25 10230 0.06 0.16 30 90
GG 30
GGG 40 210
Nodular Cast Iron 10 GGG 50 260 0.05 0.14 90 150
GGG 70 310
G-X260NiCr42 450 0.03 0.06 30 70
Inconel 625
11 | Inconel 718 | -------- 0.03 0.06 25 65
Hastelloy C
TiAl 6 V4
12 iAgv4- 0.03 0.06 28 60
T40 0.06 28 40
Insert designation Parting Grooving Side Turning  Chamfering
GCTX 3003 NN [T ] [PEEEEEEER]| [EEEm | [ |

\ P T T O O T S S S S T SR R
(1 2 3 JNEEN1 2 3 4EEN1 2 3 41 2 3 4
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Machining conditions Parting

Brinell feed [mm/rev] V¢ [m/min]

Material Group Gﬁ’:p Material Examples* hardness

Ck15, Ck45

Low Carbon Steel 1 180 0.06 0.20 130 230

1020, 1045
210
42 CrMo 4 180
$t50-2 230 005 018 90 200
Alloy Steel 2 | Cke0 280
1060 005 0.8 90 180
4140 320
220
005 017 60 150
X40 CrMoV 5 1 280
s 320 0.22 130
i 0.05 . 70
High Alloy Steel 3 | oan o 350
$2-10-1-8 400
HSS M42 480 003 007 50 80
550
X5CrNi 18 9 210 0.04 012
e 0250 | ' 7| 20
Austenitic X2 CrNiMo 17 2 2 230
Stainless Steel S 316 to 270 0.04 010 160 210

X6 CrNiMoTi 17 122

6 | 316Ti Duplex/Nitronic | — 0.04 0.08 %0 120

Ferritic X8 Cr7
Stainless Steel 7 430 Annealed |  0.04 0.12 150 210
Martensitic 8 X15Cr 13 Annealed 0.04 0.12 60 210
Stainless Steel 410 Treated | 004 012 90 150
GG 20 140
Grey Cast I 2 . A 1 1
y Cast Iron 9 GG 25 10230 0.08 0.18 30 90
GG 30
GGG 40 210
Nodular Cast Iron 10 GGG 50 260 0.08 0.15 90 150
GGG 70 310
G-X260NiCr42 450 0.06 0.08 30 70
Inconel 625
11 | Inconel 718 | -------- 0.04 0.18 25 65
Hastelloy C
TiAl 6 V4
12 iAgv4- L 0.04 0.08 28 60
T40 0.08 28 40
Insert designation Parting Grooving Side Turning  Chamfering
GCTX 3003 NN
] EEEEEEE [mmm | [oew ]

TR T S T S S S S S N ST SR SR
12 3 AN 2 3 ANE1 2 3 ANNN1 2 3 4
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rting Machining conditions GCTX 2002 PP

Brinell feed [mm/rev] V¢ [m/min]
hardness

Material Group Gﬁ’:p Material Examples*

Ck15, Ck45

Low Carbon Steel 1 180 0.04 0.17 130 230

1020, 1045
210
42 CrMo 4 180
2 o | 003 018 0 200
Alloy Steel 2 | Cke0 280
1060 % | o . "
4140 320
220
003 014 | 60 150
X40 CrMov/ 5 1 280
H13 220
' 003 014 | 70 130
High Alloy Steel 3 :g;gCrMOG 250
$2-10-1-8 400
HSS M42 150 ws | oo . .
550
X5 Crii 18 9 210 T
kS to 250 : : 170 230
Austenitic X2 CNiMo 17 2.2 230
Stainless Steel S |31 o7 | 003 008 160 210

X6 CrNiMoTi 17 122

6 | 316Ti Duplex/Nitronic | — 0.03 0.08 0 120

Ferritic X8 Cr7
Stainless Steel 7 430 Annealed |  0.03 0.10 150 210
Martensitic 8 X15Cr 13 Annealed 0.03 0.10 60 210
Stainless Steel 410 Treated [ 003 = 0.10 90 150
GG 20 140
Grey Cast I 2 . A 1 1
y Cast Iron 9 GG 25 10230 0.06 0.16 30 90
GG 30
GGG 40 210
Nodular Cast Iron 10 GGG 50 260 0.05 0.14 90 150
GGG 70 310
G-X260NiCr42 450 0.03 0.06 30 70
Inconel 625
1 Inconel 718 [ -------- 0.03 0.06 25 65
Hastelloy C
TiAl 6 V4 60
12 L 0.03 0.06 28
T40 0.06 28 40
Insert designation Parting Grooving Side Turning  Chamfering
GCTX 2002 PP [T L] EEEEEEE] [GEE | [eEm |

P S T T T S T S S S A
1 2 3 AJNEEN1 2 3 4EEN1 2 3 41 2 3 4
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3003 PP Machining conditions Parting

Brinell feed [mm/rev] V¢ [m/min]

Material Group Gﬁ’:p Material Examples* hardness

Ck15, Ck45

Low Carbon Steel 1 180 0.06 0.20 130 230

1020, 1045
210
42 CrMo 4 180
550-2 005 018 90 200
230
Alloy Steel 2 | Ccke0 280
1060 005 0.8 90 180
4140 320
220
005 017 60 150
X40 CrMoV 5 1 280
st 320 005 022 70 130
High Alloy Steel 3 | oo 350 ' '
$2-10-1-8 400
HSS M42 480 003 = 007 50 80
550
X5CrNi 18 9 210 0.04 012
e 0250 | ' 7| 20
Austenitic X2 CrNiMo 17 2 2 230
Stainless Steel 5 316 t0 270 0.04 010 160 210

X6 CrNiMoTi 17 122

6 | 316Ti Duplex/Nitronic |~ 0.04 0.08 %0 120

Ferritic X8Cr7
Stainless Steel 7 430 Annealed [  0.04 0.12 150 210
Martensitic 8 X15Cr 13 Annealed 0.04 0.12 60 210
Stainless Steel 410 Treated [ 004 012 90 150
GG 20 140
Grey Cast Iron 9 GG 25 . Al 1 1
y 10230 0.08 0.18 30 90
GG 30
GGG 40 210
Nodular Cast Iron 10 GGG 50 260 0.08 0.15 90 150
GGG 70 310
G-X260NiCr42 450 0.06 0.08 30 70
Inconel 625
1 Inconel 718 [ -------- 0.04 0.18 25 65
Hastelloy C
TiAl 6 V4
1 iAgv4- 0.04 0.08 28 60
T40 0.08 28 40
Insert designation Parting Grooving Side Turning  Chamfering
GCTX 3003 PP LI [FEEEEEEEE] [sEm | [oEm |

PR S T T T T S S S T N T S
1 2 3 JNEEE1 2 3 4EEN1 2 3 41 2 3 4
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ONLY ONE GRADE

The Lamina Multi-Mat LT-30 Grade for Milling and
Drilling can machine most materials with

Only one grade
LT-30
| | | |

Steel Stainless Steel Cast Iron Super Alloys
Example Example Example Example
35NC 6 316L FC400-12 Inconel 718

True Multi-Mat inserts for real productivity

@
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