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5 6 7 8 9

4

1. Shape 4. Type

@ T A Without chipbreaker, with hole
758° 80°

@ I'TT1G Chipbreaker on both sides, with hole
90° s || 55° @
</>

[T M, S Chipbreaker on one side, with hole
7R Chipbreaker on one side, without hole

Y] B, W Countersink on one side, with hole

Chipbreaker on one side, with
O Y7 T.H hole and countersink

TP Neg./pos. on one or both sides, with hole
Z, X Special

60° 55°

80°/100° <(> 25°
5. Cutting Edge Length

2. Clearance Angle s A\ @ @
T v
| N ‘ c le L > L L J L i L

80°

(LS

0Pl 4 \; Ic Symbol (L)
inchf mm | C | D | R S T|V|W|Q
; ? 5/32 | 3.97 04 03 | 06 | 06 |02
7/32| 556 | 05 09
50— 110 1/4| 6.35 | 06 | 07 11 | 11
9/32 | 7.15 12
8.00 08
3/8| 952 | 09 | 11 09 | 16 | 16 | 06 | 09
Other 10.00 10
12.00 12
1/2 {1270 | 12 | 15 12 | 22 | 22| 08 | 12
3. Tolerance
5/8 | 15.88 | 16 15 | 27

) nt - /"m 16.00 16
DN 3/4 | 19.05 | 19 19 | 33 13

J L 20.00 20
Ic <—1C — 25.00 25
m s Ic 1 ]2540 25

E +0.025 £0.025 +0.025 ) WBMT 06...
G +0.025 +0.13 +0.025
M from +0.08 +0.13 from| +0.05

to +0.18(1 to | +0.130
U from +0.13 +0.13 from | +0.08

to +0.38) to | +0.250

(1) Exact tolerance depends on insert size

Tolerance in mm

Onm OnliIC

IC Class M| Class U Class M Class U

6.35 +0.08 +0.13 +0.05 +0.08

9.52 +0.08 +0.13 +0.05 +0.08
12.70 +0.13 +0.20 +0.08 +0.13
15.87 +0.15 +0.27 +0.10 +0.18
19.05 +0.15 +0.27 +0.10 +0.18
25.40 +0.18 +0.38 +0.13 +0.25




USER GUIDE

9. Chipformer Designation

SF
PF
NF
SM
14

AS/AF
./Z-RF/LF)
WF

WG

VL

TF NM
PP TNM
GN NR
NMS RP

6. Thickness

Y T

A

ST

A

—

£
01 = 1.59mm
™ = 1.98mm
02 = 238mm
03 = 3.18mm
T3 = 3.97mm
04 = 476mm
06 = 6.35mm
07 = 7.94mm

7. Corner Radius

02 = 02mm
04 = 04mm
08 = 08mm
12 = 12mm
16 = 1.6mm
20 = 20mm
24 = 24mm

8. Cutting Edge (Optional)

F Sharp

T Chamfered (Negative Land)

N
N___ | E  Honed Rounded)
(N
L

S Chamfered + Honed

Right-hand

Left-hand

Member IMC Group.
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Selection Guide for Chipformers and Grades

ISO P-Steel

Finishing
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Finishing

Positive

\/
14

Open Open

W First Choice

Recommended Carbide Grades

Hard

Tough

IC8150

1)

\
1C8350 ( J
1C807
C

P05 P10 P15 P20 P25 P30 P35

* For CBN and Ceramic grades for hardend steel see page (237)
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ISO M- Stainless Steel |

Finishing Medium Roughing
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Negative

Finishing Medium

Tight
A

Positive

\

Open Open

[l First Choice

Recommended Carbide Grades

Hard

IC6015

MO05 M10 M15 M20 M25 M30 M35

mmmmmmmmmmmmmm




Selection Guide for Chipformers and Grades
ISO K-Cast Iron

Finishing Medium Roughing

Tight —
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[ First Choice

Recommended Carbide Grades

Hard

—

—
Tough

IC5005

IC8150

K05 K10 K15 K20 K25 K30 K35

* For CBN and Ceramic grades for hardend steel see page (237)
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Selection Guide for Chipformers and Grades

ISO S-High Temp. Alloys

Medium

Finishing
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Negative

Finishing

Positive

[ First Choice

Recommended Carbide Grades

Hard

S05 $10 S$15 $20 $25 S30 S35

* For CBN and Ceramic grades for hardend steel see page (237)
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Selection Guide for Chipformers and Grades

Finishing Medium Roughing
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[l First Choice

Recommended Carbide Grades

Hard

—
—

NO5 N10 N15 N20 N25 N30 N35
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Chipformers
Negative Chipformers

SF Chipformer

A unique super finishing chipformer that controls chip flow at very low
feeds and cutting depths. Designed to reduce crater wear.

F3P Chipformer

Double-sided insert with a positive rake angle to reduce
cutting forces for finish machining on steel.

NF Chipformer

Double-sided for semi-finishing and finishing applications. Low cutting
forces are due to a very sharp edge and positive rake.

F3M Chipformer

0.15 150

Double-sided insert with a positive rake angle for finish machining on stainless steel.
Its unique deflector geometry with a wavy surface prevents chip hammering.

GN Chipformer

2.3
Double-sided for general applications. Secure cutting edge for
medium and semi-roughing on steel and cast iron.

F3S Chipformer

Chipbreaker with positive rake angle for finish
machining superalloys and exotic materials.

F3N Chipformer

Polished and extra sharp positive insert for machining aluminum
and non-ferrous materials for finishing applications.

WF Chipformer

Wiper geometry for high feed finishing on soft and gummy materials. Small depths of cut.

M4PW Chipformer

Double-sided for roughing applications. Feed range: 0.25 mm/rev to 0.8 mm/rev.
Depth of cut from 2.00 to 10.0 mm.

MB3P Chipformer

Double-sided insert for medium machining on steel with
a reinforced cutting edge to increase tool life.

Member IMC Group.
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Negative Chipformers

M4MW Chipformer

-+ 0.3 |=

Chipformer for heavy machining applications on stainless steel. The inserts
feature a very positive radial helical cutting edge and a positive rake angle.

/
f//et
N
ﬁ

TF Chipformer

— 1.8
Double-sided positive rake angles to prevent strain hardening. The rake angle varies
13° along the edge to a negative angle which prevents chipping. Special design reduces
cratering. Used for carbon and alloy steel, stainless steel and high-temp alloys.

M3M Chipformer

*0.2»‘ T

Double-sided insert for medium machining on stainless steel with a reinforced
cutting edge that prevents notch wear at tight radii to increase toal life.

VL Chipformer

High positive rake and a special edge preparation used for rough and finish turning on
high temperature alloys. Excellent performance on parts such as automotive valves.

160? -»0.47 ‘¢ ‘
L/—/—

PP Chipformer

Double-sided, very positive rake, sharp- and positive radial edge for heat-
resistant alloys, stainless steel, aluminum alloys and soft, low carbon steel.

2.0 |
i/;
13°

A Chipformer
90°

EM-M Chipformer

0.07
Double-sided sharp cutting edge with a 16° positive rake angle

& for machining high temperature alloys at a,<3 mm.

- E : : . | Flat inserts, used for short chipping materials such as cast iron.
! .

M3N Chipformer

Polished and extra sharp positive insert for machining aluminum
and non-ferrous materials for medium applications.

12 Chipformer

Single-sided for medium to rough machining on aluminum and soft materials.

R3P Chipformer
0.12 13.5° ) . . -
- - : Chipbreaker for rough machining on steel with a positive rake angle and
reinforced cutting edge for better performance and longer tool life.

kN ISCAR




USER GUIDE

NR Chipformer

Double-sided sharp cutting edge with a 13° positive rake angle
for machining high temperature alloys at ap < 6 mm.

R3M Chipformer

Double-sided insert for rough machining on stainless steel with a unique deflector
geometry to improve chip control. Includes a wavy surface to prevent chip hammering.

T3P Chipformer

Double-sided 6" negative flank trigone insert for high feed turning on steel.

TNM Chipformer

Double-sided trigon for roughing applications. Feed ranges:
from 0.25 to 0.65 mm/rev. Depth of cut from 2 to 7 mm.

EM-R Chipformer

1.55

Double-sided sharp cutting edge with a 13° positive rake angle
for machining high temperature alloys at ap < 6 mm.

HT/WG Chipformer

Double-sided for roughing applications. Feed range: 0.25 mm/rev to 0.8 mm/rev.
Depth of cut from 2.00 to 10.0 mm.

HM Chipformer

Feed range: 0.08 mm/rev to 0.75 mm/rev. Depth of cut from 1.5 mm to 8.0 mm.

H3P Chipformer

« For heavy roughing applications
+ Low cutting force for low horse power machines
+ Excellent chip control due to changeable land and a flexible chip breaker

H4P Chipformer

« For heavy roughing applications
« For large depth of cut and high feed
« Strong cutting edge credit to a wide land and large land angle

H5P Chipformer

« For heavy roughing applications

« For large depth of cut and high feed

« Extremely strong cutting edge credit to a wide land and large land angle
« Suitable for high cutting conditions

Member IMC Group.
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Negative Chipformers

H6P Chipformer

031 - 14
- Tangential insert with 4 cutting edges for high metal removal on steel up to 35 mm DOC

Positive Chipformers

F3P Chipformer

Super finishing and finishing applications, mainly on positive inserts.
Feed range: 0.03-0.20 mm/rev. DOC 0.25-3.0 mm.
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PF Chipformer

Super finishing and finishing applications, mainly on positive inserts.
Feed range: 0.03-0.20 mm/rev. DOC 0.25-3.0 mm.

SM Chipformer

Finishing and boring applications. Feed range: 0.06-0.25 mm/rev. DOC 0.5-2.5 mm.

F3M Chipformer

Chipbreaker with positive rake angle for finishing machining of stainless
steel, also suitable for superalloys and exotic materials.

14 Chipformer

Semi-finishing and finishing. Medium feeds.

AS Chipformer

For general use machining on aluminum and soft materials.

M3P Chipformer

Chipbreaker with reinforced cutting edge and positive rake
angles for medium machining steel conditions.

M3M Chipformer

Chipbreaker with reinforced cutting edge and positive rake angles
for medium machining stainless steel conditions.

ISCAR




USER GUIDE

PCBN Grades
Hard

Tough

‘ Hardened Materials ‘

IB10H

ISO
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‘ Gray Cast Iron

1B90

IB20KD
Solid CBN

Ductile Cast Iron

Ko1 K010 K20 K30

‘ Heat Resistant Alloys / Nickel Base

S01 S010 S20 S30

‘ Cintered Materials

ISO

Cintered

Materials

NO1 NO10 N20 N30

Member IMC Group.
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Ceramic Grades
Hard

Tough

Hardened Materials

ISO
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HO1 H10 H20 H30

‘ Cast Iron (Gray Cast Iron / Nodular Cast Iron)

Ko1 K10 K20 K30

Heat-Resistant Alloys / Inconel

ISO

S01 S10 §20 $30
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1907 Ui oC
95°
miviPruRN 5 LLI
POSITIVE DOUBLE SIDED CD
WNGP-F2P
Double-Sided Trigon Inserts Z
for Super Finish Machining RE 7 o
Conditions on Alloyed Steel =gk Z
oC
Dimensions Recommended Machining Data D
|_
z f @)
Z ap )
Designation L IC S RE g (mm) (mm/rev) =Ll
435 6.35 318 020 B 0.30-2.00 0.08-0.30
WNGP 040304R/L-F2P 4.35 6.35 3.18 0.40 . 0.30-2.00 0.08-0.30
435 6.35 3.18 0.80 o 0.30-2.00 0.08-0.30
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E-SWLNR/L-04 (103) ® NQCH-SWLNR/L-S-JHP (8) ® PWLNR/L-S (8)
ISOTURN
WNMG-F3P
Double-Sided Trigon Inserts
for Semi-Finishing and
Finishing Applications
- S |-
Dimensions Tough <— Hard Recommended Machining Data
o 3 3 = g ~ ap f
RN | | K| 8|
Designation L IC S RE |l |o o |9 | (mm) (mm/rev)
WNMG 060404-F3P 6.52 9.52 4.76 0.40 ° o o o [ o 0.50-2.50 0.07-0.25
WNMG 060408-F3P 6.52 9.52 476 0.80 . . . . ° ° 0.90-3.00 0.08-0.25
WNMG 060412-F3P 6.52 9.52 476 1.20 ° . ° ° 1.30-3.00 0.10-0.25
WNMG 080404-F3P 8.70 12.70 4.76 0.40 . . . ° 0.50-3.50 0.07-0.25
WNMG 080408-F3P 8.70 12.70 4.76 0.80 . . . ° 0.90-3.50 0.08-0.25
WNMG 080412-F3P 8.70 12.70 4.76 1.20 . . . ° 1.30-3.50 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)
o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ®* HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) © MULNR/L-12MW (15) ® MWLNR/L-W (18) ® PWLNR/L (8) * PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)
o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ® DWLNR/L-JHP-MC (10)
M =

Y 7.y v vy

PV I U

WNMG-M3P
Double-Sided Trigon Inserts
for Medium Machining
Conditions on Steel

Dimensions Tough <— Hard Recommended Machining Data
s|8|8|8|ls| = f
Designation L IC S RE ?_5 S 5 5 S (mm) (mm/rev)
WNMG 06T304-M3P 6.52 9.52 3.97 0.40 o ° ° 0.45-2.50 0.10-0.45
WNMG 06T308-M3P 6.52 9.52 3.97 0.80 o [ o 0.50-3.00 0.15-0.50
WNMG 06T312-M3P 6.52 9.52 397 1.20 . ° 0.80-3.00 0.18-0.60
WNMG 060404-M3P 6.52 9.52 4.76 0.40 ° ° ° . 0.45-2.50 0.10-0.45
WNMG 060408-M3P 6.52 9.52 4.76 0.80 o o o o 0.50-3.00 0.15-0.50
WNMG 060412-M3P 6.52 9.52 4.76 1.20 ° . ° 0.80-3.00 0.18-0.60
WNMG 080404-M3P 8.70 12.70 4.76 0.40 . ° . . 0.40-3.50 0.10-0.45
WNMG 080408-M3P 8.70 12.70 4.76 0.80 o o o o o 0.50-4.00 0.15-0.50
WNMG 080412-M3P 8.70 12.70 4.76 1.20 . ° . ° . 0.80-4.00 0.18-0.60
WNMG 080416-M3P 8.70 12.70 4.76 1.60 ° . ° 1.00-4.00 0.23-0.65

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ® A/S-MWLNR/L-W (103) e A/S-PWLNR/L (104)  C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ® DWLNR/L-JHP-MC (10)

Member IMC Group.
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WNMG-CERMET
Double-Sided Trigon Cermet
Grade Inserts for Semi-Finishing
and Finishing Applications

Designation L

WNMG 06T302-FFC 6.52
WNMG 06T304-FFC 6.52
WNMG 06T304-FFG 6.52
WNMG 06T304-FWA (1) 6.52
WNMG 06T308-FFC 6.52
WNMX 060404-FWA (1) 6.52
WNMG 06T302-FFA 6.52
WNMG 080404-FFC 8.70
WNMG 080408-FFC 8.70
WNMG 080408-FWT 8.70

Dimensions Tough «<— Hard Recommended Machining Data
= § ap f

Ic S RE S 8 (mm) (mm/rev)
9.52 3.97 0.20 ° o 1.00-2.50 0.05-0.25
9.52 3.97 0.40 ° . 1.00-2.50 0.05-0.25
9.52 3.97 0.40 ° 1.00-2.50 0.05-0.25
9.52 3.97 0.40 ° 0.50-3.00 0.12-0.50
9.52 3.97 0.80 [ 1.00-2.50 0.05-0.25
9.52 476 0.40 . 0.50-3.00 0.12-0.50
9.92 3.97 0.20 ° 0.30-1.50 0.05-0.16
12.70 4.76 0.40 o L] 1.00-2.50 0.05-0.25
12.70 476 0.80 . 1.00-2.50 0.05-0.25
12.70 4.76 0.80 [ 1.40-5.00 0.15-0.60

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

) Insert with wiper geometry

For tools, see pages: A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) s C#-MULNR/L-MW (16) s C#-PWLNR/L-08-JHP (9) * DWLNR/L (10)
o E-PWLNR/L-HEAD (105) » HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17) ® MULNR/L-12MW (15)
o MWLNR/L-W (18)  PWLNR/L (8) » PWLNR/L-08-JHP (9)  PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) » S-DWLNR/L (99) * S-MULNR-MW (105)

* DWLNR/L-JHP-MC (10)

D.0.C (mm)
6
FWT
0 0|.6 Feed (mm/rev)
povelUruan

FEEDv RN

WOMG-10-T3P-1Q
Double-Sided 6° Negative
Side Flank Trigon Inserts for
High Feed Turning of Steel

> gl

Designation L

WOMG 100716-T3P-IQ 10.86

Dimensions Tough <— Hard Recommended Machining Data
o o o
(Yol 0 0
@ | 9| 2 ap f
O =] oo
IC S RE i e (mm)@ (mm/rev)®
15.88 7.94 1.60 o o ° 1.00-2.80 1.50-3.00

* The specified machining recommendations in the above table are valid only for PWXOR/L-TF-IQ tools. For PWLOR/L-IQ tools: ap= 3-7 mm, ft= 0.3-0.8 mm/rev.

* For user guide, see pages 122-134, 236-248
() Fast feed cutting condition. For 95° app. See more info.
(@) Fast feed cutting condition. For 95° app. See more info.

For tools, see pages: PWLOR/L-IQ (18) ® PWXOR/L-TF-IQ (19)
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WOMG-13-R3P-IQ
Double-Sided 7° Negative
Side Flank Trigon Inserts for
Heavy Turning of Steel

- S |-
Dimensions Tough «<— Hard Recommended Machining Data
o o
& 2 ap f
o [22]
Designation L IC S RE © © (mm) (mm/rev)
WOMG 130612-R3P-IQ 13.03 19.06 6.35 1.20 ° ° 3.50-8.00 0.30-0.80
WOMG 130616-R3P-1Q 13.03 19.05 6.35 1.60 o o 4.00-8.00 0.40-0.85
WOMG 130624-R3P-IQ 13.03 19.05 6.35 2.40 ° () 4.00-8.00 0.40-1.00
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-PWLOR/L-IQ (19) ¢ PWLOR/L-IQ (18)
7.y v J¥y/_vV)
oV I Ui
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POSITIVE DOUBLE SIDED
WNGP-F2M
Double-Sided Trigon Inserts
for Super Finish Machining
Conditions on Stainless Steel
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE S (mm) (mm/rev)
WNGP 040302R/L-F2M 435 6.35 3.18 0.20 o 0.30-2.00 0.08-0.30
WNGP 040304R/L-F2M 4.35 6.35 3.18 0.40 ° 0.30-2.00 0.08-0.30
WNGP 040308R/L-F2M 435 6.35 3.18 0.80 o 0.30-2.00 0.08-0.30

For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E-SWLNR/L-04 (103) ¢ NQCH-SWLNR/L-S-JHP (8) ® PWLNR/L-S (8)

1907 Uining
WNMG-F3M
Double-Sided Trigon
Inserts for Stainless Steel
Finishing Applications

Designation

WNMG 060404-F3M
WNMG 060408-F3M
WNMG 060412-F3M
WNMG 080404-F3M
WNMG 080408-F3M
WNMG 080412-F3M

Dimensions Tough «<— Hard Recommended Machining Data
[Ye] v
|83 8|85 B f
L IC S RE 5 S § 5 S (mm) (mm/rev)
6.52 9.52 476 0.40 o ° ° ° o 0.10-1.50 0.05-0.30
6.52 9.52 476 0.80 ° [ . ° [ 0.10-1.50 0.10-0.40
6.52 9.52 4.76 1.20 . ° . ° 0.20-2.50 0.15-0.50
8.70 12.70 4.76 0.40 . ° ° ° . 0.10-1.50 0.05-0.30
8.70 12.70 4.76 0.80 . ° ° o ° 0.10-1.50 0.10-0.40
8.70 12.70 4.76 1.20 . ° ° ° ° 0.20-2.50 0.15-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ® A/S-MWLNR/L-W (103) e A/S-PWLNR/L (104) ® C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)
o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ®* HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) « MULNR/L-12MW (15) ® MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

¢ PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

Member IMC Group
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WNMG-M3M
Double-Sided Trigon Inserts
for Machining Stainless

and Low Carbon Steel

Designation L

WNMG 060404-M3M 6.52
WNMG 060408-M3M 6.52
WNMG 060412-M3M 6.52
WNMG 080404-M3M 8.70
WNMG 080408-M3M 8.70
WNMG 080412-M3M 8.70
WNMG 080416-M3M 8.70

. . Recommended
Dimensions Tough <— Hard Machining Data
s|8|2|s|s5|s3 2 f
(2= © © ==} (=) (=)

IC S RE | ||| ol (mm) (mm/rev)
9.52 476 0.40 o o [ [ o 0.50-3.50 0.12-0.40
9.52 476 0.80 o ° ° ° o 0.50-3.50 0.15-0.50
9.52 476 1.20 o o [ o o 0.50-3.50 0.20-0.60
12.70 4.76 0.40 o o 0.50-5.00 0.12-0.40
12.70 476 0.80 o o o ° ° o 0.50-5.00 0.15-0.50
12.70 476 1.20 o o [ o o 0.50-5.00 0.20-0.60
12.70 4.76 1.60 [} 0.50-5.00 0.25-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PWLNR/L-X/G (104) ® A/S-MWLNR/L-W (103) e A/S-PWLNR/L (104) ® C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) ® DWLNR/L (10) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)

* HSK AB3WH-MUMNN-MW (17)  MULNR/L-12MW (15) « MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)
¢ PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

oV I Ui

WNMG-F3S
Double-Sided 80° Trigon
Inserts for Titanium and
Heat Resistant Materials
for Finishing Applications

Designation L

WNMG 060404-F3S 6.52
WNMG 060408-F3S 6.52
WNMG 080404-F3S 8.70
WNMG 080408-F3S 8.70

Dimensions Tough «<— Hard Recommended Machining Data
§ é ap f
IC S RE &} o (mm) (mm/rev)
9.52 476 0.40 [ ° 0.10-1.50 0.06-0.30
9.52 476 0.80 o ° 0.10-1.50 0.10-0.35
12.70 476 0.40 ° o 0.10-1.50 0.05-0.30
12.70 4.76 0.80 ° o 0.10-1.50 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) ¢ DWLNR/L (10) ® DWLNR/L-JHP-MC (10) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16)
o HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) « MWLNR/L-W (18) « PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

* PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105)

y 7.
VI U

WNMG-SF
Double-Sided Trigon Inserts
for Super Finishing

Designation L

WNMG 06T302-SF 6.52
WNMG 06T304-SF 6.52

Dimensions Tough «<— Hard Recommended Machining Data
S 8lz|5| =° f
Ic S RE c || 9| S (mm) (mm/rev)
9.52 3.97 0.20 L] 0.30-1.50 0.02-0.15
9.52 397 0.40 . . ° ° 0.30-1.50 0.05-0.15

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) ® DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® MWLNR/L-W (18) ¢ PWLNR/L (8)

ISCAR




oV § Ui

WNMG-NF

Double-Sided Trigon Inserts @\
for Semi-Finishing and L -
Finishing Applications —

' . Recommended
Dimensions Tough <— Hard Machining Data
2 23 © = 2 3 = 2 ~ ~ ap f
LI K| 8| B| 2|2 |KRIKR|I| S| &
Designation L Ic S RE (o je|o|le|e|e|e|e|Q|e|Q || mm mmr
WNMG 06T301-NF 6.52 9.62 3.97 0.10 o 0.20-1.00 | 0.05-0.15
WNMG 06T302-NF 6.52 9.52 3.97 0.20 o o ° ° ° ° ° ° ® | 0.30-1.50 | 0.08-0.17
WNMG 06T304-NF JGEY] 9.52 3.97 0.40 . . . ° ° ° . ° . ° ® | 0.40-2.50 | 0.07-0.25
WNMG 06T308-NF [ 9.62 3.97 0.80 [ [ [ [ 0.60-3.00 | 0.08-0.25
WNMG 060402-NF 6.52 9.62 4.76 0.20 ° ® | 0.30-3.00 | 0.05-0.20
WNMG 060404-NF 6.52 9.52 476 0.40 o ° ® | 0.60-3.00 | 0.08-0.25
WNMG 060408-NF 6.52 9.52 4.76 0.80 o 0.80-3.00 | 0.08-0.25
WNMG 080404-NF 8.70 12.70 4.76 0.40 o o ° 0.40-3.50 | 0.07-0.25
WNMG 080408-NF 8.70 12.70 476 0.80 [ o ° 0.80-3.50 | 0.08-0.25
WNMG 080412-NF 8.70 12.70 4.76 1.20 [ 1.20-3.50 | 0.08-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) ¢ DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
e HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) ® MWLNR/L-W (18) « PWLNR/L (8) ® PWLNR/L-08-JHP (9) ¢ PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

¢ PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

y r .y v J¥y/ 7V}
oV I Ui
95°

WNMG-VL =

Double-Sided Trigon Inserts

with a Chipformer for High

Temperature Alloys and

Stainless Steel Valves gl

Dimensions Tough «<— Hard Recommended Machining Data
8 8|8 L f

Designation L IC S RE 3 5 3 (mm) (mm/rev)
WNMG 06T308-VL 6.52 9.52 397 0.80 L] 0.50-3.00 0.07-0.25
WNMG 080404-VL 8.70 12.70 476 0.40 [ . 0.30-3.00 0.05-0.15
WNMG 080408-VL 8.70 12.70 476 0.80 . o 0.50-4.00 0.10-0.25
WNMG 080412-VL 8.70 12.70 4.76 1.20 [ 1.00-4.50 0.12-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103)  A/S-PWLNR/L (104) ® C#-MULNR/L-MW (16) ® C#-PWLNR/L-08-JHP (9) * DWLNR/L (10)

e E-PWLNR/L-HEAD (105) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15)
o MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® S-DWLNR/L (99) ® S-MULNR-MW (105)

o DWLNR/L-JHP-MC (10)

oV Ui
95°
WNMG-WG =
Double-Sided Trigon Wiper
Inserts for High Surface Finish
at High Feed Turning
-l Sl
. . Recommended
Dimensions Tough <— Hard Machining Data
818|83|z|8|le|8|~]|r~ ap f
SN B3 | | &S [ 83|83 8
Designation IC L S RE O | Q|99 ||| |o|o|o (mm) (mm/rev)
WNMG 06T304-WG 9.62 6.52 397 0.40 o (] . ° . 0.40-3.00 0.10-0.35
WNMG 06T308-WG 9.52 6.52 3.97 0.80 [ . L] [ . 0.60-3.50 0.10-0.50
WNMG 060404-WG 9.52 6.52 4.76 0.40 o o ° o 0.40-3.00 0.10-0.35
WNMG 060408-WG 9.52 6.52 4.76 0.80 o ° o 0.60-3.50 0.10-0.50
WNMG 080408-WG 12.70 8.70 476 0.80 o ° ° ° ° o 1.00-3.50 0.10-0.50
WNMG 080412-WG 12.70 8.70 4.76 1.20 o o ° ° 1.20-4.00 0.30-0.80

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) ® C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
o HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) « MWLNR/L-W (18)  PWLNR/L (8) ® PWLNR/L-08-JHP (9) ¢ PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

Member IMC Group
o=
L 4 11 ]
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Cpl | 1OUIUnN
95°
~~  WNMG-WF =
m Double-Sided Trigon
LIJ Wiper Inserts for Finishing
CD Operations at High Feeds
Z T
Z Dimensions Tough <— Hard Recommended Machining Data
) = o
|_ 8 u‘_': 'S 'S ap f
0 (=] (==} (=23
O Designation L IC S RE e (e (mm) (mm/rev)
WNMG 060402-WF 6.52 9.52 476 0.20 ° 0.20-3.00 0.06-0.25
CO WNMG 060404-WF 6.52 9.52 4.76 0.40 ° ° 0.50-3.00 0.05-0.30
o WNMG 060408-WF 6.52 9.52 4.76 0.80 ° 0.80-350 0.07-0.30
WNMG 080408-WF 8.70 12.70 4.76 0.80 [ ° 0.80-3.50 0.07-0.35
WNMG 080412-WF 8.70 12.70 476 1.20 o 0.80-3.50 0.07-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ® A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)

* HSK A63WH-MUMNN-MW (17) © MULNR/L-12MW (15) ® MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)
o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ® DWLNR/L-JHP-MC (10)

L. /]
VI VRN

WNMG-PP

Double-Sided Trigon Inserts for
Machining Very Ductile Materials
at Medium Cutting Conditions

) . Recommended

Dimensions Tough «<— Hard Machining Data

s|8|8%|8|=z|38 218|323 z|lo|s | a f

RNINL8|X8 B3 2|32 K|IK|S83|8

Designation L IC S RE|[C|O|O|O|O|OC | |Q|Q|O|O|Q|Q|Q|O|C| (mm) (mm/rev)
VL {egI 28l 652 9.52 3.97 0.40 o o ° ° o o o 1.00-3.00 0.14-0.30
L L (eRo T oo 0 6.52 9.52 397 0.80 o o o ° o o 1.00-3.00 0.14-0.30
(e Z LB S ol 6.52 9.52 4.76 0.40 o o o o 1.00-3.00 0.14-0.30
WNMG 060408-PP [N kA JX:1) o o ° 1.00-3.00 0.14-0.30
L L (oo LI EE ol 8.70 12.70 4.76 0.40 o o o ° ° ° o o 1.00-3.50 0.14-0.30
L LeRONE DR H ol 870 12.70 476 080 @ | @ | @ | @ (@ o (o | o | o L T I 1.00-4.00 0.14-0.30
[ (el R P2 o ol 8.70 12.70 4.76 1.20 ° ° ° 1.50-5.00 0.18-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) ¢ DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
o HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) « MWLNR/L-W (18) « PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ® DWLNR/L-JHP-MC (10)

ISCAR




VI U

WNMG-TF

Double-Sided Trigon Inserts
for Machining a Wide Range
of Materials at Medium
Cutting Conditions

Dimensions Tough «<— Hard azgﬁmmgngii
c|8|8|8|=|2|8|3 z 28|lae|sls a f
RN RISV 8| %|DNKRNKB| LS8
Designation L IC § RE|o|o|O|o|o|o|o|e|o|o|e|o|o|9 (mm) (mm/rev)
WNMG 06T304-TF 652 952 397 040 | e o ° ° o 1.00-3.00 0.12-0.35
WNMG 06T308-TF 652 952 397 080 e ° o ° ° ° ° ° 1.00-3.00 0.12-0.35
WNMG 06T312-TF 6.52 952 397 120 ° ° 1.00-4.00 0.15-0.40
WNMG 060404-TF 6.52 952 476 040 o ° o 1.00-3.00 0.12-0.35
WNMG 060408-TF 6.52 952 476 080 | e ° o o [ 1.00-3.00 0.12-0.35
WNMG 060412-TF 6.52 952 476 120 ° ° 1.00-4.00 0.15-0.35
WNMG 080404-TF 870 1270 476 040 | e . . . . . . . . 1,00-4.00 0.12-0.35
WNMG 080408-TF 870 1270 476 080| © | @ | @ | © | @ [ @ [ @ | © | @ o | o (o (o 1.00-4.00 0.12-0.35
WNMG 080412-TF 870 1270 476 120 | e . . . . . . ° ° 1.50-4.50 0.15-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) ¢ DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
o HSK A63WH-MUMNN-MW (17)  MULNR/L-12MW (15) « MWLNR/L-W (18) « PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

ISOTURN

WNMG-GN =

Double-Sided Trigon Inserts

for General Applications

Dimensions Tough «<— Hard m‘;ﬁmmgng:ti
o 'e] o n o o 0
2|8 2| g8|8|8|=|g|8|8|8|8|. 7 !

Designation L Ic S RE |ojo|o|le|jg|o|e|e|e|e ||| (mm |mmr
WNMG 06T304-GN 6.52 9.52 3.97 0.40 o ° ° ° 1.00-3.50 | 0.14-0.40
WNMG 06T308-GN 6.52 9.52 3.97 0.80 ° ° ° [} 1.00-3.50 | 0.16-0.45
WNMG 06T312-GN 6.52 9.52 3.97 1.20 [ 1.50-4.00 | 0.18-0.45
WNMG 060404-GN [t 9.62 476 0.40 o 1.00-3.50 | 0.14-0.40
WNMG 060408-GN 6.52 9.52 4.76 0.80 o 1.00-3.50 | 0.16-0.45
WNMG 060412-GN 6.52 9.62 4.76 1.20 o 1.50-4.00 | 0.18-0.45
WNMG 080404-GN 8.70 12.70 4.76 0.40 o ° ° ° ° 1.00-4.50 | 0.14-0.40
WNMG 080408-GN [:¥(1] 12.70 4.76 0.80 . . . . ) . ° ° ° . . ® | 1.00-450 | 0.16-0.45
WNMG 080412-GN 8.70 12.70 476 1.20 o o ° ° ° ° 1.50-4.50 | 0.22-0.50
WNMG 080416-GN J:¥(] 12.70 476 1.60 o 2.00-6.00 | 0.25-0.60
WNMG 130612-GN JREXx] 19.05 6.35 1.20 o [ 2.50-5.50 | 0.30-0.50
WNMG 130616-GN JRkNx] 19.06 6.35 1.60 [ 2.50-6.00 | 0.30-0.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) ® C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)

o PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105) ® DWLNR/L-JHP-MC (10)

Member IMC Group
o=
L 4 11 ]
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oV I VRN

WNMM-NM
Single-Sided Trigon Inserts
for Roughing Applications

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) ® C#-MULNR/L-MW (16)  C#-PWLNR/L-08-JHP (9) ® DWLNR/L (10)

* HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® MWLNR/L-W (18)
e PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105)
¢ DWLNR/L-JHP-MC (10)

N RE 4

Z o

Z Dimensions Recommended Machining Data

= g . f

O Designation L IC S RE o (mm) (mm/rev)
WNMM 080408-NM 8.70 12.70 4.76 0.80 [ 1.50-5.00 0.20-0.50

.y v ¥/ _VV]
VI Ui
95°
WNMG-NR =
Double-Sided Trigon Inserts
with a Special Chipformer
for Heavy Machining
Sl
Dimensions Tough «<— Hard Recommended Machining Data
SIElElslg| ~ J
Designation L IC S RE O ||| o|lo (mm) (mm/rev)
WNMG 080408-NR 8.70 12.70 476 0.80 o ° ° o 1.00-5.00 0.18-0.50
WNMG 080412-NR 8.70 12.70 476 1.20 ° o o [ o 2.00-5.00 0.23-0.55
WNMG 080416-NR 8.70 12.70 4.76 1.60 o [ 2.00-5.00 0.30-0.60

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) e C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9) « DWLNR/L (10)

® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® MWLNR/L-W (18) ® PWLNR/L (8)
o PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) e S-DWLNR/L (99) ® S-MULNR-MW (105) ® DWLNR/L-JHP-MC (10)

iSCTURN
e
WNMG-TNM v =

Double-Sided Trigon Inserts
for Semi-Roughing and
Roughing Applications

Dimensions Tough <— Hard Recommended Machining Data
S| B|8 (5|5 % f
< cQ > (=] (=73
Designation L IC S RE | O | 9O | 9|9 (mm) (mm/rev)
8.70 12.70 476 0.80 o 2.00-4.50 0.25-0.45
WNMG 080412-TNM 8.70 12.70 476 1.20 o 2.00-4.50 0.25-0.45
WNMG 130612-TNM 13.03 19.05 6.35 1.20 ° ° . o 2.50-7.00 0.25-0.65
WNMG 130616-TNM 13.08 19.05 6.35 1.60 L] (] 2.50-7.00 0.25-0.65
WNMG 130624-TNM 13.03 19.05 6.35 240 [ [ 3.00-7.00 0.30-0.65

e This inserts should be used with SEAT IWSN 635M3 only! e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) e C#-MULNR/L-MW (16) ® C#-PWLNR/L-08-JHP (9) * DWLNR/L (10)

* HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) ®© MULNR/L-12MW (15) ® MWLNR/L-13W (18)
o MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99)

® S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

ISCAR




ISOTURN
WNMA/WNMA-WG . fil
Double-Sided Trigon Inserts
for Short Chipping Materials é
such as Cast Iron ——
Dimensions Tough <— Hard Recommended Machining Data
o o [Te)
215|188 ap f
(22 [Y2] < 0
Designation L IC S RE 2|le|9ge|= (mm) (mm/rev)
WNMA 06T304 6.52 9.52 3.97 0.40 . . o 0.50-2.00 0.03-0.30
WNMA 06T308 6.52 9.52 3.97 0.80 o o ° 1.00-3.00 0.03-0.40
WNMA 06T312 6.52 9.52 3.97 1.20 [ 1.50-3.50 0.03-0.45
WNMA 060404 6.52 9.52 4.76 0.40 o ° 1.00-3.00 0.03-0.50
WNMA 060408 6.52 9.52 4.76 0.80 ° ° o 1.00-3.00 0.03-0.50
WNMA 060412 6.52 9.52 476 1.20 L] [ 1.00-3.00 0.03-0.50
WNMA 080408 8.70 12.70 4.76 0.80 () ° ° o 1.00-4.00 0.03-0.48
WNMA 080408-WG 8.70 12.70 476 0.80 o 1.00-3.50 0.10-0.60
WNMA 080412 8.70 12.70 476 1.20 . . [ 1.50-4.00 0.03-0.55
WNMA 080416 8.70 12.70 4.76 1.60 ° o 2.00-5.00 0.03-0.55
WNMA 130616 13.03 19.06 6.35 1.60 ° o 3.00-8.00 0.03-0.80

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PWLNR/L-X/G (104) ¢ A/S-MWLNR/L-W (103) ¢ A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9)

o C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ® E-PWLNR/L-HEAD (105) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) « MWLNR/L-13W (18) ® MWLNR/L-W (18) ® PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11)

o PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ¢ S-MULNR-MW (105) ¢ DWLNR/L-JHP-MC (10)

HELiTURN
95°
WNMX-M3/4PW =
Double-Sided Trigon Inserts
with High Helical Cutting Edge
for High Metal Removal Rates i
ol gl
. . Recommended
Dimensions Tough <— Hard Machining Data
o (=3 =
218|288 % i
Designation IC RE S L 8| 8|8|8 |8 (mm) (mm/rev)
WNMX 060604-M3PW 9.52 0.40 441 6.50 o o ° 1.00-4.00 0.20-0.50
WNMX 060608-M3PW 9.52 0.80 44 6.50 ° ° ° . . 1.50-4.00 0.25-0.60
WNMX 080708-M4PW 12.70 0.80 6.78 8.70 ° ° o 1.50-5.00 0.25-0.60
WNMX 080712-M4PW 12.70 1.20 6.78 8.70 o o 2.00-5.00 0.30-0.80
WNMX 080716-M4PW 12.70 1.60 6.78 8.70 o o 2.00-5.00 0.30-1.00

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PWLNR/L-X/G (104) o C#-PWLNR/L-X (13) o C#-PWLNR/L-X-JHP (14) ¢ DWLNR/L (10) ® DWLNR/L-JHP-MC (10)
o PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13)

HELiT Ui LD
WNMX-M3/4MW =
Double-Sided Trigon Inserts
for Machining Stainless Steel,
High Temperature Alloys and
Soft, Low Carbon Steel
. . Recommended
EIRHEET Machining Data
0 (=3 0 (=3
218|832 /8|5 % J
Designation IC RE S L 5 § S § 3 5 53 (mm) (mm/rev)
WNMX 060604-M3MW 9.52 0.40 4.41 6.50 o ° ° 0.80-4.00 0.15-0.50
WNMX 060608-M3MW 9.52 0.80 4.41 6.50 ) ° ° 1.00-5.00 0.20-0.60
WNMX 080704-M4MW 12.70 0.40 6.78 8.70 o ° ° ° ° o 0.80-5.00 0.15-0.50
WNMX 080708-M4MW 12.70 0.80 6.78 8.70 . ° . . . 1,00-5.00 0.20-0.60
WNMX 080712-M4MW 12.70 1.20 6.78 8.70 o ° ° o 1.20-5.00 0.25-0.70

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PWLNR/L-X/G (104) e C#-PWLNR/L-X (13) ® C#-PWLNR/L-X-JHP (14) « DWLNR/L (10) ® DWLNR/L-JHP-MC (10) ® PWLNR/L-X (11)
o PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13)

Member IMC Group
o=
L 4 11 ]
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C/) ISV I Ui
~~ CNMG-F3P
m Double-Sided 80° Rhombic
LIJ Inserts for Semi-Finishing
CD and Finishing Applications
Z -e
) . Recommended
% Dimensions Tough Hard Machining Data
D o & 3 3 = s ~ ap f
— 218|2|=|58|8|%8
O Designation L IC S RE OO || || e|co (mm) (mm/rev)
CNMG 090404-F3P 9.67 9.52 4.76 0.40 o o o o o o 0.50-3.50 0.07-0.25
CO CNMG 090408-F3P 9.67 9.52 4.76 0.80 ° o o o o o 0.90-3.50 0.08-0.25
e CNMG 120404-F3P 12.90 12.70 4.76 0.40 ° ° ° ° . 0.50-3.50 0.07-0.25
CNMG 120408-F3P 12.90 12.70 4.76 0.80 o o ° [} [ 0.90-3.50 0.08-0.25
CNMG 120412-F3P 12.90 12.70 476 1.20 ° ° o ° 1.30-3.50 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17)
o MULNR/L-12MW (15)  PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

e S-DCLNR/L (99) ® S-MULNR-MW (105) ® AVC-PCLNR/L (96) ® DCLNR/L-JHP-MC (25)

ISOTURN
CNMG-M3P
Double-Sided 80° Rhombic
Inserts for Medium Machining 75°
Conditions on Steel b
S
Dimensions Tough «<— Hard Recommended Machining Data
S8 2|5|8|5 % f
1] & & 0 Ire] 15}
Designation L IC S RE O ||| Q| Q|9 (mm) (mm/rev)
CNMG 090404-M3P 9.67 9.52 476 0.40 o ° ° o 0.40-4.00 0.10-0.30
CNMG 090408-M3P 9.67 9.52 476 0.80 [ ° ° o 0.50-4.50 0.15-0.50
CNMG 120404-M3P 12.90 12.70 476 0.40 . o o ° 0.40-5.50 0.10-0.30
CNMG 120408-M3P 12.90 12.70 476 0.80 o o ° . ° ° 0.50-5.50 0.15-0.50
CNMG 120412-M3P 12.90 12.70 476 1.20 o ° ° o 0.80-5.50 0.18-0.60
CNMG 160612-M3P 16.12 15.88 6.35 1.20 . [ o o 0.80-7.20 0.18-0.60
CNMG 160616-M3P 16.12 15.88 6.35 1.60 ° . ° ° 0.80-7.20 0.18-0.60
CNMG 190608-M3P 19.30 19.05 6.35 0.80 [ o [} 0.50-8.60 0.15-0.50
CNMG 190612-M3P 19.30 19.05 6.35 1.20 [ o ° 0.80-8.60 0.18-0.60

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)
¢ MCLNR/L (21) ® MULNR/L-12MW (15)  PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)
e S-DCLNR/L (99) ® S-MULNR-MW (105) ® AVC-PCLNR/L (96) ® DCLNR/L-JHP-MC (25)

ISCAR




ISOTURN
00 l "II
CNMG-CERMET o i
Double-Sided 80° Rhombic
Cermet Grade Inserts ! . 75°
for Semi-Finishing and L X h
Finishing Applications FWT FFC s
Dimensions Tough <— Hard Recommended Machining Data
=
g | 8 B f
Designation L IC S RE o (&} (mm) (mm/rev)
CNMG 120402-FFG 12.90 12.70 476 0.20 . 0.40-3.50 0.07-0.25
CNMG 120404-FFC 12.90 12.70 476 0.40 o ° 0.50-3.50 0.07-0.25
CNMG 120408-FFC 12.90 12.70 476 0.80 . 1.00-2.50 0.05-0.25
CNMG 120408-FWT 12.90 12.70 4.76 0.80 ° 0.00-5.00 0.15-0.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) e A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ¢ C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)
¢ MULNR/L-12MW (15) « PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

e S-DCLNR/L (99) ® S-MULNR-MW (105) ¢ DCLNR/L-JHP-MC (25)

D.O.C (mm)
5+
FWT
FFC
FFG
0 }
0.6 Feed (mm/rev)
povel(rurn
HEAVY DUTY LINE
COMG-R3P-1Q
Double-Sided 7° Negative Side
Flank 80° Rhombic Inserts
for Heavy Turning of Steel
sl
Dimensions Tough «<— Hard Recommended Machining Data
o o
K 2 ap f
[ (o]
Designation L IC S RE ] e (mm) (mm/rev)
COMG 160608-R3P-1Q 16.12 15.88 6.35 0.80 o o 2.00-9.00 0.25-0.50
COMG 160612-R3P-1Q 16.12 15.88 6.35 1.20 ° o 2.00-9.00 0.30-0.60
COMG 160616-R3P-1Q 16.12 15.88 6.35 1.60 o ° 2.00-9.00 0.30-0.70
COMG 190612-R3P-1Q 19.34 19.05 6.35 1.20 [ [ 3.00-12.00 0.30-0.80
COMG 190616-R3P-1Q 19.34 19.05 6.35 1.60 [ o 3.50-12.00 0.35-0.90
COMG 190624-R3P-1Q 19.34 19.06 6.35 2.40 ) . 3.50-12.00 0.35-0.90
COMG 250924-R3P-1Q 25.79 25.40 9.52 2.40 o o 4.00-15.00 0.40-1.00

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-PCLOR/L-IQ (27) « PCBOR/L-IQ (27)  PCLOR/L-IQ (26)

DOVE TAIL GEOMETRY

Member IMC Group
o=
L 4 11 ]
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povelOruan

COMM-R3P-1Q
Single-Sided 7° Negative Side
Flank 80° Rhombic Inserts

for Heavy Turning of Steel

sl
Dimensions Tough <— Hard Recommended Machining Data
o o
& =2 ap f
[~} [~}
Designation L IC S RE © © (mm) (mm/rev)
COMM 190624-R3P-1Q 19.34 19.06 6.35 2.40 ° o 3.50-12.00 0.35-1.20
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-PCLOR/L-IQ (27) ¢ PCBOR/L-IQ (27) ¢ PCLOR/L-IQ (26)
.y N/ VY
o9V Ui
CNMG-F3M
Double-sided 80° Rhombic
Inserts for Stainless Steel 95°
Finishing Applications A
> S |-
. . Recommended
Dimensions Tough «— Hard Machining Data
'e] 0
218|385 g % J
Designation L Ic S RE S3|8|&|8|8|3|& (mm) (mmirev)
CNMG 090404-F3M 9.67 9.52 4.76 0.40 o ° o ° o 0.10-1.50 0.05-0.30
CNMG 090408-F3M 9.67 9.52 4.76 0.80 [ o [ [ [ 0.10-1.50 0.10-0.40
CNMG 120404-F3M 12.90 12.70 4.76 0.40 o ° [} ° o 0.10-1.50 0.05-0.30
CNMG 120408-F3M 12.90 12.70 476 0.80 . L] . . . [ 0.10-1.50 0.10-0.40
CNMG 120412-F3M 12.90 12.70 4,76 1.20 . ° . . ° . . 0.20-2.00 0.15-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ¢ C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24)  DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)
o MULNR/L-12MW (15)  PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) « PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

e S-DCLNR/L (99) ® S-MULNR-MW (105) ® AVC-PCLNR/L (96) ® DCLNR/L-JHP-MC (25)

r.J y ]
oV I VRN

CNMG-M3M
Double-Sided 80° Rhombic

Inserts for Machining Stainless

and Low Carbon Steel 4
> S -
. . Recommended
Dimensions Tough «<— Hard Machining Data
s| 828|553 2 f

Designation L IC S RE S| &8 |8 |88 (mm) (mm/rev)
CNMG 090404-M3M 9.67 9.52 476 0.40 o o ° ° [} 0.40-4.00 0.12-0.40
CNMG 090408-M3M 9.67 9.52 476 0.80 o o ° ° ° 0.50-4.50 0.15-0.50
CNMG 120404-M3M 12.90 12.70 476 0.40 o o 0.50-5.00 0.15-0.50
CNMG 120408-M3M 12.90 12.70 476 0.80 . ° ° ° ° ° 0.50-5.00 0.15-0.50
CNMG 120412-M3M 12.90 12.70 476 1.20 o o ° ° ° o 0.50-5.00 0.20-0.60
CNMG 120416-M3M 12.90 12.70 476 1.60 o o o o 0.50-5.00 0.25-0.70
CNMG 160608-M3M 16.12 15.88 6.35 0.80 ° ° o ° 0.50-7.00 0.15-0.50
CNMG 160612-M3M 16.12 15.88 6.35 1.20 o ° [} ° ° 0.50-7.00 0.20-0.60
CNMG 160616-M3M 16.12 15.88 6.35 1.60 o o o o o 0.50-7.00 0.25-0.70
CNMG 190608-M3M 19.34 19.05 6.35 0.80 o ° ° o 3.00-10.00 0.30-0.70
CNMG 190612-M3M 19.34 19.05 6.35 1.20 o ° ° o 3.00-10.00 0.35-0.80

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)
¢ MCLNR/L (21) ® MULNR/L-12MW (15) ® PCBNR/L (22) * PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23)

e PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ®* S-MULNR-MW (105) ® AVC-PCLNR/L (96) ® DCLNR/L-JHP-MC (25)

LG ISCAR




VI U

CNMG-R3M
Double-Sided 80° Rhombic

Inserts for Rough Machining of
Stainless and Low Carbon Steel

Dimensions Tough <— Hard Recommended Machining Data
gs|8|s % f
Designation L IC S RE S 5 § (mm) (mm/rev)
CNMG 160612-R3M 16.12 15.88 6.35 1.20 [ [ 2.00-9.00 0.30-0.90
CNMG 160616-R3M 16.12 15.88 6.35 1.60 o o 2.00-10.00 0.40-1.00
CNMG 160624-R3M 16.12 15.88 6.35 240 [ 2.00-11.00 0.50-1.20
CNMG 190612-R3M 19.34 19.06 6.35 1.20 ) ) . 2.00-9.00 0.30-0.90
CNMG 190616-R3M 19.34 19.05 6.35 1.60 o ° o 2.00-10.00 0.40-1.00
CNMG 190624-R3M 19.34 19.05 6.35 240 [ [ 2.00-11.00 0.50-1.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L (101) e C#-PCLNR/L-X (24) « DCBNR/L (26) * DCLNR/L (25)) ® MCLNR/L (21) « PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-X (22)

e A/S-PCLNR/L-X/G (102)

ISTT Ui
CNMG-F3S
Double-Sided 80° Rhombic
Inserts for Titanium and
Heat Resistant Materials for
Finishing Applications

80°

Dimensions Tough <— Hard Recommended Machining Data
<] =4 ap f
Designation L IC S RE S 5 (mm) (mm/rev)
CNMG 090404-F3S 9.67 9.52 4.76 0.40 ° ° 0.10-1.50 0.05-0.30
CNMG 090408-F3S 9.67 9.52 476 0.80 . L] 0.10-1.50 0.05-0.30
CNMG 120404-F3S 12.90 12.70 4.76 0.40 ° ° 0.10-1.50 0.05-0.30
CNMG 120408-F3S 12.90 12.70 4.76 0.80 ° ° 0.10-1.50 0.05-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® AVC-PCLNR/L (96) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21)
o C#-PCLNR/L-X (24)  C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® DCLNR/L-JHP-MC (25) ® HSK A63WH-MULNR-J12MWX2 (17)

* HSK A63WH-MULNR/L-MW (16) ® HSK AG3WH-MUMNN-MW (17) « MULNR/L-12MW (15) « PCBNR/L (22) * PCLNR/L (20) ® PCLNR/L-12-JHP (21)

* PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105)

IOV 1 Ui
CNMG-VL

80°

Double-Sided 80° Rhombic
Inserts with a Chipformer
for High Temperature Alloys
and Stainless Steel Valves

Dimensions Tough «<— Hard Recommended Machining Data
8 =S 2 f
Designation L IC S RE 8 8 (mm) (mm/rev)
CNMG 120404-VL 12.90 12.70 476 0.40 . 0.30-3.00 0.05-0.15
CNMG 120408-VL 12.90 12.70 4.76 0.80 [ [ 0.50-4.00 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24) o C#-PCLNR/L-X-JHP (24)

e DCBNR/L (26) ®* DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ¢ HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15)
e PCBNR/L (22)  PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99)

* S-MULNR-MW (105) e A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

Member IMC Group
o=
L 4 11 ]




148

VI U

CNMG/CNGG-SF
Double-Sided 80° Rhombic

Inserts for Super-Finishing;
Controls Chip Flow at Very Low
Feeds and Depths of Cut

Designation

CNMG 120402-SF
CNMG 120404-SF
CNGG 120401-SF
CNGG 120402-SF
CNGG 120404-SF

Dimensions Tough <— Hard Recommended Machining Data
w0 =
SI8(8l5| o= f
L IC S RE 2|le|e|= (mm) (mm/rev)
12.90 12.70 476 0.20 (] (] 0.30-2.00 0.03-0.25
12.90 12.70 476 0.40 ° 0.30-2.00 0.05-0.25
12.90 12.70 476 0.10 o 0.20-1.50 0.03-0.15
12.90 12.70 4.76 0.20 ° 0.30-2.00 0.03-0.20
12.90 12.70 476 0.40 0.30-2.00 0.03-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) » C#-MULNR/L-MW (16) » C#-PCLNR/L-12-JHP (21) » C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)
o DCBNR/L (26) » DCLNR/L (25) » HSK AG3WH-MULNR-J12MWX2 (17) ® HSK AG3WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17) » MULNR/L-12MW (15)
o PCBNR/L (22) » PCLNR/L (20) ® PCLNR/L-12-JHP (21) » PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) » PCLNR/L-X-JHP-MC (23)  S-DCLNR/L (99)

* S-MULNR-MW (105) e A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

Y 7.y /¥y _7V)
oV I Ui P
CNMG-NF — G,
Double-Sided 80° Rhombic / ‘.{’ .
Inserts for Semi-Finishing e 7
and Finishing Applications E _'j(
. . Recommended
Dimensions Tough Hard Machining Data
3 g 2 3 = N~ N~ ap f
S| B | 83| % | K || S
Designation L IC S RE o | © O | O || o (o (mm) (mm/rev)
CNMG 120404-NF 12.90 12.70 4.76 0.40 ° . ° . ° ° . 0.40-3.50 0.08-0.25
CNMG 120408-NF 12.90 12.70 4.76 0.80 o ° ° [} ° 0.80-3.50 0.08-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) » C#-MULNR/L-MW (16) » C#-PCLNR/L-12-JHP (21) » C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)
o DCBNR/L (26) » DCLNR/L (25) » HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17) » MULNR/L-12MW (15)
o PCBNR/L (22) » PCLNR/L (20) ® PCLNR/L-12-JHP (21) » PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) » PCLNR/L-X-JHP-MC (23) » S-DCLNR/L (99)

* S-MULNR-MW (105) ¢ A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

ISOTURN =
CNMG-WF L..

Double-Sided 80° Rhombic
Wiper Inserts for Finishing
Operations at High Feeds

Dimensions Tough <— Hard Recommended Machining Data
o o
& = ap f
(2] (2]
Designation L IC S RE £ e (mm) (mm/rev)
CNMG 120408-WF 12.90 12.70 4.76 0.80 [ [ 0.80-3.50 0.10-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) » C#-MULNR/L-MW (16) » C#-PCLNR/L-12-JHP (21) » C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)
o DCBNR/L (26) » DCLNR/L (25) » HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17) » MULNR/L-12MW (15)
o PCBNR/L (22) » PCLNR/L (20) ® PCLNR/L-12-JHP (21) » PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) » PCLNR/L-X-JHP-MC (23) » S-DCLNR/L (99)

* S-MULNR-MW (105) ¢ A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

ISCAR




VI U

CNMG-WG/NRW
Double-Sided 80° Rhombic

Wiper Inserts for High Feed
Turning and High Surface Finish

@p)
|_
o
LL
@))
Z
Z
oC
=
@)
D

. . Recommended
Dimensions Tough «<— Hard Machining Data
o o = 0
re] [re) S © S ~ ~ ap f
S| 2| B | S| B3|
Designation L IC S RE ||| |lo]|9o| o (mm) (mm/rev)
CNMG 120408-WG 12.90 12.70 4.76 0.80 . o . ° [ [ o 0.80-3.50 0.10-0.50
CNMG 120412-WG 12.90 12.70 4.76 1.20 o o 1.50-4.00 0.30-0.80
CNMG 120416-NRW 12.90 12.70 4.76 1.60 o [ 2.00-4.50 0.30-0.80

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) e C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) e C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)

e DCBNR/L (26) ®* DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15)
* PCBNR/L (22)  PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99)

* S-MULNR-MW (105) e A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

©oviI

CNMA

Double-Sided 80° Rhombic
Inserts for Short Chipping
Materials such as Cast Iron

7
-

) . Recommended

Bllzsslas Machining Data

2Bl ol2|g|l8|s|s 2 f
Designation L IC S RE S| o |8|3|8|8|38 (mm) (mm/rev)
CNMA 120404 12.90 12.70 4.76 0.40 ° ° ° 1.00-4.00 0.03-0.34
CNMA 120408 12.90 12.70 4.76 0.80 o ° ° ° ° 1.00-4.00 0.05-0.43
CNMA 120408F () 12.90 12.70 476 0.80 ° ° 1.00-4.00 0.05-0.50
CNMA 120412 12.90 12.70 4.76 1.20 o [ ° ° ° 1.50-4.50 0.08-0.60
CNMA 120416 12.90 12.70 476 1.60 ° ° ° 2.00-6.00 0.30-0.60
CNMA 160612 16.12 15.88 6.35 1.20 o [} 2.00-10.00 0.10-0.80
CNMA 160616 16.12 15.88 6.35 1.60 () ° 2.00-10.00 0.30-0.60
CNMA 190612 19.30 19.05 6.35 1.20 o ° ° 2.00-10.00 0.10-0.80
CNMA 190616 19.30 19.05 6.35 1.60 ° 2.50-10.00 0.30-1.00

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

() Sharp edge

For tools, see pages: A/S-PCLNR/L (101) ¢ A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21)  C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) » DCBNR/L (26) ® DCLNR/L (25) ® DCLNR/L-JHP-MC (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) e MCLNR/L (21) ® MULNR/L-12MW (15) « PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21)

e PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105)

Member IMC Group.
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CNMG/CNGG-PP
Double-Sided 80° Rhombic
Inserts for Machining Very
Ductile Materials at Medium
Cutting Conditions

Recommended

Dimensions Tough «— Hard Machining Data

o [Ye] o wn o

o | 8|S |RK|o|5|2|8 (85|53 ap f

N (=] [=] © (=] ~— (7=} (=) < (==} [==] (=23 (<)
Designation L IC S N 2 e |e|le|e|e2|g|le|le|e|e|e|e (mm) (mm/rev)
CNMG 120404-PP JRPXl) 12.70 4.76 0.40 o ° ° ° ° ° ° ° 1.00-4.00 0.14-0.30
CNMG 120408-PP [ERPXINPN (] 4.76 0.80 o o[ o | o | o0 |0 |0 e |0 | e e 1.00-4.00 0.14-0.30
CNMG 120412-PP RPAh] 12.70 4.76 1.20 [ o o 1.50-4.00 0.18-0.40
CNMG 190612-PP [REKN] 19.05 6.35 1.20 ° ° 2.00-8.00 0.30-0.60
CNGG 120401-PP 12.90 12.70 4.76 0.10 ° 0.40-2.00 0.05-0.20
CNGG 120402-PP 12.90 12.70 4.76 0.20 ° 0.40-2.50 0.08-0.25
CNGG 120404-PP 12.90 12.70 476 0.40 ° 0.80-3.00 0.10-0.30
CNGG 120408-PP 12.90 12.70 476 0.80 ° ° ° 1.00-4.00 0.10-0.30
CNGG 120412-PP 12.90 12.70 476 1.20 ° 1.00-4.00 0.10-0.30

CNGG 190612-PP [RIKN 19.05 6.35 1.20 ° 2.00-9.00 0.30-0.60

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) e C#-PCLNR/L-X (24)

e C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)
¢ MCLNR/L (21) ® MULNR/L-12MW (15) » PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)
e S-DCLNR/L (99) ® S-MULNR-MW (105) ¢ DCLNR/L-JHP-MC (25)

PV IV

CNMG/CNGG-TF
Double-Sided 80° Rhombic

Inserts for Machining a
Wide Range of Materials at
Medium Cutting Conditions

Dimensions Tough «<— Hard azgﬁm?r:;ng:ti
LIV BN R|S|B|H|KR|K|R8|8 ap
Designation L IC S i 2 2|22 2|2 e|g|e|g|2 % (mm) (mm/rev)
CNMG 090304-TF 9.70 9.52 3.18 0.40 [ o 1.00-3.00 0.12-0.35
CNMG 090308-TF 9.70 9.52 3.18 0.80 o o ° 1.00-4.00 0.12-0.35
CNMG 120404-TF PRl 12.70 476 0.40 ° ° ° ° ° ° ° ° 1.00-4.00 0.12-0.35
CNMG 120408-TF [ERPAs 12.70 4.76 0.80 . . o | o o | o | o | @ o | o 1,00-4.00 0.12-0.35
CNMG 120412-TF 12.90 12.70 4.76 1.20 o ° o o o 1.50-4.50 0.15-0.40
CNMG 160608-TF 16.12 15.88 6.35 0.80 ° ° 1.00-6.00 0.12-0.35
CNMG 160612-TF 16.12 15.88 6.35 1.20 o 1.50-6.00 0.15-0.45
CNMG 190612-TF 19.30 19.05 6.35 1.20 [ 1.50-6.50 0.20-0.55
CNGG 120408-TF 12.96 12.70 4.76 0.80 ° 1.00-4.00 0.12-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ¢ C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) « DCBNR/L (26) ® DCLNR/L (25) ® DCLNR/L-JHP-MC (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
o HSK A63WH-MUMNN-MW (17) ¢ MCLNR/L (21) ® MULNR/L-12MW (15) ® PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ¢ PCLNR/L-X (22)

o PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105)

508 ISCAR




OV i Ui i
CNMG-GN L..
Double-Sided 80° Rhombic
Inserts for General Applications 7
. . Recommended
Dimensions Tough <— Hard Machining Data
o | B R | B | 2|8 Sl o | 8| | =
3] (] (=] N S - (=] [=) N S (=) (=) ap f
(=<3 0 o (=3 © (=3 N 0 < w0 (==} (=23
Designation L IC S RE |2 || ||| |2 || |2 |2 | mm |(mmry
CNMG 120404-GN JRPA] 12.70 4.76 0.40 o [} ° o ° ° 1.00-4.00 | 0.14-0.40
CNMG 120408-GN Pl 12.70 4.76 0.80 . . . . . ° . . ° . ® | 1.00-4.50 | 0.16-0.45
CNMG 120412-GN [RPAl] 12.70 4.76 1.20 o o ° ° ° o ° o 1.50-5.00 | 0.22-0.50
CNMG 160612-GN REAV 15.88 6.35 1.20 o ° ° . 2.00-7.00 | 0.22-0.60
CNMG 160616-GN ERLAY] 15.88 6.35 1.60 o 2.00-7.00 | 0.22-0.75
CNMG 190608-GN Ikl 19.05 6.35 0.80 o 1.50-8.00 | 0.20-0.70
CNMG 190612-GN JRIeX 19.05 6.35 1.20 o o ° ° 2.00-7.98 | 0.25-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) » C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) » C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) ¢ DCBNR/L (26) » DCLNR/L (25) ¢ DCLNR/L-JHP-MC (25) » HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
o HSK AB3WH-MUMNN-MW (17) ® MCLNR/L (21)  MULNR/L-12MW (15) » PCBNR/L (22)  PCLNR/L (20) » PCLNR/L-12-JHP (21)
o PCLNR/L-X (22) ® PCLNR/L-X-JHP (23)  PCLNR/L-X-JHP-MC (23) » S-DCLNR/L (99) ® S-MULNR-MW (105)

ISGTURIN
CNMG-NR

Double-Sided 80° Rhombic
Inserts with a Special Chipformer

for Heavy Machining ha
S
I . Recommended
Dimensions Tough «<— Hard Machining Data
o | B K[ 8B |28 |8 | e8| ~|~
2lgls|8|8|=|838|8|83|8|8]| = f
Designation L Ic S RE e |1 e e e Q| Q| Q9| OO my |(mmhe
CNMG 120408-NR 12.90 12.70 476 0.80 (] . (] . (] . (] (] . (] 1.00-56.00 | 0.15-0.50
CNMG 120412-NR 12.90 12.70 4.76 1.20 o o ° ° ° [} 1.00-5.00 | 0.23-0.55
CNMG 120416-NR 12.90 12.70 4.76 1.60 ° 1.00-5.00 | 0.30-0.60
CNMG 160608-NR 16.12 15.88 6.35 0.80 L] (] 1.50-6.00 | 0.25-0.50
CNMG 160612-NR 16.12 15.88 6.35 1.20 [} o ° o 2.00-7.00 | 0.30-0.60
CNMG 160616-NR 16.12 15.88 6.35 1.60 ° . ° ° ° ° . e | 250-7.00 | 0.30-0.70
CNMG 190608-NR 19.30 19.05 6.35 0.80 o o 3.50-8.00 | 0.30-0.72
CNMG 190612-NR 19.30 19.05 6.35 1.20 [} ° ° o 3.50-8.00 | 0.30-0.80
CNMG 190616-NR 19.30 19.06 6.35 1.60 o o o o o ® | 400-10.00 | 0.40-0.85
CNMG 190624-NR 19.30 19.06 6.35 240 (] 4.00-10.00 | 0.40-1.20
CNMG 250924-NR 25.79 25.40 9.52 2.40 o 6.00-12.00 | 0.40-1.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)  C#-PCLNR/L-X-JHP (24)

o DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MCLNR/L (21)
o MULNR/L-12MW (15)  PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

e S-DCLNR/L (99) ® S-MULNR-MW (105) ® A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

oV I v

CNMG-MR

Double-Sided 80° Rhombic
Inserts for Rough Turning on
Stainless Steel and Soft Materials

Dimensions Tough «<— Hard Recommended Machining Data
o o o
=y a f
2 Qo [ (=]
Designation L IC S RE 2le|e e (mm) (mm/rev)
CNMG 160612-MR 16.12 15.88 6.35 1.20 [ ° o 2.00-10.00 0.30-0.90
CNMG 190612-MR 19.03 19.05 6.35 1.20 o ° ° o 2.00-10.00 0.30-0.90

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-PCLNR/L-X (24) » DCBNR/L (26) * DCLNR/L (25) ® MCLNR/L (21) » PCBNR/L (22)  PCLNR/L (20)

PCLNR/L-X (22) ® A/S-PCLNR/L-X/G (102)

Member IMC Group
o=
L 4 11 ]
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HELiT Ui LD 5.
CNMX-M3/4PW | >
Double-Sided 80° Rhombic
Inserts with a High Helical
Cutting Edge for High T
Metal Removal Rates
Dimensions Tough <— Hard agzﬁmm;ng:ti
o o o =
18| 8| 2(/8|8|5|5 ap f
(=} (2] (2] (=] N 0 (==} (=2
Designation L Ic S RE ON RO RONRONRONRONRONRO (mm) (mm/rev)
CNMX 090604-M3PW 9.67 9.52 4.40 0.40 ° . ° 1.00-4.50 0.20-0.50
CNMX 090608-M3PW 9.67 9.52 4.40 0.80 o ° ° ° ° 1.50-5.00 0.25-0.60
CNMX 120708-M4PW 12.90 12.70 6.78 0.80 o ° ° ° o 1.50-6.00 0.25-0.60
CNMX 120712-M4PW 12.90 12.70 6.78 1.20 o ° ° ° o 2.00-6.00 0.30-0.80
CNMX 120716-M4PW 12.90 12.70 6.78 1.60 o o ° 2.00-6.00 0.30-1.00
CNMX 160712-M4PW 16.12 15.88 6.40 1.20 ° ° ° 2.00-8.00 0.30-0.80
CNMX 160716-M4PW 16.12 15.88 6.40 1.60 ° . ° 2.00-8.00 0.30-1.00

® PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L-X/G (102) ® C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24) ¢ DCLNR/L (25) ® DCLNR/L-JHP-MC (25)
e PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

RELiT Ui
CNMX-M3/4MW
Double-Sided 80° Rhombic
Inserts with a High Helical Cutting

Edge for High Metal Removal
Rates of Stainless Steel

95
pEj

Recommended

Dimensions Tough «— Hard Machining Data

ap f
(mm) (mm/rev)
0.80-4.00 0.15-0.45
1.00-5.00 0.20-0.60
0.80-5.00 0.15-0.45
° 1.00-6.00 0.20-0.60
. 2.00-6.00 0.30-0.80

1C830
1C6025
1C6015
1C8150
1C806
1C807

Designation L IC S RE
CNMX 090604-M3MW 9.67 9.52 440 0.40
CNMX 090608-M3MW 9.67 9.52 4.40 0.80
CNMX 120704-M4MW 12.90 12.70 6.78 0.40
CNMX 120708-M4MW 12.90 12.70 6.78 0.80
CNMX 120712-M4MW 12.90 12.70 6.78 1.20

* PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L-X/G (102) ® C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24) ¢ DCLNR/L (25) ® DCLNR/L-JHP-MC (25)

e PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

HELivvinn LD

CNMM-M4PW

Very Positive Radial Insert
with a Helical Cutting Edge
and Positive Rake for Heavy
Machining Applications

$‘ S "7 95°

Dimensions Tough <— Hard Recommended Machining Data

ap f
(mm) (mm/rev)
1.50-5.00 0.24-0.59

1C8250
1C8150

Designation IC S RE L

12.70 4.76 0.80 12.90
* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)  C#-PCLNR/L-X-JHP (24)

e DCBNR/L (26) ® DCLNR/L (25) ® HSK A63WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) « MULNR/L-12MW (15)
e PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) * S-DCLNR/L (99)

® S-MULNR-MW (105) e DCLNR/L-JHP-MC (25)

I8 ISCAR
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CNMM-R3P
Single-Sided 80° Rhombic
Inserts for Rough Turning
Applications on Steel

Dimensions Tough <— Hard Recommended Machining Data
2| 8|2 2 f
Designation L IC S RE § 5 5 (mm) (mm/rev)
CNMM 120408-R3P 12.90 12.70 4.76 0.80 . o o 0.70-7.50 0.20-0.55
CNMM 120412-R3P 12.90 12.70 4.76 1.20 o ° ° 1.00-7.50 0.25-0.70
CNMM 120416-R3P 12.90 12.70 4.76 1.60 o . ° 1.50-7.50 0.30-0.90
CNMM 160608-R3P 16.12 15.88 6.35 0.80 o ° o 2.00-9.50 0.20-0.55
CNMM 160612-R3P 16.12 15.88 6.35 1.20 ° ° [} 2.00-9.50 0.30-0.70
CNMM 160616-R3P 16.12 15.88 6.35 1.60 ° o ° 2.00-9.50 0.30-0.90
CNMM 190612-R3P 19.34 19.05 6.35 1.20 o ° o 3.00-12.00 0.25-0.80
CNMM 190616-R3P 19.34 19.05 6.35 1.60 o o o 3.50-12.00 0.30-0.90
CNMM 190624-R3P 19.34 19.05 6.35 240 ° ° ° 3.50-12.00 0.30-1.20
CNMM 250924-R3P 25.79 25.40 9.52 2.40 o ° ° 4.00-15.00 0.40-1.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) e C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) » C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)
« DCBNR/L (26) « DCLNR/L (25) » HSK AB3WH-MULNR-J12MWX2 (17) » HSK AB3WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17)
o MCLNR/L (21) » MULNR/L-12MW (15) » PCBNR/L (22) » PCLNR/L (20) » PCLNR/L-12-JHP (21) » PCLNR/L-X (22) » PCLNR/L-X-JHP (23)
o PCLNR/L-X-JHP-MC (23) * S-DCLNR/L (99) ® S-MULNR-MW (105) » A/S-PCLNR/L-X/G (102)  DCLNR/L-JHP-MC (25)

oV I VRN

CNMM-H3P

Single-Sided 80° Rhombic
Insert with a Strong Cutting
Edge for Extra Rough Turning

Dimensions Tough <— Hard Recommended Machining Data
Designation L IC S RE [$] [$] (mm) (mm/rev)
CNMM 190624-H3P 19.34 19.06 6.35 2.40 . . 4.00-9.00 0.55-1.20
CNMM 250924-H3P 25.79 25.40 9.52 240 o . 5.00-12.00 0.55-1.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101)  DCBNR/L (26) » DCLNR/L (25) » MCLNR/L (21) » PCBNR/L (22) » PCLNR/L (20)

VI Ui
80°
CNMM-H4pP =
Single-Sided 80° Rhombic
Insert with a Strong Cutting IC
Edge for Extra Rough Turning i
RE L S =
Dimensions Tough <— Hard Recommended Machining Data
Designation L IC S RE [$] [$] (mm) (mm/rev)
CNMM 190624-H4P 19.34 19.05 6.35 2.40 o [ 4.00-12.00 0.50-1.10
CNMM 250924-H4P 25.79 25.40 9.52 240 ° o 5.00-15.00 0.65-1.50
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L (101) ® DCBNR/L (26) » DCLNR/L (25) ® MCLNR/L (21) » PCBNR/L (22) » PCLNR/L (20)
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CNMM-H5P
Single-Sided 80° Rhombic

Insert with a Strong Cutting
Edge for Extra Rough Turning

Dimensions Tough «<— Hard Recommended Machining Data
o o
& = ap f
(2] [}
Designation L IC S RE e e (mm) (mm/rev)
CNMM 250924-H5P 25.79 25.40 9.52 240 [ [ 5.00-16.00 0.55-1.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PCLNR/L (20)

oV I VRN

CNMM-NR
Single-Sided 80° Rhombic Inserts
for Rough Turning Applications

2
Dimensions Tough <— Hard Recommended Machining Data
o
=2 S ap f
O D
Designation L IC S RE e 2 (mm) (mm/rev)
CNMM 190616-NR 19.03 19.05 6.35 1.60 [ [ 2.00-10.00 0.40-1.00
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DCBNR/L (26) ® DCLNR/L (25)  MCLNR/L (21) ® PCBNR/L (22) * PCLNR/L (20)
NS Sy FFRAN
o9V i Ursiv . A-A
S
XNMG-F3P |
Double-Sided 70° Rhombic
Inserts for Semi-Finishing
and Finishing Applications
Dimensions Tough «<— Hard Recommended Machining Data
S| 8|2 |5 ap f
Designation L IC S RE 5 6 53 § (mm) (mm/rev)
XNMG 090404-F3P 10.14 9.53 476 0.40 o ° [} ° 0.50-3.50 0.07-0.25
XNMG 090408-F3P 10.14 9.53 476 0.80 o o o o 0.90-3.50 0.08-0.25
XNMG 120404-F3P 13.62 12.70 4.76 0.40 [ o ° o 0.50-3.50 0.07-0.25
XNMG 120408-F3P 13.62 12.70 476 0.80 o o o [ 0.90-3.50 0.08-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DXJNR/L-X-JHP-MC (27)
7.y v /¥y vy
oV I VRN - A-A
S
XNMG-M3P ]
Double-Sided 70° Rhombic
Inserts for Medium Machining
Conditions on Steel
Dimensions Tough <— Hard Recommended Machining Data
o o
2| S| =8 % !
Designation L IC S RE S| |o| <o (mm) (mm/rev)
XNMG 090404-M3P 10.14 9.53 476 0.40 o o o o 0.50-3.50 0.07-0.25
XNMG 090408-M3P 10.14 9.53 4.76 0.80 . . ° . 0.90-3.50 0.08-0.25
XNMG 120404-M3P 13.62 12.70 4.76 0.40 . . ° . 0.50-3.50 0.07-0.25
XNMG 120408-M3P 13.52 12.70 476 0.80 o [ o 0.90-3.50 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DXINR/L-X-JHP-MC (27)
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XNMG-F3M
Double-sided 70° Rhombic
Inserts for Stainless Steel
Finishing Applications
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Dimensions Tough «<— Hard Recommended Machining Data
g|1818/8/8| =» f

Designation L IC S RE O ||| o |lo (mm) (mm/rev)
XNMG 090404-F3M 10.14 9.53 4.76 0.40 . o L] o [ 0.10-1.50 0.05-0.30
XNMG 090408-F3M 10.14 9.53 476 0.80 o ° ° ° ° 0.10-1.50 0.10-0.40
XNMG 120404-F3M 13.52 12.70 476 0.40 o ° ° ° o 0.10-1.50 0.05-0.30
XNMG 120408-F3M 13.52 12.70 4.76 0.80 [ ° [ o [ 0.10-1.50 0.10-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: DXJNR/L-X-JHP-MC (27)

ISCT Ui AA

XNMG-M3M S

Double-Sided 70° Rhombic

Inserts for Machining Stainless v

and Low Carbon Steel 04,

Dimensions Tough <— Hard Recommended Machining Data
s 8| 2|g|s % f

Designation L IC S RE S| 8|8|8 |8 (mm) (mm/rev)
XNMG 090404-M3M 10.14 9.53 4.76 0.40 o o ° ° o 0.40-4.00 0.12-0.40
XNMG 090408-M3M 10.14 9.53 476 0.80 o ° [} ° o 0.50-4.50 0.15-0.50
XNMG 120404-M3M 13.52 12.70 4.76 0.40 () ° ° ° o 0.50-5.00 0.15-0.50
XNMG 120408- 13.62 12.70 4.76 0.80 o ° [} ° o 0.50-5.00 0.15-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DXJNR/L-X-JHP-MC (27)

iISCTURIN A

100°}
MMIPTURN o
DNGP-F2P

Double-Sided 55° Rhombic

Inserts for Semi-Finishing sle

and Finishing Applications

on Alloyed Steel

Dimensions Recommended Machining Data
§ ap f

Designation L Ic ) RE 8 (mm) (mm/rev)
DNGP 070302R/L-F2P 7.70 6.35 3.18 0.20 o 0.30-2.00 0.08-0.30
DNGP 070304R/L-F2P 7.70 6.35 3.18 0.40 o 0.30-2.00 0.08-0.30
DNGP 070308R/L-F2P 7.70 6.35 3.18 0.80 o 0.30-2.00 0.08-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E-SDXNR/L-07 (107) » A/E-SDZNR/L-07 (107) ® NQCH-SDJINR/L-S-JHP (28) « PDJNR/L-S (28)
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DNMG-F3P
Double-Sided 55° Rhombic
Inserts for Semi-Finishing
and Finishing on Steel

Dimensions Tough <— Hard Recommended Machining Data
(=3 o

2|2 |25 a f

(2] (=} (2] (==}
Designation L IC S RE 2|le|e|= (mm) (mm/rev)
DNMG 110404-F3P 11.63 9.52 476 0.40 o . (] L] 0.80-3.00 0.07-0.25
DNMG 110408-F3P 11.63 9.52 476 0.80 ° ° ° o 1.00-3.50 0.08-0.25
DNMG 110412-F3P 11.63 9.52 4.76 1.20 . ° . ° 1.40-4.00 0.10-0.256
DNMG 150404-F3P 15.50 12.70 4.76 0.40 ) . ° ° 0.80-3.00 0.07-0.25
DNMG 150408-F3P 15.50 12.70 4.76 0.80 o ° ° o 1.00-3.50 0.08-0.25
DNMG 150412-F3P 15.50 12.70 476 1.20 o o o o 1.40-4.00 0.10-0.25
DNMG 150604-F3P 16.50 12.70 6.35 0.40 ° ° ° o 0.80-3.00 0.07-0.25
DNMG 150608-F3P 15.50 12.70 6.35 0.80 o ° ° o 1.00-3.50 0.08-0.25
DNMG 150612-F3P 15.50 12.70 6.35 1.20 o ° ° o 1.40-4.00 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) e C#-PDJNR/L-JHP (29) « DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
* HSK A63WH-DDNNN (31) ® PDJINR/L (28) ® PDJNR/L-JHP (29) ® S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

Y 7.y v vy

DNMG-M3P \EEHE B

Double-Sided 55° Rhombic
Inserts for Medium Machining
Conditions on Steel

Dimensions Tough «<— Hard agzﬂm;ng:g
S| 2|2\ 2|8]|5 2 f
Designation L IC S RE § E:S 3 5 5 5 (mm) (mm/rev)
DNMG 110408-M3P 11.63 9.52 476 0.80 . o [ [ 0.50-5.00 0.15-0.50
DNMG 110412-M3P 11.63 9.52 476 1.20 o o ° 0.80-5.00 0.18-0.60
DNMG 150408-M3P 15.50 12.70 476 0.80 [ ° o o ° o 0.50-6.00 0.15-0.50
DNMG 150412-M3P 15.50 12.70 4.76 1.20 o ° 0.80-6.00 0.18-0.60
DNMG 150608-M3P 15.50 12.70 6.35 0.80 . ° ° ° 0.50-6.00 0.15-0.50
DNMG 150612-M3P 15.50 12.70 6.35 1.20 o ° ° [} 0.80-6.00 0.18-0.60

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L (97) ® AVC-DDUNR/L-VH (98) o C#-DDJNR/L (31) ® C#-PDJINR/L-JHP (29)
e DDJUNR/L (30) ® HSK A63WH-DDJNR/L (31) ® HSK A63WH-DDNNN (31) ® PDJNR/L (28) ® PDJNR/L-JHP (29) * S-DDUNR/L (106) ® DDJNR/L-JHP-MC (30)

oV I Ui
DNGP-F2M ;m e

Double-Sided 55° Rhombic
Inserts for Semi-Finishing and
Finishing on Stainless Steel

Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE 5 (mm) (mm/rev)
DNGP 070302R/L-F2M 7.70 6.35 3.18 0.20 o 0.30-2.00 0.08-0.30
DNGP 070304R/L-F2M 7.70 6.35 3.18 0.40 . 0.30-2.00 0.08-0.30
DNGP 070308R/L-F2M 7.70 6.35 3.18 0.80 [ 0.30-2.00 0.08-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E-SDXNR/L-07 (107) ® A/E-SDZNR/L-07 (107) ® NQCH-SDJNR/L-S-JHP (28) ® PDJINR/L-S (28)
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DNMG-F3M

Double-Sided 55° Rhombic
Inserts for Finish on Turning
Stainless and Low Carbon Steel

Ir'oll weba L Lt

“lﬁ&x

Dimensions Tough <— Hard h?lii?lmrr:gngaeti

2|82 |s8|5]|3 3 f

(2] © © (=] (=] [~
Designation L IC S RE S| © | © S | © | © (mm) (mm/rev)
DNMG 110404-F3M 11.63 9.52 476 0.40 o ° ° ° o 0.10-1.50 0.05-0.32
DNMG 110408-F3M 11.63 9.52 4.76 0.80 . . . ° . 0.10-1.50 0.10-0.42
DNMG 110412-F3M 11.63 9.52 476 1.20 o ° o ° 0.15-2.00 0.15-0.52
DNMG 150404-F3M 15.50 12.70 476 0.40 o ° ° [ o 0.10-1.50 0.05-0.30
DNMG 150408-F3M 16.50 12.70 4.76 0.80 ° ° ° () 0.10-1.50 0.10-0.40
DNMG 150412-F3M 15.50 12.70 476 1.20 ° ° ° o 0.20-2.50 0.15-0.50
DNMG 150604-F3M 15.50 12.70 6.35 0.40 o ° ° o o 0.10-1.50 0.05-0.30
DNMG 150608-F3M 15.50 12.70 6.35 0.80 o ° ° ° o 0.10-1.50 0.10-0.40
DNMG 150612-F3M 15.50 12.70 6.35 1.20 o ° ° ° ° 0.20-2.50 0.15-0.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98)  C#-DDJNR/L (31) ® C#-PDJINR/L-JHP (29)  DDJNR/L (30) ®* HSK A63WH-DDJNR/L (31)
e HSK A63WH-DDNNN (31) ¢ PDJINR/L (28) ® PDJNR/L-JHP (29) ¢ S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

VU1 Ui e[ i
DNMG-M3M HEEE 8
Double-Sided 55° Rhombic -
Inserts for Machining Stainless
and Low Carbon Steel
Dimensions Tough «<— Hard azzﬁmm;ng;i
g|S8|2|ls|s|3 % f
(2] © © (<] (=] (=]
Designation L IC S RE ] o o [$) (&) [$) (mm) (mm/rev)
DNMG 110404-M3M 11.63 9.52 4.76 0.40 o ° ° ° [ 0.50-3.50 0.12-0.40
DNMG 110408-M3M 11.63 9.52 4.76 0.80 . . ° ° . 0.50-4.00 0.15-0.50
DNMG 110412-M3M 11.63 9.52 4.76 1.20 o o o ° ° 0.50-4.00 0.20-0.60
DNMG 150408-M3M 15.50 12.70 4.76 0.80 ° . . ° . . 0.50-5.00 0.15-0.50
DNMG 150412-M3M 16.50 12.70 4.76 1.20 o ° ° ° [ 0.50-5.00 0.20-0.60
DNMG 150608-M3M 156.50 12.70 6.35 0.80 ° (] o ° ° 0.50-5.00 0.15-0.50
DNMG 150612-M3M 15.50 12.70 6.35 1.20 . . ° ° ° 0.50-5.00 0.20-0.60

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29) « DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
* HSK A63WH-DDNNN (31) ® PDJINR/L (28) ® PDJNR/L-JHP (29) ® S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

ISTT Ui 3
NG
DNMG-F3S 852
Double-Sided 55° Rhombic *"’
A

Inserts for Titanium and
Heat Resistant Materials for
Finishing Applications

Dimensions Tough «<— Hard Recommended Machining Data
< =4 ap f
Designation L IC S RE S § (mm) (mm/rev)
DNMG 110404-F3S 11.63 9.52 4.76 0.40 o o 0.10-1.50 0.05-0.32
DNMG 110408-F3S 11.63 9.52 476 0.80 . . 0.10-1.50 0.10-0.40
DNMG 150404-F3S 156.50 12.70 4.76 0.40 o o 0.10-1.50 0.05-0.32
DNMG 150408-F3S 15.50 12.70 476 0.80 o ° 0.10-1.50 0.10-0.40
DNMG 150604-F3S 15.50 12.70 6.35 0.40 . . 0.10-1.50 0.05-0.32
DNMG 150608-F3S 15.50 12.70 6.35 0.80 [ [ 0.10-1.50 0.10-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L (97) « AVC-DDUNR/L-VH (98) o C#-DDJNR/L (31) ® C#-PDJINR/L-JHP (29)
e DDJUNR/L (30) ® DDJINR/L-JHP-MC (30) ® HSK A63WH-DDJNR/L (31) ® HSK A63WH-DDNNN (31) ® PDJNR/L (28) ® PDJNR/L-JHP (29) * S-DDUNR/L (106)

Member IMC Group
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~~ DNMG-CERMET
m Double-Sided 55° Rhombic
LIJ Cermet Grade Inserts
for Semi-Finishing and
CD Finishing Applications S
Z
Z Dimensions Tough «<— Hard Recommended Machining Data
oC
=
|:_> z | & % f
O Designation L Ic S RE © © (mm) (mm/rev)
DNMG 110404-FFG 11.63 9.62 476 0.40 . 0.70-2.00 0.07-0.22
CD DNMG 110402-FFC 11.63 9.52 4.76 0.20 o 0.40-2.50 0.05-0.20
e DNMG 110404-FFC 11.63 9.52 4.76 0.40 o ° 0.80-3.00 0.07-0.25
DNMG 110408-FFC 11.63 9.52 4.76 0.80 o 1.00-3.50 0.08-0.25
DNMG 150404-FFC 15.50 12.70 476 0.40 . 0.80-3.00 0.07-0.25
DNMG 150604-FB 15.50 12.70 6.35 0.40 [ 0.50-3.00 0.07-0.23
DNMG 150604-FFC 15.50 12.70 6.35 0.40 [ 0.80-3.00 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29) ® DDJNR/L (30) ® HSK AB3WH-DDJNR/L (31) ® HSK AG63WH-DDNNN (31)
e PDJINR/L (28) ® PDJNR/L-JHP (29) ¢ S-DDUNR/L (106) ® DDJNR/L-JHP-MC (30)

D.O.C (mm)
4

0.4 Feed (mm/rev)

VI Vi [ 8o fo= |I!m
DNMG-NF gl g

Double-Sided 55° Rhombic
Inserts for Semi-Finishing
and Finishing Applications

' . Recommended
Dimensions Tough <— Hard Machining Data
s 8| 8|2|2|2|5|8|5|5| = f

Designation L IC S RE |88 |&|8|3|8|8|&|3 (mm) (mm/rev)
DNMG 110402-NF 11.63 9.52 4.76 0.20 o . [ o [ [ 0.40-2.50 0.07-0.18
DNMG 110404-NF 11.63 9.52 4.76 0.40 o o ° ° ° ° ° o 0.80-3.00 0.07-0.25
DNMG 110408-NF 11.63 9.62 4.76 0.80 o o ° ° . ° ° 1.00-3.50 0.08-0.25
DNMG 150404-NF 156.50 12.70 4.76 0.40 o ° ° o 0.80-3.50 0.07-0.25
DNMG 150408-NF 156.50 12.70 4.76 0.80 . [ 1.00-3.51 0.08-0.25
DNMG 150604-NF 15.50 12.70 6.35 0.40 o ° ° o 0.80-3.50 0.07-0.25

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ¢ C#-PDJNR/L-JHP (29) « DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
* HSK A63WH-DDNNN (31) ® PDJINR/L (28) ® PDJNR/L-JHP (29) ® S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)
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DNMG/DNGG-SF
Double-Sided 55° Rhombic

Inserts for Super Finishing;
Controls Chip Flow at Very Low
Feeds and Depths of Cut

IS

Vbﬁ

[27°

“lf.",;

Dimensions Tough <— Hard Recommended Machining Data
= =
2|85 a f
0 [Y2] [=23
Designation L IC S RE e | e (mm) (mm/rev)
DNMG 110404-SF 11.63 9.52 4.76 0.40 [ [ 0.50-3.00 0.05-0.25
DNGG 150401-SF 15.50 12.70 4.76 0.10 ° 0.25-2.00 0.03-0.15
DNGG 150402-SF 15.50 12.70 476 0.20 ° 0.40-2.50 0.05-0.20
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29) ¢ DDJINR/L (30) ® HSK A63WH-DDJNR/L (31) ® HSK AB3WH-DDNNN (31)
e PDJINR/L (28) ® PDJINR/L-JHP (29) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)
ISOTURN
A
T
DNMG-WG ﬁﬁ

Double-Sided 55° Rhombic
Wiper Inserts for High Surface
Finish at High Feed Turning

=

Dimensions Tough «<— Hard Recommended Machining Data
8| 2| =
8|8 % f
Designation L IC S RE e|le | (mm) (mm/rev)
DNMG 150408-WG 16.50 12.70 4.76 0.80 o 1.00-2.50 0.20-0.50
DNMG 150608-WG 16.50 12.70 6.35 0.80 o [ 1.00-2.50 0.18-0.40
DNMG 150612-WG 156.50 12.70 6.35 1.20 o [ 1.00-3.00 0.20-0.80
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29) « DDJNR/L (30) » HSK A63WH-DDNNN (31)
e PDJNR/L (28) ® PDINR/L-JHP (29)  AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)
y r .y v /¥y _ 7V}
DNMG-PF "Wl

Double-Sided 55° Rhombic
Inserts for Finishing Applications
on Alloyed and Stainless Steel

[T

Dimensions

Recommended Machining Data

o
© ap f
Designation L Ic s RE 3 (mm) (mm/rev)
DNMG 110408-PF 11.63 9.52 4.76 0.80 o 0.30-3.00 0.07-0.30
DNMG 150612-PF 156.50 12.70 6.35 1.20 o 1.00-4.00 0.10-0.30
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) ® C#-DDJNR/L (31) e C#-PDJINR/L-JHP (29) ® DDJNR/L (30) ®* HSK A63WH-DDJNR/L (31)
o HSK A63WH-DDNNN (31)  PDJNR/L (28) ® PDJNR/L-JHP (29)  S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJINR/L-JHP-MC (30)
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DNMG/DNGG-PP

55° Double-Sided Rhombic o
Inserts for Machining Very £ '
Ductile Materials at Medium

Cutting Conditions

' . Recommended
Dimension Tough «— H .
ensions oug i Machining Data
o [Ye] o w0 o
(=1 (Yol N 0 — [Xe) [{=] ~ ~ oy f
2] ] S N o o — o =1 (=) o o ap
S S| 8|8 |&8|c|d&|8|ac|&|8|3|8
Designation L IC S RE = = = = = = = = = = = = (mm) | (mm/rev)

DNMG 110404-PP BRRK: 9.52 476 0.40 (] L] (] 0.40-3.00 | 0.12-0.30
DNMG 110408-PP ik 9.52 476 0.80 (] . . . 1.00-3.50 | 0.12-0.30
DNMG 150408-PP BRI 12.70 476 0.80 (] . . 1.00-4.00 | 0.12-0.30
DNMG 150604-PP JREE:N) 12.70 6.35 0.40 . . 0.50-4.00 | 0.12-0.30
DNMG 150608-PP I 12.70 6.35 0.80 L] (] (] . L] (] (] L] 1.00-3.50 | 0.12-0.30
DNGG 150604-PP Rl 12.70 6.35 0.40 . 0.50-4.00 | 0.12-0.30
DNGG 150608-PP X 12.70 6.35 0.80 . . ® | 1,00-4.00 | 0.12-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L (97) ® AVC-DDUNR/L-VH (98) ® C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29)
e DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)  HSK A63WH-DDNNN (31) ¢ PDJINR/L (28)  PDJINR/L-JHP (29) ® S-DDUNR/L (106) ® DDJINR/L-JHP-MC (30)

IOV VRN
DNMG-VL

Double-Sided 55° Rhombic
Inserts with a Chipformer
for High Temperature Alloys

and Stainless Steel Valves

e e
i

G
1]

Dimensions Tough <— Hard Recommended Machining Data
=] s ap f
Designation L Ic s RE 3 3 (mm) (mm/rev)
DNMG 110404-VL 11.63 9.52 476 0.40 L] L] 0.50-3.50 0.10-0.25
DNMG 110408-VL 11.63 9.52 4.76 0.80 o o 0.50-3.50 0.10-0.25
DNMG 150404-VL 15.50 12.70 476 0.40 ° 0.50-3.50 0.10-0.25
DNMG 150408-VL 15.50 12.70 4.76 0.80 o ° 0.50-3.50 0.10-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® C#-DDJNR/L (31) e C#-PDJNR/L-JHP (29) ¢ DDJNR/L (30) ®* HSK AB3WH-DDJNR/L (31) « HSK A63WH-DDNNN (31)
o PDJINR/L (28) ® PDJINR/L-JHP (29) ¢ S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

N S mEy FFens

ISV I Ui A‘SSO T
DNMG/DNGG-TF \ a
Double-Sided 55° Rhombic AR
Inserts for Machining a r’“’_"/

Wide Range of Materials at

Medium Cutting Conditions gl
) . Recommended
Dimensions Tough <— Hard Machining Data
s|8IB|8|2|8|o(z2|g|s|s]| = f
1% o 0 [75] @ o I 1 1= Y] S
Designation L IC S RE O | © | © o |l o |o | o | Qo © | | o (mm) | (mm/rev)
DNMG 110404-TF 11.63 9.52 476 0.40 ° ° ° 1.00-3.00 | 0.12-0.30
DNMG 110412-TF 11.63 9.52 476 1.20 o 1.50-4.00 | 0.15-0.35
DNMG 150404-TF 15,50 12.70 476 0.40 o [ ° ° [ 1.00-3.00 | 0.15-0.30
DNMG 150408-TF 15.50 12.70 4,76 0.80 . . . ° ° . . ° ® | 1.00-350 | 0.15-0.30
DNMG 150412-TF 15.50 12.70 4.76 1.20 o 1.50-4.00 | 0.12-0.40
DNMG 150604-TF 15.50 12.70 6.35 0.40 o [ ° ° ° ° [} ° 1.00-3.00 | 0.14-0.30
DNMG 150608-TF 15.50 12.70 6.35 0.80 . . . ° . ° ° ° . e | 1.00-350 | 0.15-0.30
DNMG 150612-TF 16.50 12.70 6.35 1.20 . ° . . ° ° ° . ® | 150-400 | 0.11-0.35
DNGG 150404-TF 15.50 12.70 4.76 0.40 ° 1.00-3.00 | 0.15-0.30
DNGG 150408-TF 156.50 12.70 4.76 0.80 ° 1.00-3.50 | 0.15-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ® C#-PDJINR/L-JHP (29) ¢ DDJNR/L (30) ® HSK AB3WH-DDJNR/L (31)
o HSK A63WH-DDNNN (31)  PDJNR/L (28) ® PDJNR/L-JHP (29) ¢ S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

ISCAR
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DNMG-GN

Double-Sided 55° Rhombic
Inserts for General Applications

Designation

DNMG 110408-GN
DNMG 110412-GN
DNMG 150408-GN
DNMG 150412-GN
DNMG 150608-GN
DNMG 150612-GN

(I

VO@

’ . Recommended

Dimensions Tough «<— Hard Machining Data

S8 8| 2|5 |5|g|8| = f
L Ic s RE 3|88 |8|a|8|3&| 8 (mm) (mm/rev)
11.63 9.52 476 0.80 ° ° ° 1.00-4.00 0.18-0.38
11.63 952 476 1.20 ° . 1.50-4.50 0.18-0.38
15.50 12.70 476 0.80 . ° . 1.00-4.00 0.18-0.18
15.50 12.70 476 1.20 . ° ° . . 1.50-5.00 0.18-0.43
15.50 12.70 6.35 0.80 () ° ° o ° o ° 1.00-4.00 0.18-0.38
15.50 12.70 6.35 1.20 . ° . ° ° 1.50-5.00 0.18-0.43

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29) e DDJNR/L (30) ® HSK AG3WH-DDJNR/L (31)
e HSK A63WH-DDNNN (31) ® PDJNR/L (28) ® PDJNR/L-JHP (29) * S-DDUNR/L (106) * AVC-DDUNR/L (97) * DDJNR/L-JHP-MC (30)

ISCT Ui -
[ Teo
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DNMG-NR )%

Double-Sided 55° Rhombic
Inserts with a Special Chipformer
for Heavy Machining

Dimensions Tough <— Hard Recommended Machining Data
Designation L IC S RE [$] [$] (mm) (mm/rev)
DNMG 150612-NR 15.50 12.70 6.35 1.20 . . 2.00-6.00 0.23-0.50
DNMG 150616-NR 15.50 12.70 6.35 1.60 . ° 2.00-6.00 0.25-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PDUNR/L (106) » AVC-DDUNR/L-VH (98) » C#-DDJNR/L (31) ® C#-PDINR/L-JHP (29)  DDINR/L (30) ® HSK AB3WH-DDJINR/L (31)
* HSK AB3WH-DDNNN (31) ® PDINR/L (28) » PDINR/L-JHP (29) » S-DDUNR/L (106) ¢ AVC-DDUNR/L (97) » DDJNR/L-JHP-MC (30)

Vi

DNMA

Double-Sided 55° Rhombic
Inserts for Short Chipping
Materials such as Cast Iron

[ Jeor
Irl. [

Dimensions Tough <— Hard Recommended Machining Data

o wn

S| 8|8 ap f

(Y] < (Yo
Designation L Ic S RE 2|e|s (mm) (mm/rev)
DNMA 150412 16.50 12.70 476 1.20 [ ° 1.50-4.00 0.05-0.40
DNMA 150608 15.50 12.70 6.35 0.80 ° ° o 1.50-4.00 0.03-0.40
DNMA 150612 15.50 12.70 6.35 1.20 ° ° o 1.50-4.00 0.05-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PDUNR/L (106) » AVC-DDUNR/L-VH (98) » C#-DDINR/L (31) ® C#-PDINR/L-JHP (29)  DDINR/L (30) ® HSK A63WH-DDJINR/L (31)
o HSK AB3WH-DDNNN (31) ® PDJINR/L (28) » PDINR/L-JHP (29) » S-DDUNR/L (106) ¢ AVC-DDUNR/L (97) » DDJINR/L-JHP-MC (30)

Member IMC Group
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DNMM-R3P
Single-Sided 55° Rhombic
Inserts for Rough Turning
Applications on Steel

—! Sle

@p)
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s
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Dimensions Tough <— Hard Recommended Machining Data
(=3
8 & ap f
(==} (==}
Designation L IC S RE S S (mm) (mm/rev)
DNMM 150608-R3P 16.50 12.70 6.35 0.80 ° [ 0.70-6.00 0.20-0.55
DNMM 150612-R3P 15.50 12.70 6.35 1.20 ° ° 1.00-6.00 0.25-0.70
DNMM 150616-R3P 15.50 12.70 6.35 1.60 o o 1.50-6.00 0.32-0.90

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ¢ C#-PDJNR/L-JHP (29) « DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
* HSK A63WH-DDNNN (31) ® PDJINR/L (28) ® PDJNR/L-JHP (29) ® S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

oV I VRN

DNMM-NM
Single-Sided 55° Rhombic Inserts
for Roughing Applications

Dimensions Recommended Machining Data
g ap f
Designation L IC S RE [$] (mm) (mm/rev)
DNMM 150612-NM 15.50 12.70 6.35 1.20 ° 1.50-4.50 0.25-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) e C#-PDJINR/L-JHP (29) ¢ DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
e HSK A63WH-DDNNN (31) ® PDJINR/L (28) ¢ PDJNR/L-JHP (29) ¢ S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

W’ SEEE IR N
tl—h' § Urin Illl 93°} ll!m
DNMX-M3P el &

Double-Sided 55° Rhombic
Inserts with High Helical
Cutting Edge for High

Metal Removal Rates

; . Recommended
Dimensions Tough <— Hard Machining Data
o [Ye] o w0 o
o D N I = o © ~ ap f
. . RN BN R |8B | %| 8|8

Designation L IC S RE S|l |9 |l |Oo|9o|lC| o (mm) (mm/rev)
DNMX 150608-M3P 15.50 12.70 6.35 0.80 o o ° ° ° ° o 2.00-7.00 0.25-0.50
DNMX 150612-M3P 15.50 12.70 6.35 1.20 . ° . ° . ° . ) 2.50-7.00 0.30-0.60
DNMX 150616-M3P 15.50 12.70 6.35 1.60 [ ° . 2.50-5.50 0.30-0.60

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) e C#-DDJNR/L (31) e C#-PDJINR/L-JHP (29) ® DDJNR/L (30) ® HSK AB3WH-DDJNR/L (31) ® HSK A63WH-DDNNN (31)
e PDJINR/L (28) ® PDJINR/L-JHP (29) ¢ S-DDUNR/L (106) ® DDJNR/L-JHP-MC (30)

ISCAR




ISTT Unn
= LB [
KNMX Sl WY
55° Parallelogram Profiling Inserts 55 N
Y v ‘
] A
A
L NEE s
Dimensions Tough <— Hard Recommended Machining Data
2 22 (5|5 % f
Designation L IC S RE § 5 5 § 3 (mm) (mm/rev)
KNMX 160405-LP 19.72 9.62 476 0.50 [ ° ° 1.00-4.00 0.10-0.40
KNMX 160405-RP 19.72 9.52 4.76 0.50 o ° ° o 1.00-4.00 0.10-0.40
KNMX 160410-LP 19.72 9.62 476 1.00 o ° 1.50-4.00 0.15-0.45
KNMX 160410-RP 19.72 9.52 476 1.00 [ ° . 1.50-4.00 0.15-0.45
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CKUNR/L (32) ® CKNNR/L (32) ® SKJNR/L (32)
ISOT VRN
’47 L—»‘ 537 'Il ||l|
KNUX 2 H‘F M
55° Parallelogram Profiling Inserts /Cl% e
g A |
) REA 12°
S
Dimensions Tough <— Hard Recommended Machining Data
2|82 ¢
23| 2
Designation L IC S RE 2le|e|e (mm) (mm/rev)
KNUX 160405 L11 19.72 9.52 4.76 0.50 . . . 1.00-4.00 0.10-0.40
KNUX 160405 R11 19.72 9.52 4.76 0.50 . ° . . 1.00-4.00 0.10-0.40
KNUX 160405 L12 19.72 9.52 476 0.50 [} 1.50-4.00 0.10-0.40
KNUX 160405 R12 19.72 9.52 4.76 0.50 o 1.50-4.00 0.10-0.40
KNUX 160410 L11 19.72 9.52 4.76 1.00 . 1.50-4.00 0.15-0.45
KNUX 160410 R11 19.72 9.52 4.76 1.00 o o 1.50-4.00 0.15-0.45
KNUX 160410 R/L12 19.72 9.52 476 1.00 ° 1.50-4.00 0.15-0.45
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CKUNR/L (32) « CKNNR/L (32)
ISOTURN
DM
TP P o
VNMG-F3P ol W
Double-Sided 35° Rhombic
Inserts for Semi-Finishing and % .
Finishing Applications on Steel
Dimensions Tough <— Hard Recommended Machining Data
o o
2| 52 = a f
[ (=] =] (=]
Designation L IC S RE SIE1IE S (mm) (mm/rev)
VNMG 12T302-F3P 12.40 7.15 389 0.20 . . ° 0.40-2.00 0.08-0.20
VNMG 160404-F3P 16.60 9.52 4.76 0.40 o ° ° o 0.70-2.00 0.07-0.24
VNMG 160408-F3P 16.60 9.52 4.76 0.80 o ° ° [ 1.00-3.00 0.08-0.24

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-SVUNR/L (107) » AVC-DVUNR/L (97) » C#-SVJINR/L-F (33) » HSK AB3WH-SVWNN-F (35)  MVJNR/L (33) « MVVNN (35)

* SVANR/L-FS (32) ® SVJNR/L-F (33) ® SVVNN-F (34)

Member IMC Group.
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VI U

VNMG-F3M
Double-Sided 35° Rhombic
Inserts for Finishing on
Stainless Steel

<=

' . Recommended
Dimensions Tough <— Hard Machining Data
2|8 2|ls|ls|3 2 f
Designation L IC S RE § <:3 § § 5 5 (mm) (mm/rev)
VNMG 12T302-F3M 12.40 7.15 3.97 0.20 o o 0.10-1.50 0.03-0.20
VNMG 12T304-F3M 12.40 715 3.97 0.40 ° [} 0.10-1.50 0.05-0.30
VNMG 12T308-F3M 12.40 7.15 3.97 0.80 ° ° 0.10-1.50 0.05-0.30
VNMG 160404-F3M 16.60 9.52 4.76 0.40 o ° ° o 0.10-1.50 0.05-0.30
VNMG 160408-F3M 16.60 9.52 4.76 0.80 . ) . 0.10-1.50 0.05-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SVUNR/L (107) ® AVC-DVUNR/L (97) ® C#-SVINR/L-F (33) » HSK A63WH-SVVNN-F (35) ¢ MVJINR/L (33) ® MVVNN (35)
o SVANR/L-FS (32)  SVJINR/L-F (33) ® SVWWNN-F (34)
1907 Ui
VNMG-M3M P E!% e
- -
Double-Sided 35° Rhombic i / : 4
Inserts for Machining Stainless f © \ O ] i
and Low Carbon Steel 1 S
RE| L s
Dimensions Tough <— Hard s:gmm;ng:g
s|8|2|s|s 3 % f
=] © © (=] [~ < (=)
Designation L IC S RE O | o || o |O|o| o (mm) (mm/rev)
VNMG 12T308-M3M 12.40 715 3.89 0.80 ° . ° . . 0.70-2.00 0.08-0.20
VNMG 160404-M3M 16.60 9.52 4.76 0.40 o [ o o 0.70-3.00 0.07-0.20
VNMG 160408-M3M 16.60 9.52 4.76 0.80 o [ [ [ [ [ 0.10-1.50 0.05-0.30

For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-SVUNR/L (107) » AVC-DVUNR/L (97) » C#-SVJINR/L-F (33) * HSK AB3WH-SVVNN-F (35)  MVJNR/L (33) » MVVNN (35)

o SVANR/L-FS (32) » SVUNR/L-F (33) ® SVWNN-F (34)

Y 7.y v ¥/ _7Y)

DV I Ui

VNMG-F3S =

Double-Sided 35° Rhombic i / :

Inserts for Titanium and 5 I \ O ] i

Heat Resistant Materials for v S

Finishing Applications RE/ L s i<

Dimensions Tough <— Hard Recommended Machining Data
§ § ap f

Designation L IC S RE e e (mm) (mm/rev)
VNMG 12T302-F3S 12.40 7.15 3.97 0.20 ° o 0.10-1.50 0.05-0.20
VNMG 12T304-F3S 12.40 715 3.97 0.40 o o 0.10-1.50 0.05-0.30
VNMG 12T308-F3S 12.40 7.15 3.97 0.80 o o 0.10-1.50 0.05-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-SVUNR/L (107) o C#-SVJNR/L-F (33) ¢ HSK AB3WH-SVVNN-F (35) e SVANR/L-FS (32) ® SVJNR/L-F (33) ® SVVNN-F (34)

ISCAR
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VNMG-SF - =
Double-Sided 35° Rhombic m
Inserts for Super Finishing - LIJ
s @p)
Dimensions Tough <— Hard Recommended Machining Data Z
8 2 % L

L iIc s RE 3 8 (mm) (mmrev) IC_)

VNMG 12T302-SF 12.40 7.15 3.97 0.20 o ° 0.30-2.00 0.03-0.20
VNMG 12T304-SF 12.40 7.15 3.97 0.40 o ° 0.50-3.00 0.05-0.25 U)

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SVUNR/L (107) o C#-SVJNR/L-F (33) ® HSK A63WH-SVVNN-F (35) ® SVANR/L-FS (32) ® SVJNR/L-F (33) ® SVVNN-F (34)

ISOT Ui
VNMG-FNF-CERMET

Double-Sided 35° Rhombic
Cermet Inserts for Semi-Finishing g
and Finishing Applications

e

S
Dimensions Tough «<— Hard Recommended Machining Data
=
g | 8 % J

Designation L IC S RE © © (mm) (mm/rev)
VNMG 12T302-FNF 12.40 7.15 3.97 0.20 (] 0.50-3.00 0.07-0.23
VNMG 12T304-FNF 12.40 715 3.97 0.40 ° o 0.50-3.00 0.07-0.23
VNMG 12T308-FNF 12.40 7.15 3.89 0.80 o 0.50-3.00 0.07-0.23

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SVUNR/L (107) o C#-SVJNR/L-F (33) ® HSK A63WH-SVVNN-F (35) ® SVANR/L-FS (32) ¢ SVUNR/L-F (33) ® SVVNN-F (34)

7.y v J¥y/_vV)
VI VRN ‘mw oo |
VNMG/VNGG-NF [ RRE
Double-Sided 35° Rhombic
Inserts for Semi-Finishing ’ -
and Finishing Applications
S
Dimensions Tough <— Hard Recommended Machining Data
s|8|8|8|8|al2|8|<|2|2(s|8|s|s ) f
Designation L IC S RE § § § 5 <f-> S § § § § <f-> § 3 § § (mm) (mm/rev)
VA" (clR PArc{o P8 [ 1240 7.15 397 020 | e e | o o | o (] o | o 0.40-2.50 0.07-0.18
e PAEI LR 1240 715 397 040 @ [ @ | @ | @ | @ | @ [ @ [ @ . ° o | o 0.70-2.00 0.07-0.24
VL[ (e PApc{ol: BN 1240 715 397 080| © [ @ | @ | @ o (o | o o (o | 0| o e | @ 1.00-3.00 0.08-0.24
AL [eRR [ZLZE [ S 16.60 952 476 040 | ® o o ° ° o o 0.70-2.50 0.07-0.24
AT (epe o Z ol H N[ 16.60 952 4.76 0.80 o [ 1.00-3.00 0.08-0.25
\"[\[c{cm PA P2 | 1240 7.15 390 0.20 ° 0.40-2.50 0.05-0.17
\"[\[c{cmPAEcZE | 1240 715 390 040 o 0.50-3.00 0.05-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SVUNR/L (107) ® AVC-DVUNR/L (97) ® C#-SVJINR/L-F (33) ® HSK A63WH-SVVNN-F (35) ®« MVJNR/L (33) « MVVNN (35)
* SVANR/L-FS (32) ® SVJNR/L-F (33) ® SVVNN-F (34)

Member IMC Group
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VNMM-PP

Single-Sided 35° Rhombic
Inserts for Machining Very
Ductile Materials at Medium
Cutting Conditions

e 2
| Wl'&

é\

Dimensions Tough <— Hard Recommended Machining Data
g | g % f
L IC S RE [$] [$] (mm) (mm/rev)
VNMM 12T304-PP 12.40 7.15 3.97 0.40 o o 0.80-2.50 0.12-0.20
VNMM 12T7308-PP 12.40 7.15 3.97 0.80 o o 1.00-2.50 0.12-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-SVUNR/L (107) » C#-SVJINR/L-F (33) » HSK AB3WH-SVVNN-F (35) » SVANR/L-FS (32) ® SVINR/L-F (33) ¢ SVWNN-F (34)

Y .y v ¥/ _7V)
'av' u"" I.l@ |pm!§ e
VNMG-TF > 95° o B
Double-Sided 35° Rhombic ! / \ K
Inserts for Machining a ﬁ O \ Q ] -
Wide Range of Materials at ' >
Medium Cutting Conditions REA. L s
Dimensions Tough <— Hard I\F/‘Iigmir:;ng;i
o 8 3 = 3 © ™~ ~ ap f
RN N RN 8| 2| | 8| &
Designation L IC S RE O |l oo |o|OC|Co|9o|Qo (mm) (mm/rev)
VNMG 160408-TF 16.60 9.52 4.76 0.80 . . . ) ° . ° . 1,00-3.50 0.10-0.30
VNMG 160412-TF 16.60 9.52 476 1.20 o o 1.00-4.00 0.12-0.38
VNMG 220408-TF 22.00 12.70 4.76 0.80 o 1.00-3.50 0.14-0.36
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: AVC-DVUNR/L (97) ¢ MVJNR/L (33) ® MVVNN (35)
ISCT Ui
g
YNMG-F3P %'

Double-Sided 25° Corner Inserts
for Internal and External Deep and
Narrow Profiling and Undercutting

N

Dimensions Tough «<— Hard | Recommended Machining Data
Designation L IC LE S RE &} o (mm) (mm/rev)
YNMG 160404-F3P 16.60 9.52 57 4.76 0.40 o o 0.40-3.00 0.03-0.12
YNMG 160408-F3P 16.60 9.52 53 4.76 0.80 [ ° 0.90-4.00 0.05-0.15

e Use IYSN 322 seat for these inserts o For user guide, see pages 122-134, 236-248
For tools, see pages: MVJINR/L (33) ¢« MVVNN (35)

ISCAR
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TNMG-F3P —

Double-Sided Triangular m

Inserts for Semi-Finishing | | |

and Finishing Applications - CD

s Z

Dimensions Tough <— Hard Recommended Machining Data Z

o | B | 8 | ¢ D

RN K| = | o |—

Designation L IC S RE 2|le|e|= (mm) (mm/rev) O
TNMG 160404-F3P 16.50 9.52 476 0.40 o [ [ o 0.50-2.00 0.07-0.25

TNMG 160408-F3P 16.50 952 476 080 o | o | o | o 090-3.00 008025 @)
TNMG 160412-F3P 16.50 9.52 476 1.20 o o o o 1.30-4.00 0.10-0.25
TNMG 220408-F3P 22.00 12.70 4.76 0.80 o ° ° o 0.90-3.00 0.08-0.25
TNMG 220412-F3P 22.00 12.70 4.76 1.20 o o ° o 1.30-4.00 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) o C#-DTGNR/L (44)  DTGNR/L (44) ® MTENN-W (38) ® MTUNR/L-W (38) ¢ PTFNR/L (37)
o PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) ¢ S-PTFNR/L (109)

.y v ¥/ _ 7V}
DV I Ui 3
TNMG-M3P 5
Double-Sided Triangular ”
Inserts for Medium Machining HERS |53
Conditions on Steel - = =
S
Dimensions Tough «<— Hard Recommended Machining Data
(=3 o
g|S|Elg| » )
Designation L IC S RE | O | Q| Q (mm) (mm/rev)
TNMG 160404-M3P 16.50 9.62 476 0.40 . . ] . 0.40-5.00 0.10-0.30
TNMG 160408-M3P 16.50 9.52 4.76 0.80 . ° ° ° 0.50-5.00 0.15-0.50
TNMG 160412-M3P 16.50 9.52 4.76 1.20 . ° ° . 0.80-5.00 0.18-0.60
TNMG 220408-M3P 22.00 12.70 476 0.80 ° . ° ° 0.50-6.60 0.15-0.50
TNMG 220412-M3P 22.00 12.70 4.76 1.20 ° ° o 0.80-6.60 0.18-0.60
TNMG 220416-M3P 22.00 12.70 476 1.60 ° ° ° ° 1.00-6.60 0.23-0.65

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) ® C#-DTGNR/L (44) » DTGNR/L (44) « MTENN-W (38) ® MTJNR/L-W (38) ® PTFNR/L (37)
e PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) * S-PTFNR/L (109)

HELITUnN
TNMX-M3/4PW
Double-Sided Triangular
Inserts with High Helical
Cutting Edge for High Metal
Removal Rates on Steel

Dimensions Tough «<— Hard Recommended Machining Data
2| 8|8 ap f
Designation L IC S RE S 5 5 (mm) (mm/rev)
TNMX 160604-M3PW 16.50 9.52 4.40 0.40 o . ° 2.00-5.00 0.25-0.40
TNMX 160608-M3PW 16.50 9.52 4.40 0.80 . . . 2.50-5.50 0.30-0.50
TNMX 220712-M4PW 22.00 12.70 7.40 1.20 o o 3.00-6.00 0.35-0.60
TNMX 220716-M4PW 22.00 12.70 7.40 1.60 [ [ 3.50-6.50 0.40-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37)

Member IMC Group
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TNMG-F3M o %
Double-Sided Triangular Inserts "

for Finish Turning on Stainless * 2| [or° EE
and Low Carbon Steel - = =

S
! . Recommended
Dimensions Tough <— Hard Machining Data
s|82|z|8|lgls|z % f
Designation L IC S RE § 5 5 § 5 5 § 3 (mm) (mm/rev)
TNMG 160404-F3M 16.50 9.52 4.76 0.40 . . (] . . (] (] 0.10-1.50 0.05-0.32
TNMG 160408-F3M 16.50 9.52 4.76 0.80 . . . . ° ° . . 0.10-1.50 0.10-0.42
TNMG 160412-F3M 16.50 9.52 4.76 1.20 o o o o [ 0.15-2.00 0.15-0.52
TNMG 220404-F3M 22.00 12.70 4.76 0.40 o ° ° [} ° 0.10-1.50 0.05-0.32
TNMG 220408-F3M 22.00 12.70 476 0.80 o o o o o 0.10-1.50 0.10-0.42
TNMG 220412-F3M 22.00 12.70 4.76 1.20 o ° ° ° 0.15-2.00 0.15-0.52
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) » C#-DTGNR/L (44) * DTGNR/L (44)  MTENN-W (38) ® MTIJNR/L-W (38)  PTFNR/L (37)
o PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) ® S-PTFNR/L (109)
NS Ay IFans
IOV I Uiy -3
TNMG-M3M R 1%L
Double-Sided Triangular o
Inserts for Machining Stainless UIER
and Low Carbon Steel - =
S
) . Recommended
Dimensions Tough «<— Hard Machining Data
o el w0
2/18|8|3|5|83 % J
[T} ©
Designation L IC S RE 5 5 O | O 53 5 (mm) (mm/rev)
TNMG 160404-M3M 16.50 9.52 4.76 0.40 [ ° 0.50-4.00 0.15-0.50
TNMG 160408-M3M 16.50 9.52 4.76 0.80 o [ o o o [ 0.50-4.00 0.15-0.50
TNMG 160412-M3M 16.50 9.52 4.76 1.20 o ° ° [ 0.50-4.00 0.20-0.60
TNMG 220408-M3M 22.00 12.70 476 0.80 o ° ° ° 0.50-5.00 0.15-0.50
TNMG 220412-M3M 22.00 12.70 476 1.20 o ° () ° 0.50-5.00 0.20-0.60
TNMG 220416-M3M 22.00 12.70 476 1.60 [ o o [ 0.50-5.00 0.30-0.65
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) » C#-DTGNR/L (44) » DTGNR/L (44) « MTENN-W (38) ® MTINR/L-W (38) ® PTFNR/L (37)
o PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) * S-PTFNR/L (109)
HEL{T Ui
TNMX-M3/4MW
Double-Sided Triangular Inserts
with High Helical Cutting
Edge for High Metal Removal
Rates on Stainless Steel
Dimensions Tough «<— Hard Recommended Machining Data
[Ye] 0
SR a f
(3=} © (=) [==]
Designation L IC S RE ORNONRONNS (mm) (mm/rev)
TNMX 160604-M3MW 16.50 9.52 4.40 0.40 [ o 2.00-5.00 0.12-0.40
TNMX 160608-M3MW 16.50 9.52 4.40 0.80 o o 2.50-5.50 0.15-0.50
TNMX 220704-M4MW 22.00 12.70 7.94 0.40 . . ° ° 2.00-5.00 0.12-0.40
TNMX 220708-M4MW 22.00 12.70 7.94 0.80 o o 2.50-5.50 0.15-0.50
TNMX 220712-M4MW 22.00 12.70 7.94 1.20 [ [ [ [ 3.00-6.00 0.18-0.50

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37)

s ISCAR
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TNMG-F3S

Double-Sided 60° Triangular
Inserts for Titanium and
Heat Resistant Materials for
Finishing Applications

Designation

TNMG 160404-F3S
TNMG 160408-F3S
TNMG 220404-F3S
TNMG 220408-F3S

S
Dimensions Tough «<— Hard Recommended Machining Data
= = % f
L IC S RE o o (mm) (mm/rev)
16.50 9.52 4.76 0.40 ° o 0.10-1.50 0.05-0.32
16.50 9.62 4.76 0.80 (] (] 0.10-1.50 0.10-0.40
22.00 12.70 476 0.40 . o 0.10-1.50 0.05-0.32
22.00 12.70 476 0.80 o o 0.10-1.50 0.10-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) ® C#-DTGNR/L (44) » DTGNR/L (44) « MTENN-W (38) « MTINR/L-W (38) * PTFNR/L (37)

o PTGNR/L (35)  PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) » S-MTLNR/L-W (109) * S-PTFNR/L (109)

Y 7.y v ¥/ _7V)
1 =1 ; .
| ][] R
TNMG-FFG-CERMET B 1= re.
Double-Sided Triangular Cermet 7] o
Inserts for Semi-Finishing Z [er® 05"
and Finishing Applications =1 = =
on Steel and Cast Iron A
- G -
Dimensions Recommended Machining Data
§ ap f
Designation L Ic s RE 38 (mm) (mm/rev)
TNMG 160404-FFG 16.50 9.52 4.76 0.40 o 0.50-2.00 0.07-0.25
TNMG 160408-FFG 16.50 9.52 4.76 0.80 [ 0.90-2.50 0.08-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) ® DTGNR/L (44) ¢ MTENN-W (38) ¢ MTINR/L-W (38)  PTFNR/L (37)  PTGNR/L (35) » PTGNR/L-X (36)
o PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) » S-MTLNR/L-W (109) * S-PTFNR/L (109)

v

TNMG-SF

Triangular Double-Sided

Inserts for Super Finishing;
Controls Chip Flow at Very Low
Feeds and Depths of Cut

Dimensions Tough <— Hard Recommended Machining Data
8128 3 f
Designation L IC S RE § <f-> 5 (mm) (mm/rev)

16.50 9.52 4.76 0.40 ° o 0.40-2.00 0.04-0.25
16.50 9.62 476 0.80 ° ° 1.00-3.00 0.06-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) » DTGNR/L (44) ® MTENN-W (38) ® MTINR/L-W (38) ® PTFNR/L (37) ® PTGNR/L (35) * PTGNR/L-X (36)

¢ PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109)  S-PTFNR/L (109)
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ISCT Ui
TNMG-PF

Triangular Double-Sided
Inserts for Finishing on
Alloyed and Stainless Steel

Dimensions

Recommended Machining Data

3 ap f
Designation L IC S RE § (mm) (mm/rev)
TNMG 160408-PF 16.50 9.52 476 0.80 [ 0.80-3.00 0.08-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) » DTGNR/L (44) ¢ MTENN-W (38) » MTINR/L-W (38) » PTFNR/L (37) » PTGNR/L (35) » PTGNR/L-X (36)

o PTGNR/L-X-JHP (36) » PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) * S-PTFNR/L (109)

ISOTURN
TNMG-TF

Double-Sided Triangular
Inserts for Machining a
Wide Range of Materials at
Medium Cutting Conditions

s

I . Recommended

Dimensions Tough <— Hard Machining Data

28| s|2|8|<c|B|le|s|s]| = f
Designation L IC S RE |83 |&|8|3|&|8|&|3 (mm) (mm/rev)
TNMG 160304-TF 16.50 9.52 3.18 0.40 o 1.00-3.00 0.12-0.30
TNMG 160308-TF 16.50 9.52 3.18 0.80 e | 100300 | 0.12-0.30
TNMG 160404-TF 16.50 9.52 4.76 0.40 . o ) . . . ° e | 100300 | 0.12-0.30
TNMG 160408-TF 16.50 9.52 4.76 0.80 ° ) . ° . ° . e | 100300 | 0.12:0.30
TNMG 160412-TF 16.50 9.52 476 1.20 . . ° . 1.00-5.00 | 0.12-0.40
TNMG 220404-TF 22.00 12.70 4.76 0.40 ° ) . ° e | 100350 | 0.14-0.35
TNMG 220408-TF 22.00 12.70 476 0.80 o ° ° ° ° 1.00-4.00 0.15-0.40
TNMG 220412-TF 22.00 12.70 4.76 1.20 ° ° ) 1.00-450 | 0.18-040

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108)  C#-DTGNR/L (44)  DTGNR/L (44) « MTENN-W (38) ® MTUNR/L-W (38) ® PTFNR/L (37)

* PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) » S-PTFNR/L (109)

ISGT Ui
TNMG-VL

Double-Sided Triangular
Inserts with a Chipformer
for High Temperature Alloys
and Stainless Steel Valves

91°

ﬁ A
91°T j 95°

-

or

Dimensions Tough <— Hard Recommended Machining Data
218188 R f
Designation L IC S RE | O | Q| Q (mm) (mm/rev)
TNMG 160404-VL 16.50 9.52 476 0.40 ° 0.80-3.50 0.10-0.25
TNMG 160408-VL 16.50 9.52 4.76 0.80 . . ° . 0.80-3.50 0.10-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) « DTGNR/L (44) » MTENN-W (38) » MTINR/L-W (38) » PTFNR/L (37) « PTGNR/L (35) » PTGNR/L-X (36)

o PTGNR/L-X-JHP (36) » PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) * S-PTFNR/L (109)

ISCAR
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TNMG/TNGG-PP
Double-Sided Triangular
Inserts for Machining Very
Ductile Materials at Medium
Cutting Conditions

m
1
8]

Dimensions Tough <— Hard Recommended Machining Data
(=3 (=2 o
S| B S [ 2|8 a f
Designation L IC S RE S|8|&8|8|& |3 (mm) (mm/rev)
TNGG 160402-PP 16.50 9.52 476 0.20 (] 0.50-1.50 0.06-0.25
TNMG 160404-PP 16.50 9.52 4.76 0.40 o o . 0.50-3.00 0.13-0.30
TNMG 160408-PP 16.50 9.52 476 0.80 o . ° ° 1.00-3.00 0.12-0.30
TNMG 220404-PP 22.00 12.70 4.76 0.40 o o 0.50-3.50 0.14-0.32
TNMG 220408-PP 22.00 12.70 4.76 0.80 ° . . 1.00-3.50 0.14-0.32

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) o C#-DTGNR/L (44)  DTGNR/L (44) ® MTENN-W (38) ® MTUNR/L-W (38) ¢ PTFNR/L (37)
o PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) ¢ S-PTFNR/L (109)

oV I VRN

TNMG-NF
Double-Sided Triangular
Inserts for Semi-Finishing
and Finishing Applications

S
Dimensions Tough <— Hard Recommended Machining Data
5 2 2 f
Designation L Ic S RE 8 8 (mm) (mm/rev)
TNMG 110304-NF 11.00 6.35 3.18 0.40 ° 0.40-2.00 0.07-0.25
TNMG 160408-NF 16.50 9.52 4.76 0.80 o o 1.00-3.00 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) ® DTGNR/L (44) « MTENN-W (38) ® MTINR/L-W (38) ® PTFNR/L (37) ® PTGNR/L (35) ® PTGNR/L-X (36)
® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109)  S-PTFNR/L (109)

y 7.y v vy

DV I Ui oY llzﬂ
TNMG-GN 1%L r‘%
Double-Sided Triangular Inserts o
for General Applications f[or° EE
- - -
S
Dimensions Tough «<— Hard azzm::;ng:ti
s 8| 8|8 | |2 |a|l8 ||| = f
1) 1) 19 o I el < fre) 1= S
Designation L IC S RE Q|| ||| |oc|eo|o|o (mm) (mm/rev)
TNMG 160404-GN 16.50 9.52 476 0.40 ° ° 1.00-3.00 0.12-0.30
TNMG 160408-GN 16.50 9.62 476 0.80 o o ° ° ° [} ° ° ° ° 1.00-3.50 0.18-0.39
TNMG 160412-GN 16.50 9.52 476 1.20 () o 1.50-4.00 0.18-0.43
TNMG 220408-GN 22.00 12.70 476 0.80 [} ° o ° 1.00-4.00 0.18-0.40
TNMG 220412-GN 22.00 12.70 476 1.20 o ° o 1.50-4.50 0.18-0.45
TNMG 220416-GN 22.00 12.70 4.76 1.60 (] 2.00-5.00 0.25-0.45
TNMG 270612-GN 27.50 15.88 6.35 1.20 [ [ 2.00-6.00 0.25-0.45

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) e C#-DTGNR/L (44)  DTGNR/L (44) ® MTENN-W (38) ® MTINR/L-W (38) ® PTFNR/L (37)
* PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) ¢ S-PTFNR/L (109)

Member IMC Group
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TNMM-NR

Single-Sided Triangular Inserts
with a Special Chipformer

for Heavy Machining

Dimensions

Recommended Machining Data

3 ap f
Designation L IC S RE 5 (mm) (mm/rev)
TNMM 220416-NR 22.00 12.70 4.76 1.60 o 2.50-6.00 0.30-0.50

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-DTGNR/L (44) ¢ DTGNR/L (44) » MTENN-W (38) ® MTUNR/L-W (38) » PTFNR/L (37) » PTGNR/L (35) » PTGNR/L-X (36)

o S-MTLNR/L-W (109) * S-PTFNR/L (109)

PV I VRN

5
TNMA w12

Double-Sided Triangular
Inserts with no Chipformer for
Short Chipping Materials

18
B
i

Dimensions Tough <— Hard Recommended Machining Data
2|l o | 8
= = 0= % f
Designation L Ic S RE 2|le|e8e|s= (mm) (mm/rev)
TNMA 160404 16.50 9.52 4.76 0.40 [ (] L] 0.50-3.00 0.06-0.21
TNMA 160408 16.50 9.52 4.76 0.80 () ° ° o 1.00-4.00 0.05-0.25
TNMA 160412 16.50 9.52 476 1.20 ° ° . 1.50-4.50 0.10-0.29
TNMA 160416 16.50 9.52 4.76 1.60 o 1.50-4.50 0.10-0.40
TNMA 220408 22.00 12.70 476 0.80 o ° o 1.50-5.00 0.05-0.33
TNMA 220412 22.00 12.70 476 1.20 . . . 1.50-5.00 0.10-0.33
TNMA 220416 22.00 12.70 4.76 1.60 [ 1.50-5.00 0.10-0.37

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) » C#-DTGNR/L (44) » DTGNR/L (44) » MTENN-W (38) ® MTINR/L-W (38) ¢ PTFNR/L (37)

e PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109)  S-PTFNR/L (109)

oV I VRN

RNMG

Double-Sided Round
Negative Insert for Medium
and Rough Profiling

Dimensions Tough <— Hard Recommended Machining Data
Designation IC S D1 O o (mm) (mm/rev)
RNMG 120400 12.70 4.76 5.15 o o 2.00-5.00 0.30-0.60

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

ISCAR




IS0 T Unid . _
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SNMG-F3P { : = j’%

Double-Sided Square ]
%Hw 5
.

e}
IS

‘4* I

Inserts for Semi-Finishing
and Finishing on Steel

RE / S
Dimensions Tough «<— Hard Recommended Machining Data

o | 8|8 | =z| 8| ~ ap f

LI | 2| ]| |2
Designation IC S RE O ||| |lo|o (mm) (mm/rev)
SNMG 090404-F3P 9.52 4.76 0.40 . . . . . 0.50-3.50 0.07-0.25
SNMG 090408-F3P 9.52 476 0.80 [ ° [} o 0.90-3.50 0.08-0.25
SNMG 120408-F3P 12.70 476 0.80 o ° o o 0.90-3.50 0.08-0.25
SNMG 120412-F3P 12.70 4.76 1.20 [ [ 0.90-3.50 0.10-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PSKNR/L-09 (115) e C#-MULNR/L-MW (16) ® DSBNR/L (40) * DSDNN (39) ® DSKNR/L (39) ® DSSNR/L (39)

o HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)  MULNR/L-12MW (15) ® PSBNR/L (43) ® PSDNN (41)
e PSDNN-JHP (41) ® PSKNR/L (41)  PSSNR/L (42) ® PSSNR/L-JHP (42)

IS0T Uiriing : -
SNMG-M3P o e e

Double-Sided Square Inserts
for Medium Machining
Conditions on Steel

(]
45 ‘
75°

s

Dimensions Tough <— Hard Recommended Machining Data

S(8|2 |5 3 f

Designation IC S RE 53 § S 53 (mm) (mm/rev)
SNMG 090404-M3P 9.52 4.76 0.40 ) . ° ) 0.50-3.50 0.15-0.50
SNMG 090408-M3P 9.52 476 0.80 [ o . [ 0.50-3.50 0.15-0.55
SNMG 120408-M3P 12.70 4.76 0.80 ) ° ° ° 0.50-6.00 0.15-0.50
SNMG 120412-M3P 12.70 4.76 1.20 ) ° ) 0.80-6.00 0.18-0.60
SNMG 150612-M3P 15.88 6.35 1.20 o o ° 0.80-7.50 0.18-0.60
SNMG 150616-M3P 15.88 6.35 1.60 ) ° ) 1.20-7.50 0.20-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PSKNR/L-09 (115) ¢ C#-MULNR/L-MW (16) ® DSBNR/L (40) * DSDNN (39) ®« DSKNR/L (39) « DSSNR/L (39)

* HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) ® PSBNR/L (43) ®* PSDNN (41)
* PSDNN-JHP (41) ® PSKNR/L (41) ® PSSNR/L (42) ® PSSNR/L-JHP (42)

povelUrurn :
HEAVY DUTY LINE 90"
SOMG-R3P-IQ I D

Double-Sided 7° Negative
Side Flank Square Inserts for
Heavy Turning on Steel

IC=L

i LS»
Dimensions Tough <— Hard Recommended Machining Data
g 2 2 f
Designation IC S RE 5 S (mm) (mm/rev)
SOMG 150612-R3P-1Q 15.88 6.35 1.20 o o 2.00-9.00 0.30-0.60
SOMG 150616-R3P-1Q 15.88 6.35 1.60 o o 2.00-9.00 0.30-0.70
SOMG 190612-R3P-1Q 19.05 6.35 1.20 ° ° 3.00-12.00 0.30-0.80
SOMG 190616-R3P-1Q 19.06 6.35 1.60 ° ° 3.50-12.00 0.35-0.85
SOMG 190624-R3P-1Q 19.05 6.35 240 o ° 3.50-12.00 0.40-1.00
SOMG 250924-R3P-1Q 25.40 9.52 240 o o 4.00-15.00 0.40-1.00

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-PSROR/L-IQ (43) « PSBOR/L-IQ (43) « PSDON-IQ (40)

Member IMC Group
o=
L 4 11 ]
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SNMG-F3M

Double-Sided Square

Inserts for Stainless Steel

Finishing Applications

S
Dimensions Tough <— Hard Recommended Machining Data
s 828|553 % f
Designation IC S RE § § § 5 5 3 (mm) (mm/rev)
SNMG 090404-F3M 9.62 4.76 0.40 . ° . . 0.50-3.50 0.05-0.30
SNMG 090408-F3M 9.52 476 0.80 o ° o 0.50-3.50 0.05-0.30
SNMG 120404-F3M 12.70 476 0.40 [ [ [ 0.90-3.50 0.10-0.40
SNMG 120408-F3M 12.70 4.76 0.80 . ° ° ° ) ) 0.90-3.50 0.10-0.40
SNMG 120412-F3M 12.70 4.76 1.20 o ° ° ° o 0.90-3.50 0.10-0.40

For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PSKNR/L-09 (115) e C#-MULNR/L-MW (16) ® DSBNR/L (40) * DSDNN (39) ® DSKNR/L (39) ® DSSNR/L (39)

o HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® PSBNR/L (43) ¢ PSDNN (41)
o PSDNN-JHP (41)  PSKNR/L (41) ® PSSNR/L (42) ® PSSNR/L-JHP (42)

.y ¥/ TV}
oV I VUi T 7
SNMG-M3M =l

Double-Sided Square Inserts
with a Special Chipformer
for Heavy Machining

S
Dimensions Tough «<— Hard Recommended Machining Data
g8 5|8|5|8 % f
Designation IC S RE 3 § 5 5 5 E_’S (mm) (mm/rev)
SNMG 090404-M3M 9.52 4.76 0.40 o ° 0.50-4.50 0.15-0.50
SNMG 090408-M3M 9.52 476 0.80 o o o o 0.50-4.50 0.15-0.50
SNMG 120408-M3M 12.70 4.76 0.80 . ° . ° . 0.50-5.00 0.15-0.50
SNMG 120412-M3M 12.70 476 1.20 ° ° [} ° [} 0.50-5.00 0.20-0.60
SNMG 120416-M3M 12.70 476 1.60 o ° ° 0.50-5.00 0.25-0.70
SNMG 150612-M3M 15.88 6.35 1.20 . ° ° ) 0.50-8.00 0.10-0.60
SNMG 150616-M3M 15.88 6.35 1.60 o ° ° o 0.50-8.00 0.10-0.65
SNMG 190612-M3M 19.06 6.35 1.20 ° ° 0.10-9.50 0.10-0.60
SNMG 190616-M3M 19.05 6.35 1.60 [ [ 0.10-9.50 0.10-0.65

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PSKNR/L-09 (115) ® C#-MULNR/L-MW (16) ® DSBNR/L (40) ® DSDNN (39) ® DSKNR/L (39) ® DSSNR/L (39)

* HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15)  PSBNR/L (43)
® PSDNN (41) « PSDNN-JHP (41) ® PSKNR/L (41) ® PSSNR/L (42) ® PSSNR/L-JHP (42)

ISGT Ui T
SNMG-R3M I I 1K

Double-Sided 90° Square
Inserts for Rough Machining on
Stainless and Low Carbon Steel

S
Dimensions Tough <— Hard Recommended Machining Data
8 S 2 f
Designation IC S RE 3_3 5 (mm) (mm/rev)
SNMG 190612 R3M 19.05 6.35 1.20 o 2.00-11.00 0.30-0.90
SNMG 190616-R3M 19.05 6.35 1.60 . ° 2.00-11.00 0.30-0.90

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DSBNR/L (40) « DSDNN (39) ¢ DSSNR/L (39)  PSBNR/L (43) ® PSDNN (41) ® PSSNR/L (42)

ISCAR
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SNMG-F3S
Double-Sided 90° Rhombic
Inserts for Titanium and
Heat Resistant Materials for
Finishing Applications

S
Dimensions Tough <— Hard Recommended Machining Data
8 S ap f
(==} (==}
Designation IC S RE © S (mm) (mm/rev)
SNMG 090404-F3S 9.52 476 0.40 [ [ 0.10-1.50 0.05-0.35
SNMG 090408-F3S 9.52 4.76 0.80 o ° 0.10-1.50 0.05-0.35
SNMG 120404-F3S 12.70 4.76 0.40 o ° 0.10-1.50 0.05-0.35
SNMG 120408-F3S 12.70 476 0.80 [ o 0.10-1.50 0.05-0.35

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PSKNR/L-09 (115) ® C#-MULNR/L-MW (16) ® DSBNR/L (40) ®* DSDNN (39) ® DSKNR/L (39) ® DSSNR/L (39)

o HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)  MULNR/L-12MW (15) ® PSBNR/L (43) ® PSDNN (41)
e PSDNN-JHP (41) ® PSKNR/L (41) « PSSNR/L (42) ® PSSNR/L-JHP (42)

PV I VRN

SNMG-VL

Double-Sided Square Inserts
with a Chipformer for High
Temperature Alloys and
Stainless Steel Valves

S
Dimensions Tough <— Hard Recommended Machining Data
S S ap f
(==} (=23
Designation IC S RE © S (mm) (mm/rev)
SNMG 120404-VL 12.70 476 0.40 [ 1.00-5.00 0.10-0.25
SNMG 120408-VL 12.70 4.76 0.80 (] o 1.00-5.00 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) « DSBNR/L (40) ® DSDNN (39) ¢ DSKNR/L (39) ® DSSNR/L (39) ® HSK A63WH-MULNR-J12MWX2 (17)

® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) « PSBNR/L (43) ® PSDNN (41) ® PSDNN-JHP (41)  PSKNR/L (41)
* PSSNR/L (42) ® PSSNR/L-JHP (42)

VI Ui
90°
SNMG-PP =
Double-Sided Square Inserts for : ; g
Machining Very Ductile Materials IC=L Q
at Medium Cutting Conditions l \
Re /" s
Dimensions Recommended Machining Data
g ap f
Designation IC S RE 3 (mm) (mm/rev)
SNMG 120408-PP 12.70 4.76 0.80 o 1.00-4.00 0.14-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) » DSBNR/L (40) » DSDNN (39) ® DSKNR/L (39) * DSSNR/L (39) ® HSK AB3WH-MULNR-J12MWX2 (17)

o HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15)  PSBNR/L (43) * PSDNN (41) « PSDNN-JHP (41) » PSKNR/L (41)
o PSSNR/L (42) » PSSNR/L-JHP (42)

Member IMC Group.
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VI U

SNMG-TF

Double-Sided Square Inserts
for Machining a Wide Range
of Materials at Medium
Cutting Conditions

72° <
gy
75
- g
(7|
45
750 ol

S
Dimensions Tough <— Hard Recommended Machining Data

o 2 2 3 © ~ ~ ap f

LI B3| 2| &| 83|38
Designation IC S RE S|l ||| |e|C|o (mm) (mm/rev)
SNMG 090304-TF 9.62 317 0.40 o 0.80-3.00 0.10-0.30
SNMG 120404-TF 12.70 476 0.40 o ° 1.00-4.00 0.12-0.35
SNMG 120408-TF 12.70 4.76 0.80 o o o ° ° o 1.00-4.00 0.13-0.35
SNMG 120412-TF 12.70 4.76 1.20 o o ° ° o 1.50-4.00 0.15-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) » DSBNR/L (40) » DSDNN (39) » DSKNR/L (39) ® DSSNR/L (39) » HSK AG3WH-MULNR-J12MWX2 (17)
o HSK AB3WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17) » MULNR/L-12MW (15) » PSBNR/L (43)  PSDNN (41) « PSDNN-JHP (41)  PSKNR/L (41)

o PSSNR/L (42) » PSSNR/L-JHP (42)

IS0T Ui .
EA

SNMG-EM-M/R Y

Double-Sided Square Inserts

for Medium Machining on
High Temperature Alloys

Dimensions Tough «<— Hard Recommended Machining Data
8 B ap f
[~ (=73
Designation IC S RE 2 ] (mm) (mm/rev)
SNMG 120408-EM-M 12.70 476 0.80 . 1.00-3.00 0.20-0.40
SNMG 120408-EM-R 12.70 4.76 0.80 o ° 3.00-6.00 0.25-0.50

* Requires the use of RST 443R/L SET - seat when used on DSSNRY/L tools and TSN 423-PIN SET seat when used on PSSNR/L-JHP and PSDNN-JHP tools

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: DSDNN (39) » DSSNR/L (39) ® PSDNN (41) ¢ PSDNN-JHP (41) ® PSSNR/L (42) ¢ PSSNR/L-JHP (42)

The inserts have 4 cutting edges (2 on each side)
with truncated radii — a configuration which facilitates
heat transfer from the cutting area. The two edges
without chipbreakers (flat) are not used.

Toolholders
These inserts require the use of RST 443R/L SET - special
seat when used on DSSNR/L tools and TSN 423-PIN
SET seat when used on PSSNR/L-JHP and PSDNN-

JHP tools. The standard seats should be replaced with

the special ones which have a pin whose purpose is to
prevent using the non-working flat cutting corners.

Correct insert

Wrong positioning Orientation pin

position

Advantages

Increased cutting speed (due to better heat transfer)
Reduced notch wear (due to 45° approach angle)

Increased feed (the 45° approach angle produces a thin chip)
Increased productivity of up to 50%

Ability to machine in two directions with the same tool,
longitudinal and face turning

Chipbreaking Range
SNMG 120408-EM-M

Chipbreaking Range
SNMG 120408-EM-R

ap (mm)
p (mm) 65

4

3

2

1

0.45 1 (mmirey o1 02 03 0.4 05

0.15 025 035 0.45 f (mm/rev)

Material: Inconel 718 Vc:
50 m/min With coolant

Material: Inconel 718 Vc:
50 m/min With coolant

ISCAR
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SNMG-GN
Double-Sided Square Inserts
for General Applications

]
Dimensions Tough <— Hard Recommended Machining Data
2| 8| 8|2 |S|(s|8 3 f
Designation Ic S RE S| 8| &8|8|8|8 |38 (mm) (mmirev)
SNMG 120408-GN 12.70 4.76 0.80 . . ° . . . . 1.00-5.00 0.20-0.45
SNMG 120412-GN 12.70 4.76 1.20 ° 1.40-5.00 0.25-0.50
SNMG 150612-GN 16.88 6.35 1.20 o ° ° 2.00-7.00 0.30-0.60
SNMG 190612-GN 19.05 6.35 1.20 ° ° ° 2.00-7.00 0.30-0.60
SNMG 190616-GN 19.06 6.35 1.60 ° 2.00-9.00 0.30-0.65

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) ® DSBNR/L (40) * DSDNN (39) ® DSKNR/L (39) ® DSSNR/L (39) ® HSK A63WH-MULNR-J12MWX2 (17)
¢ HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® PSBNR/L (43) ® PSDNN (41) ® PSDNN-JHP (41)

® PSKNR/L (41) ® PSSNR/L (42) ® PSSNR/L-JHP (42)

Short Chipping Materials

e

ISOT Ui
90
SNMA —
Double-Sided Square Inserts p N
Without a Chipformer for . Ic=L Q .
VIS
RE,/ s

Dimensions Tough «<— Hard Recommended Machining Data
o g Q § ap f

Designation IC S RE S| 8|S |8 (mm) (mm/rev)
SNMA 120408 12.70 4.76 0.80 [ ° ° [} 1.50-5.00 0.05-0.50
SNMA 120412 12.70 4.76 1.20 ° ° ° o 1.50-5.00 0.10-0.50
SNMA 120416 12.70 4.76 1.60 ° ° o 2.00-6.00 0.10-0.60
SNMA 190612 19.06 6.35 1.20 o () o 2.00-7.00 0.10-0.60
SNMA 190616 19.05 6.35 1.60 [ ° 2.50-10.00 0.10-0.60

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) « DSBNR/L (40) ® DSDNN (39) ® DSKNR/L (39) ® DSSNR/L (39) ® HSK A63WH-MULNR-J12MWX2 (17)
o HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) © MULNR/L-12MW (15) « PSBNR/L (43) ® PSDNN (41) « PSDNN-JHP (41)

o PSKNR/L (41) ® PSSNR/L (42) ® PSSNR/L-JHP (42)

1507 Ui AT
SNMG-NR o e

Double-Sided Square Inserts
with a Special Chipformer
for Heavy Machining

S

Dimensions Tough «<— Hard I\Fl‘lggmin;;ng:ti

s 8|8 2|5 |s8|2|5|8 % f
Designation IC S RE 5 § "3 § 5 § 5 "3 5 (mm) (mm/rev)
SNMG 120412-NR 12.70 476 1.20 o ° ° 2.00-5.00 0.30-0.70
SNMG 120416-NR 12.70 4.76 1.60 o ° ° 2.50-6.00 0.30-0.70
SNMG 150608-NR 15.88 6.35 0.80 o 2.50-8.00 0.30-0.70
SNMG 150612-NR 15.88 6.35 1.20 o o 2.50-8.00 0.30-0.70
SNMG 150616-NR 15.88 6.35 1.60 [} ° o o 2.50-8.00 0.30-0.70
SNMG 190612-NR 19.05 6.35 1.20 [ [ . 3.00-8.00 0.40-0.70
SNMG 190616-NR 19.05 6.35 1.60 [ L] [ [ 3.50-10.00 0.40-0.70
SNMG 250724-NR 25.40 7.94 2.40 . 5.00-15.00 0.40-1.00
SNMG 250924-NR 25.40 9.52 2.40 o ° o 5.00-15.00 0.40-1.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) ¢ DSBNR/L (40) ® DSDNN (39) ¢ DSKNR/L (39) ® DSSNR/L (39) ® HSK A63WH-MULNR-J12MWX2 (17)
* HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® PSBNR/L (43) ® PSDNN (41) ® PSDNN-JHP (41)

e PSKNR/L (41)  PSSNR/L (42) ® PSSNR/L-JHP (42)

Member IMC Group
o=
L 4 11 ]
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~~ SNMM-R3P

m Single-Sided Square

LIJ Inserts for Rough Turning

CD Applications on Steel

Z S

Z Dimensions Tough «<— Hard Recommended Machining Data

s

|:_) S| 8|8 a f

O Designation IC S RE 5 § § (mm) (mm/rev)
SNMM 120408-R3P 12.70 476 0.80 ° [ [ 0.70-7.50 0.20-0.55

(/) B sNvM 120412-R3P 1270 476 120 R 1.00-7.50 025-0.70

o SNMM 120416-R3P 1270 476 1.60 o | o 2.00-7.50 0.30-0.90
SNMM 150612-R3P 15.88 6.35 1.20 ° ° o 2.00-9.50 0.30-0.70
SNMM 150616-R3P 15.88 6.35 1.60 ° ° ° 2.50-9.50 0.30-0.90
SNMM 190612-R3P 19.05 6.35 1.20 o [ . 3.00-12.00 0.25-0.80
SNMM 190616-R3P 19.05 6.35 1.60 [ [ [ 3.50-12.00 0.30-0.90
SNMM 190624-R3P 19.05 6.35 240 o [ . 3.50-12.00 0.30-1.20
SNMM 250924-R3P 25.40 9.52 2.40 . . . 4.00-15.00 0.40-1.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) « DSBNR/L (40) ® DSDNN (39) ¢ DSKNR/L (39) ® DSSNR/L (39) ® HSK A63WH-MULNR-J12MWX2 (17)
* HSK A63WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® PSBNR/L (43) ® PSDNN (41) ® PSDNN-JHP (41)

* PSKNR/L (41) « PSSNR/L (42) ® PSSNR/L-JHP (42)

ISOT UnN :
e
SNMM-H3P 1 I"? !‘I%

Single-Sided Square Inserts
with a Strong Cutting Edge
for Extra Rough Turning

S
Dimensions Tough <— Hard Recommended Machining Data
(=3 (=
S = ap f
(5} (=]
Designation IC RE S © S (mm) (mm/rev)
SNMM 190624-H3P 19.05 240 6.35 [ [ 4.00-9.00 0.65-1.20
SNMM 250924-H3P 25.40 2.40 9.52 ° ° 5.00-12.00 0.55-1.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DSBNR/L (40) ® DSDNN (39) ® DSSNR/L (39) * PSBNR/L (43) ® PSDNN (41) ® PSSNR/L (42)

y r.y v ¥/ 7V}
oV I UiV ;
%0; PEANIN
SNMM-H4pP { e
Single-Sided Square Inserts i
with a Strong Cutting Edge IC=L
for Extra Rough Turning i
R? S
Dimensions Tough <— Hard Recommended Machining Data
o o
& =2 ap f
=] 0
Designation IC RE S o o (mm) (mm/rev)
SNMM 190624-H4P 19.05 240 6.35 o ° 4,00-12.00 0.50-1.10
SNMM 250924-H4P 25.40 2.40 9.52 o o 5.00-15.00 0.55-1.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DSBNR/L (40) ® DSDNN (39) ¢ DSSNR/L (39) ® PSBNR/L (43) ® PSDNN (41) ¢ PSSNR/L (42)

ISCAR
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SNMM-H5P e |_
Single-Sided Square Insert g \| m
with a Strong Cutting Edge IC=L Q - LL]
for Extra Rough Turning i \ % CD
g S Z
Dimensions Tough <— Hard Recommended Machining Data Z
glg| & ! =
Designation IC RE S o [$] (mm) (mm/rev) O
SNMM 250924-H5P 25.40 240 9.62 [ [ 3.60-16.00 0.60-1.50
e For user guide and cutting speed recommendations, see pages 122-134, 236-248 C/)
For tools, see pages: PSBNR/L (43) ® PSDNN (41) ¢ PSSNR/L (42)
y r. .y v /¥y _ 7V}
oV I Ui
90°
SNMM-NM
Single-Sided Square Inserts i
for Roughing Applications IC=L
| N
RE/ S
Dimensions Tough <— Hard Recommended Machining Data
o
§ § ap f
Designation IC S RE o o (mm) (mm/rev)
SNMM 190616-NM 19.06 6.35 1.60 o [ 2.50-10.00 0.30-0.70

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DSBNR/L (40) ® DSDNN (39) ¢ DSSNR/L (39) ® PSBNR/L (43) ® PSDNN (41) ¢ PSSNR/L (42)

ISOT UiRin
SNMM-NR

Single-Sided Square Inserts
with a Special Chipformer
for Heavy Machining

S
Dimensions Tough <— Hard Recommended Machining Data
Designation IC S RE o | o | QO (mm) (mm/rev)
19.05 6.35 1.60 ° 2.50-8.00 0.35-1.00
SNMM 250724-NR 25.40 7.94 2.40 [ [ [ 5.00-15.00 0.35-1.00
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: DSBNR/L (40) * DSDNN (39) ® DSSNR/L (39) ® PSBNR/L (43) ® PSDNN (41) ® PSSNR/L (42)
—-— e




HEAVY~""TURN

LOMX-H6P

Tangential Inserts with 4 Cutting
Edges for High Metal Removal
of up to 35 mm D.O.C. on Steel

Dimensions Tough <— Hard Recommended Machining Data
(=3 (=3
8 = ap f
(5=} [2=]
Designation w1 INSL S RE S S (mm) (mm/rev)
LOMX 402224-H6P 14.40 40.30 22.60 2.40 ° . 7.00-35.00 1.00-2.00

@p)
|_
s
LLJ
)
Z
Z
o
=
@)
D

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PLBOR/L (45)

Application Range H6P Chipformer
a
(mm)

45
404
35
30
25—
20
15
10

1 T )’
1 2 F (mm/rev)

HELiT Ui

TANGENTIAL LINE

LNMX-HT

Tangential Inserts with 4 Cutting
Edges and a Positive Rake Angle
for High Metal Removal Rates

g hE

INSL=L b=

RE J
o .

) . Recommended
Dimensions Tough <— Hard Machining Data
o o o [Yo]
S| 8| K| 8|2 8| 8|85 |8 ap f

Designation Wi INSL s RE |88 |8|8|8|S|8|8|3| (mm | (mmirey
LNMX 110408L-HT 4.75 11.00 11.40 0.80 . ° . ° ° ° . 0.50-5.00 0.15-0.60
LNMX 110408R-HT 475 11.00 11.40 0.80 ° ° . . ° ° . . 0.50-5.00 0.15-0.60
LNMX 110412L-HT 4.75 11.00 11.40 1.20 o o o [ 0.80-5.00 0.20-0.80
LNMX 110412R-HT 475 11.00 11.40 1.20 o o o ° o 0.80-5.00 0.20-0.80
LNMX 150608L-HT 6.40 15.00 13.40 0.80 . . . ° ° ° ° 1.00-6.00 0.25-0.60
LNMX 150608R-HT 6.40 16.00 13.40 0.80 ° . ° ° ° ° ° ° ° 1.00-6.00 0.25-0.60
LNMX 150612L-HT 6.40 15.00 13.40 1.20 . [} ° ° ° ° 1.50-7.00 0.30-0.80
LNMX 150612R-HT 6.40 15.00 13.40 1.20 . ° . . ° ° ° . 1.50-7.00 0.30-0.80
LNMX 150616L-HT 6.40 15.00 13.40 1.60 ° o ° ° ° ° 2.00-8.00 0.30-1.00
LNMX 150616R-HT 6.40 15.00 13.40 1.60 ° . . ° ° . 2.00-8.00 0.30-1.00
LNMX 221016R/L-HT 9.40 22.00 20.00 1.60 ° . ° 4,00-15.00 | 0.30-1.00
LNMX 221024R/L-HT 9.40 22,00 20.00 2.40 ° . ° 5.00-15.00 | 0.30-1.10

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-SLANR/L-TANG (48) ® PLANR/L-TANG (46) ® S-PLANR-TANG (100) ® S-SLANR/L-TANG (100) ® SLANR/L-15-TANG-JHP (48)
* SLANR/L-TANG (47) ® SLBNR/L-TANG (49) ® SLFNR/L-TANG (49)

ISCAR




HELiT Ui

TANGENTIAL LINE

5 Zh:Ah

INSL=L b=

wile s

LNMX-HM

Tangential Inserts with a
Positive Rake Angle for
High Metal Removal on Soft
and Ductile Materials

o
©.
B

8

@p)
|_
o
LL
@))
Z
Z
oC
=
@)
D

Dimensions Tough <— Hard Recommended Machining Data

8l2|s|5|5 ) f

(=] © (==} (== (=23
Designation INSL w1 S RE ||| Q| o (mm) (mm/rev)
LNMX 110408L-HM 11.00 475 11.40 0.80 o o 1.00-5.00 0.10-0.40
LNMX 110408R-HM 11.00 475 11.40 0.80 [ o ° 1.00-5.00 0.10-0.40
LNMX 110412L-HM 11.00 475 11.40 1.20 [ 1.00-5.00 0.10-0.40
LNMX 110412R-HM 11.00 4.75 11.40 1.20 o 1.00-5.00 0.10-0.40
LNMX 150608L-HM 15.00 6.40 13.40 0.80 . ° (] 1.00-6.00 0.10-0.50
LNMX 150608R-HM 15.00 6.40 13.40 0.80 ° ° ° ° 1.00-6.00 0.10-0.50
LNMX 150612R/L-HM 15.00 6.40 13.40 1.20 [ o ° 1.50-7.00 0.15-0.70

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-SLANR/L-TANG (48) ® PLANR/L-TANG (46) ® S-PLANR-TANG (100) ® S-SLANR/L-TANG (100) ® SLANR/L-15-TANG-JHP (48)
* SLANR/L-TANG (47) ® SLENR/L-TANG (49)

HE! [ TURRN

TANGENTIAL LINE

LNMX-WG

Tangentially Clamped Inserts
with a Wiper Corner Design
for High Production Cutting
and Excellent Surface Finish

Dimensions Recommended Machining Data
% ap f
Designation INSL w1 S RE ] (mm) (mm/rev)
LNMX 150612R/L-WG 15.00 6.40 13.40 1.20 ° 1.50-7.00 0.30-0.80

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-SLANR/L-TANG (48) ¢ PLANR/L-TANG (46) ® S-PLANR-TANG (100) ® S-SLANR/L-TANG (100) ® SLANR/L-15-TANG-JHP (48)
e SLANR/L-TANG (47)  SLFNR/L-TANG (49)

FEEDv RN
LNMX-HF

Tangentially Clamped Rough
Turning Inserts for High Feed
(up to 2.4 mm/Rev)

gl !
1 i@

Dimensions Recommended Machining Data
22| B % !
Designation W1 INSL S RE o | O | QO (mm) (mm/rev)
LNMX 1608L-HF 8.50 16.00 14.00 1.20 o [ 0.50-2.40 1.50-2.40
LNMX 1608R-HF 8.50 16.00 14.00 1.20 ° ° o 0.50-2.40 1.50-2.40
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
——c




OV i Ui l
LNMX 19/30 | B‘ZH
Tangentially Clamped Inserts {}* =~
for Railroad Wheel Re-Turning T
TN
Dimensions Tough «<— Hard | Recommended Machining Data
5 2 3 f
Designation Wi INSL S RE D1 8 3 (mm) (mm/rev)
LNMX 191940-WF 10.00 19.06 19.05 4.00 6.35 o [} 0.30-5.00 0.25-1.30
LNMX 191940-WM 10.00 19.05 19.05 4.00 6.35 o o 0.30-5.00 0.40-1.50
LNMX 301940-WM 12.00 30.00 19.05 4.00 6.35 ° ° 0.50-12.00 0.70-1.90
LNMX 301940-WR 12.00 30.00 19.05 4.00 6.35 o o 0.50-12.00 0.80-1.90
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PRWR/L 175-CA (50) ® PRWR/L 177-CA (50)
Y 7.y v ¥/ 7V
OV I Ursiv )
QNMG-NF — %ﬂh: i [rS
Double-Sided Inserts I T
with Four 80° Corners for L 4+ - 45
Finishing Applications L A it | X
E/‘ S e
Dimensions Recommended Machining Data
3 ap f
Designation L IC S RE 3 (mm) (mm/rev)
QNMG 120408-NF 13.33 12.70 4.76 0.80 [ 0.80-3.00 0.08-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PQFNR/L (51) » PQLNR/L (50) * PQSNR/L (51) » S-PQFNR/L (100) » S-PQLNR/L (101)
NS Sy IFRAN
oV I Ui .||
11
iy b b i A
Double-Sided Inserts Bm;.
with Four 80° Corners for “.1’
General Applications i e | PO
S =
Dimensions Tough <— Hard Recommended Machining Data
o o
S[3|2 a f
(2] [52] =]
Designation L IC S RE e e |e (mm) (mm/rev)
QNMG 090404-TF 10.32 9.52 476 0.40 o o ° 1.00-4.00 0.12-0.35
QNMG 090408-TF 10.32 9.52 4.76 0.80 ° ) . 1.00-4.00 0.12-0.35
QNMG 120404-TF 13.41 12.70 4.76 0.40 o o 1.00-4.00 0.12-0.35
QNMG 120408-TF 13.33 12.70 4.76 0.80 o o L) 1.00-4.00 0.12-0.35
QNMG 120412-TF 13.25 12.70 4.76 1.20 ° 1.50-4.50 0.15-0.40
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PQFNR/L (51) ® PQLNR/L (50) * PQSNR/L (51) » S-PQFNR/L (100) » S-PQLNR/L (101)
NS SmEE IFRA N
OV i Uriiv .
IC
QNMG-PP > w
- i .
Double-Sided Inserts .1 ” r
with Four 80° Corners for s L 4+ -
General Applications L 5 )
Re/ S |
Dimensions Tough «<— Hard Recommended Machining Data
g | & % f
Designation L IC S RE o o (mm) (mm/rev)
QNMG 090408-PP 10.32 9.52 476 0.80 . 1.00-4.00 0.14-0.30
QNMG 120408-PP 13.33 12.70 4.76 0.80 [ [ 1.00-4.00 0.14-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PQFNR/L (51) ¢ PQLNR/L (50) ® PQSNR/L (51) ® S-PQFNR/L (100) ¢ S-PQLNR/L (101)

ISCAR




oV I Ui CD
0 | 3

QNMG-GN e % ] i =
Double-Sided Inserts VA WEA m
with Four 80° Corners for @ I_ “;1' LL]
General Applications I ‘ pe Lt CD
o Z
Dimensions Tough <— Hard Recommended Machining Data Z
o 28|28]= ; o

RN | % | & a
Designation L IC S RE gle|8e | = (mm) (mm/rev) D)
QNMG 090408-GN 10.32 9.52 4.76 0.80 (] o 1.00-4.50 0.16-0.45 I_
QNMG 120408-GN 1333 1270 476 0.80 o | o | o | o 1.00-4.50 0.16-0.45 O
QNMG 120412-GN 13.25 12.70 476 1.20 ° ° ° o 1.50-5.00 0.22-0.50 C/)
* For user guide and cutting speed recommendations, see pages 122-134, 236-248 —

For tools, see pages: PQFNR/L (51)  PQLNR/L (50) » PQSNR/L (51) » S-PQFNR/L (100) » S-PQLNR/L (101)

Positive Inserts

LOGIQLTURN y
CXMG-F3P i

80° Double-Sided and
Double-Positive Inserts
with a Positive Rake for
Finishing on Alloyed Steel

Dimensions Tough <— Hard Recommended Machining Data
g % ap f
Designation L IC S RE o o (mm) (mm/rev)
CXMG 090402-F3P 10.40 9.35 4.66 0.20 o ° 0.30-2.00 0.03-0.15
CXMG 090404-F3P 10.40 9.35 4.65 0.40 o 0.40-2.00 0.05-0.25
CXMG 12T504-F3P 13.83 12.50 5.80 0.40 o o 0.40-2.00 0.05-0.25
CXMG 12T508-F3P 13.75 12.50 5.80 0.80 ° [ 0.80-2.00 0.06-0.25

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PCLXR/L (99) ® AVC-PCLXR/L (96) ®* PCLXR/L (52) ® PCLXR/L-JHP (52) ® PCLXR/L-JHP-MC (53) ® PCLXR/L-S (52) ® PCLXR/L-S-JHP (53)

POSITIVE I DOUBLE SIDED

CXMG-M3P

80° Double-Sided and
Double-Positive Inserts with
a Positive Rake for Medium
Machining on Alloyed Steel

Dimensions Tough «<— Hard Recommended Machining Data

o o

| 2|8 ap f

(=] [>o] [~
Designation L IC S RE e ]e (mm) (mm/rev)
CXMG 090408-M3P 10.32 9.35 4.65 0.80 o . ° 0.80-3.00 0.10-0.50
CXMG 127508-M3P 13.75 12.50 5.80 0.80 o . o 0.80-5.00 0.10-0.50
CXMG 12T512-M3P 13.68 12.50 5.80 1.20 ° . ° 1.20-5.00 0.10-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PCLXR/L (99) ® AVC-PCLXR/L (96) ® PCLXR/L (52) ® PCLXR/L-JHP (52) ® PCLXR/L-JHP-MC (53) ® PCLXR/L-S (52) ® PCLXR/L-S-JHP (53)

Member IMC Group.




LOGIQLITURN

CXMG-F3M

80° Double-Sided and
Double-Positive Inserts with a
Positive Rake for Finishing on
Stainless Steel and H.T.A.

Dimensions Tough <— Hard Recommended Machining Data
Slglglgl =~ f
Designation L IC S RE o o | © | © (mm) (mm/rev)
CXMG 090402-F3M 10.40 9.35 4.66 0.20 o o ° 0.30-2.00 0.03-0.15
CXMG 090404-F3M 10.40 9.35 4,65 0.40 ) ° . ° 0.40-2.00 0.05-0.25
CXMG 12T504-F3M 13.83 12.50 5.80 0.40 o ° o 0.40-2.00 0.05-0.25
CXMG 12T7508-F3M 13.75 12.50 5.80 0.80 ° ° ° 0.80-2.00 0.05-0.25

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PCLXR/L (99) ® AVC-PCLXR/L (96) ® PCLXR/L (52) ® PCLXR/L-JHP (52) ® PCLXR/L-JHP-MC (53) ¢ PCLXR/L-S (52)
* PCLXR/L-S-JHP (53)

LOGIQLITURN

POSITIVE DOUBLE SIDED
CXMG-M3M

80° Double-Sided and Double-
Positive Inserts with a Positive
Rake for Medium Machining
on Stainless Steel and H.T.A.

Dimensions Tough «<— Hard Recommended Machining Data

t.u\l-’ © ~

P=] =1 (=) ap f

© (=) (==}
Designation L IC S RE g|e|= (mm) (mm/rev)
CXMG 090408-M3M 10.32 9.35 4.65 0.80 . ° o 0.80-3.00 0.15-0.50
CXMG 12T508-M3M 13.75 12.50 5.80 0.80 o [} ° 0.80-5.00 0.15-0.50
CXMG 12T512-M3M 13.68 12.50 5.80 1.20 ° ° o 1.20-5.00 0.15-0.50

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PCLXR/L (99) ® AVC-PCLXR/L (96) ® PCLXR/L (52) ® PCLXR/L-JHP (52) ¢ PCLXR/L-JHP-MC (53) ® PCLXR/L-S (52) ® PCLXR/L-S-JHP (53)

ISOT VRN
CCGT-F1P - f;ﬁi

80° Rhombic Inserts with a
Positive Flank for Very Low Finish
Turning Conditions on Steel

Dimensions Recommended Machining Data
x ap f
Designation L IC S RE D1 S (mm) (mm/rev)
CCGT 03X101-F1P 3.60 3.57 1.39 0.10 1.90 o 0.10-0.50 0.01-0.05
CCGT 03X102-F1P 3.60 3.57 1.39 0.20 1.90 o 0.10-0.50 0.02-0.10
CCGT 03X104-F1P 3.60 3.57 1.39 0.40 1.90 ° 0.10-0.50 0.05-0.15
CCGT 04T101-F1P 4.40 4.37 1.79 0.10 2.30 o 0.10-0.50 0.01-0.06
CCGT 04T102-F1P 4.40 4.37 1.79 0.20 2.30 [} 0.10-0.50 0.02-0.10
CCGT 04T104-F1P 4.40 4.37 1.79 0.40 2.30 ° 0.10-0.50 0.05-0.15

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e PICIN-SCLCR/L (386)

ISO Standard Designation - 1 2 3
A I
¥ |
1. Application
Finish F | Finishing !
v 3. Workpiece Material Group
3 - Steel
2. Chip Load
- M | Stainless Steel
For super finish
Cast Iron

2 Forlow range Nonferrous & Aluminum
> 3 For general range High Temperature Alloys

28 ISCAR




ISOT Unin @p)
CCGT-F1M-20P . i I_
80° Rhombic Inserts with a g m
Positive Flank for Very Low Finish % | | |
Turning Conditions on Steel )
= Z
Dimensions Recommended Machining Data Z
§ ap f m
Designation L IC S RE D1 5] (mm) (mm/rev) D)
CCGT 0602005-F1M-20P 6.45 6.35 2.38 0.05 2.80 [ 0.04-4.00 0.03-0.15 I_
CCGT 060201-F1M-20P 6.45 6.35 238 0.10 2.80 o 0.07-4.00 0.03-0.15 O
CCGT 060202-F1M-20P 6.45 6.35 2.38 0.20 2.80 o 0.15-4.00 0.03-0.15 U)
CCGT 060204-F1M-20P 6.45 6.35 2.38 0.40 2.80 ° 0.30-4.00 0.03-0.15 D
CCGT 09T3005-F1M-20P 9.67 9.53 3.97 0.06 4.40 [ 0.04-4.00 0.03-0.15
CCGT 09T301-F1M-20P 9.67 9.53 3.97 0.10 4.40 [ 0.07-4.00 0.03-0.15
CCGT 09T302-F1M-20P 9.67 9.53 3.97 0.20 4.40 ° 0.15-4.00 0.03-0.15
CCGT 09T304-F1M-20P 9.67 9.53 3.97 0.40 4.40 [ 0.30-4.00 0.03-0.15
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111)
L.y v ¥/ _ 7V}
VI VRN
CCMT-F3P -
80° Rhombic Positive Flank
Inserts for Semi-Finishing and i
Finishing Turning of Steel A
S
' . Recommended
Dimensions Tough <— Hard Machining Data
2|8 |5 2 f
Designation L IC S RE D1 § 5 53 (mm) (mm/rev)
CCMT 060202-F3P 6.30 6.35 2.38 0.20 2.80 L] o o 0.06-1.70 0.03-0.12
CCMT 060204-F3P 6.30 6.35 2.38 0.40 2.80 L] o o 0.10-1.70 0.05-0.18
CCMT 09T302-F3P 9.70 9.52 397 0.20 4.40 . . . 0.08-2.00 0.04-0.16
CCMT 09T304-F3P 9.70 9.52 3.97 0.40 4.40 ° ° o 0.11-2.00 0.06-0.25
CCMT 09T308-F3P 9.70 9.52 3.97 0.80 4.40 . [ [ 0.15-2.00 0.08-0.32
CCMT 120404-F3P 12.90 12.70 4.76 0.40 5.50 o o o 0.11-2.00 0.06-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54)  E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-JHP-MC (56) ® PCLCR/L-S (55)
e PCLCR/L-S-JHP (56) ® SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54)

ISOTURN
CCMT-M3P -
80° Rhombic Positive Flank
Inserts for Medium Machining D1
Conditions on Steel A
S
. . Recommended
Dimensions Tough «<— Hard Machining Data
2| 2|5 2 ]
Designation L IC S RE D1 § 5 5 (mm) (mm/rev)
CCMT 060204-M3P 6.30 6.35 2.38 0.40 2.80 o ° o 0.50-2.00 0.10-0.25
CCMT 060208-M3P 6.30 6.35 2.38 0.80 2.80 ° . ° 1.00-4.00 0.10-0.30
CCMT 09T304-M3P 9.70 9.52 3.97 0.40 4.40 ° . . 0.50-3.00 0.10-0.20
CCMT 09T308-M3P 9.70 9.52 3.97 0.80 4.40 o ° o 1.00-4.00 0.10-0.30
CCMT 09T312-M3P 9.70 9.52 3.97 1.20 4.40 ° ° ° 1.30-5.00 0.15-0.40
CCMT 120404-M3P 12.90 12.70 4.76 0.40 5.50 o ° o 0.50-3.00 0.10-0.20
CCMT 120408-M3P 12.90 12.70 476 0.80 5.50 ° ° ° 1.00-4.00 0.15-0.40
CCMT 120412-M3P 12.90 12.70 4.76 1.20 5.50 o o o 1.30-5.00 0.15-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) o C#-SCLCR/L-JHP (54)  E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (565) ® PCLCR/L-S-JHP (56)
e SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

Member IMC Group




U) IS0 T Uning

.  CCMT-F3M il

m 80° Rhombic Positive Flank ¥

LL] Inserts for Stainless Steel b1

CD Finishing Applications .

Z e

% Dimensions Tough < Hard I\Fl‘lzgﬁﬁmsng;i

D [Ye] w0

= S glgig| & |

O Designation L IC S RE D1 2le|e|= (mm) (mm/rev)
CCMT 060202-F3M 6.30 6.35 2.38 0.20 2.80 [ o o o 0.06-1.70 0.03-0.12

() B ccmT 060204-F3M 6.30 635 238 040 2.80 e | o | o | o | 010170 | o0s018

o CCMT 060208-F3M 6.30 6.35 2.38 0.80 2.80 ° ° o ° 0.12-1.70 0.08-0.22
CCMT 09T302-F3M 9.70 9.52 3.97 0.20 4.40 [ ° ° [ 0.08-2.00 0.04-0.16
CCMT 09T304-F3M 9.70 9.52 3.97 0.40 4.40 o o o o 0.11-2.00 0.06-0.25
CCMT 09T308-F3M 9.70 9.52 3.97 0.80 4.40 o o o o 0.15-2.00 0.08-0.32
CCMT 120402-F3M 12.90 12.70 4.76 0.20 5.50 [ ° ° (] 0.11-2.00 0.06-0.18
CCMT 120404-F3M 12.90 12.70 4.76 0.40 5.50 ° ° ° ° 0.15-2.00 0.08-0.25
CCMT 120408-F3M 12.90 12.70 4.76 0.80 5.50 [ ° ° [ 0.18-2.00 0.10-0.32

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
e SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

1907 Ui
CCMT-M3M -
80° Rhombic Positive Flank
Inserts for Machining Stainless i
and Low Carbon Steel }
S
Dimensions Tough «<— Hard aZiﬁm?;;ng:ti
Q| 2 ~
28| 8 % f
Designation L Ic S RE D1 ORRON RO (mm) (mm/rev)
CCMT 060204-M3M 6.30 6.35 238 0.40 2.80 . B ° 0.40-2.50 0.07-0.23
CCMT 060208-M3M 6.30 6.35 238 0.80 2.80 . ° . 0.80-2.50 0.10-0.25
CCMT 09T304-M3M 9.70 9.52 3.97 0.40 4.40 o o o 0.40-3.00 0.07-0.25
CCMT 09T308-M3M 9.70 9.562 3.97 0.80 4.40 o o o 0.80-3.00 0.10-0.30
CCMT 120404-M3M 12.90 12.70 476 0.40 5.50 . ° ° 0.40-3.50 0.10-0.30
CCMT 120408-M3M 12.90 12.70 476 0.80 550 . . ° 0.80-3.50 0.12-0.34
CCMT 120412-M3M 12.90 12.70 476 1.20 550 . ° ° 1.20-3.50 0.14-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) o C#-SCLCR/L-JHP (54)  E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (565) ® PCLCR/L-S-JHP (56)
e SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

ISCAR




IS0 T Uning @))
CCMT-CERMET - —
Single-Sided 80° Rhombic L] m
Cermet Grade Inserts D1 LLI
for Semi-Finishing and '

Finishing Applications CD
e Z
Dimensions Tough < Hard | Recommended Machining Data Z
g | 5| = . 5

Designation L IC S RE D1 &) [} (mm) (mm/rev)
CCMT 09T302-FFA 9.70 9.52 397 0.20 4.40 [ ° 0.03-2.00 0.04-0.15 I_
CCMT 09T302-FWT 9.70 952 397 0.20 440 o 150-3.00 0.00-0.50 O
CCMT 09T304-FPC 9.70 9.52 3.97 0.40 4.40 o o 0.50-2.50 0.08-0.20 C/)
CCMT 09T308-FPC 9.70 9.52 3.97 0.80 4.40 [ 0.50-2.80 0.03-0.22 il

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) ®* NQCH-SCACR/L-JHP (55) ® PCLCR/L-JHP-MC (56) ® PCLCR/L-S (55)
® PCLCR/L-S-JHP (56) ® SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54)

D.O0.C (mm)

0 0.5 Feed (mm/rev)

NS Sy IFRAN
OV § Ui
CCMT/CCGT-SM . x
Single-Sided Turning Inserts for A
Semi-Finishing and Finishing on %
Soft Materials and Exotic Alloys )
S =
; . Recommended
Dimensions Tough «<— Hard Machining Data
Yol o n o o [Te)
N rel - 0 - © (=3 © ~ ~ p f
2| 8|85 |8|B|S|8|8|8|%8
Designation L IC S RE D1 S|l ||| |o || |9 | Q| Q| (mm (mmrev
CCGT 060201-SM 6.45 6.35 2.38 0.10 2.80 ® |0.25-2.00(0.05-0.20
CCGT 060202-SM 6.45 6.35 2.38 0.20 2.80 ® |0.25-2.00(0.05-0.25
CCMT 060202-SM 6.45 6.35 2.38 0.20 2.80 o o o 0.25-2.00 | 0.05-0.25
CCMT 060204-SM 6.45 6.35 2.38 0.40 2.80 o o o [ o o ® |0.50-2.50(0.07-0.25
CCMT 060208-SM 6.45 6.35 2.38 0.80 2.80 () () ° ® |050-2.50 0.07-0.25
CCMT 09T302-SM 9.70 9.52 3.97 0.20 4.40 [ (] o [ o ® |050-2.50 | 0.06-0.25
CCMT 09T304-SM 9.70 9.52 397 0.40 4.40 . . . . . . . . . ® |[050-250]0.06-0.25
CCMT 09T308-SM 9.70 9.52 3.97 0.80 4.40 o o ° ° ° ° ° [} ® |050-3.00(0.07-0.25
CCMT 120404-SM 12.90 12.70 4.76 0.40 5.50 o o o o ® |0.70-3.50 [ 0.07-0.25
CCMT 120408-SM 12.90 12.70 4.76 0.80 5.50 [ ° ° ° ° ® |0.70-3.50 | 0.07-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
e SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

Member IMC Group.




VI U

CCMT-PF

80° Rhombic Inserts with a
Positive Flank for
Semi-Finishing and Finishing on
Soft Materials and Exotic Alloys

' . Recommended
Dimensions Tough Hard Machining Data
Yo} w0

g2 z|8|5|5|83 2 f
Designation L IC S RE D1 S <§ § 3 § S § (mm) (mm/rev)
CCMT 060202-PF 6.30 6.35 2.38 0.20 2.80 o o o o o o 0.20-2.50 0.04-0.25
CCMT 060204-PF 6.30 6.35 2.38 0.40 2.80 o o [} ° [} [} 0.40-2.50 0.04-0.30
CCMT 09T302-PF 9.70 9.52 3.97 0.20 4.40 o [ . [ [ 0.50-3.00 0.05-0.30
CCMT 09T304-PF 9.70 9.52 3.97 0.40 4.40 [} ° ° ° ° ° ° 0.50-3.50 0.05-0.35

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
e SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

ISTT Uiniing

CCMT-14

80° Rhombic Inserts with a 7°
Positive Flank for

Semi-Finishing and Finish Turning

S =
: . Recommended
Dimensions Tough Hard Machining Data
o (Yol

I S| o8| 8| 85| S B f
Designation L IC S RE D1 § 5 CS § 5 § 3 (mm) (mm/rev)
CCMT 060204-14 6.30 6.35 2.38 0.40 2.80 . ] ) ° . . 0.50-2.50 0.14-0.25
CCMT 09T304-14 9.70 9.62 3.97 0.40 4.40 . [ . 0.50-3.00 0.14-0.25
CCMT 09T308-14 9.70 9.52 3.97 0.80 4.40 o ° ° ° ° 0.80-3.00 0.14-0.30
CCMT 120408-14 12.90 12.70 4.76 0.80 5.50 o 0.80-3.00 0.14-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e AVC-SCLCR/L (95) ¢ C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) * NQCH-SCACR/L-JHP (55) ® PCLCR/L-JHP-MC (56)
* PCLCR/L-S (55) ® PCLCR/L-S-JHP (56) ® SCACR/L-S (55) * SCLCR-PAD (55) ® SCLCR/L (54)

ISCTURN 7
CCMT/CCGT g

80° Rhombic Inserts with a 7°
Positive Flank for
Semi-Finishing and Finish Turning

; . Recommended

Dimensions Tough «<— Hard Machining Data

22| |B|8| = f

(=] (3] N N (Yo

Designation L IC S RE D1 | O | Q| Q| (mm) (mm/rev)
CCGT 060202 6.45 6.35 2.38 0.20 2.80 . 0.50-2.00 0.10-0.20
CCGT 060202L (1 6.45 6.35 2.38 0.20 2.80 ° ° 0.50-2.00 0.10-0.20
CCGT 060204 6.45 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.20
CCGT 060204L (1 6.45 6.35 2.38 0.40 2.80 . 0.50-2.00 0.10-0.20
CCMT 060202 6.45 6.35 2.38 0.20 2.80 . ° 0.50-2.00 0.10-0.20
CCMT 060204 6.45 6.35 2.38 0.40 2.80 ° ° . 0.50-2.00 0.12-0.22
CCMT 09T302 9.70 9.52 3.97 0.20 4.40 ° ° 0.50-2.50 0.12-0.25
CCMT 09T304 9.70 9.52 3.97 0.40 4.40 ° . 0.50-2.50 0.12-0.25
CCMT 09T308 9.70 9.52 3.97 0.80 4.40 ° . 0.80-3.00 0.14-0.25

* Use left-hand inserts for left-hand external tools and for right-hand internal tools e For user guide and cutting speed recommendations, see pages 122-134, 236-248
() Left-hand insert

For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
e SCACRI/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

1SS ISCAR
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VI Ui

CCET-WF 93

80° Rhombic Inserts with a 7° 86° ]

Positive Flank and a Wiper Near \' D1

the Corner for High Feed Finishing -

1203
Dimensions Recommended Machining Data
B ap f

Designation L IC S RE D1 S (mm) (mm/rev)
CCET 0602005-WF 6.30 6.35 2.38 0.05 2.80 [ 0.05-2.00 0.01-0.20
CCET 09T3005-WF 9.50 9.52 3.97 0.05 4.40 o 0.05-2.00 0.01-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ¢ E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
® SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

oV I Vi

CCMT-WG

80° Rhombic Inserts with a 7°
Positive Flank and a Wiper Near
the Corner for High Feed Finishing

S
Dimensions Tough «<— Hard | Recommended Machining Data

o

S| 8|8 % '
Designation L IC S RE D1 &} o | © (mm) (mm/rev)
CCMT 060204-WG 6.30 6.35 2.38 0.40 2.80 [ o 0.40-2.00 0.10-0.35
CCMT 09T304-WG 9.70 9.62 3.97 0.40 4.40 o 0.40-2.00 0.14-0.30
CCMT 09T308-WG 9.70 9.52 3.97 0.80 4.40 o 0.50-2.50 0.20-0.38
CCMT 120408-WG 12.90 12.70 4.76 0.80 5.50 ° 0.50-3.00 0.20-0.36

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111)  C#-SCLCR/L-JHP (54) e E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
® SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

ISTT Uning _ =
| © 4—‘

EPGT-F1P — 17 ﬁ%{/\

75° Rhombic Inserts with a T ¥y

! @ —

Positive Flank for Very Low Finish
Turning Conditions on Steel 4

Dimensions Recommended Machining Data
x ap f
Designation L IC S RE D1 S (mm) (mm/rev)
EPGT 03X101-F1P 3.70 3.57 1.39 0.10 1.90 o 0.10-0.50 0.01-0.05
EPGT 03X102-F1P 3.70 3.57 1.39 0.20 1.90 o 0.10-0.50 0.02-0.10
EPGT 03X104-F1P 3.70 3.57 1.39 0.40 1.90 o 0.10-0.50 0.05-0.15

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E-SEXPR/L-03 (112)

Y 7.y v ¥/ _7VY)

DV I Ui ’ il

CPGT-SM --ll

80° Rhombic Inserts with an

11° Positive Flank for

Semi-Finishing and Finish

Turning on Soft Materials

and Exotic Alloys

Dimensions Recommended Machining Data
'S ap f

Designation L IC S RE D1 3 (mm) (mm/rev)
CPGT 060201-SM 6.45 6.35 2.38 0.10 2.80 o 0.25-2.00 0.05-0.20
CPGT 060202-SM 6.45 6.35 2.38 0.20 2.80 o 0.25-2.00 0.05-0.30
CPGT 060204-SM 6.45 6.35 2.38 0.40 2.80 o 0.50-3.00 0.10-0.35
CPGT 09T301-SM 9.67 9.52 3.97 0.10 4.40 o 0.25-2.00 0.05-0.25
CPGT 09T302-SM 9.67 9.52 3.97 0.20 4.40 o 0.50-2.50 0.10-0.30
CPGT 09T304-SM 9.67 9.52 3.97 0.40 4.40 o 0.60-3.50 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

Member IMC Group
o=
L 4 11 ]

189
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CPMT-PF

80° Rhombic Inserts with a
Positive Flank for Semi-Finishing
and Finishing on Soft

Materials and Exotic Alloys

@p)
|_
s
LLJ
)
Z
Z
o
=
@)
D

' . Recommended

Dimensions Tough «<— Hard Machining Data

s 8|2 |5|5 % f
Designation L IC S RE D1 5 § § 5 S (mm) (mm/rev)
CPMT 060204-PF 6.30 6.35 2.38 0.40 2.80 [ [ [ o ° 0.50-2.50 0.04-0.30
CPMT 060208-PF 6.30 6.35 2.38 0.80 2.80 o ° o 0.50-2.50 0.08-0.30
CPMT 09T304-PF 9.50 9.52 3.97 0.40 4.40 [ ° ° 0.50-3.00 0.05-0.35
CPMT 09T308-PF 9.50 9.52 3.97 0.80 4.40 [ [ [ o [ 0.50-3.50 0.10-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

T-LOCK
DCMT-F3P-SL 75,5 ’

55° Rhombic Inserts with a T N\ I
Positive Flank with a Locating ‘ O @ o i
Bottom Ridge for Semi-Finishing = o [\
and Finishing on Steel

¢} RE . l«S !

Bottom view

Dimensions Tough <— Hard I\F/{I‘;f:?lminr:gngaeti
Designation L IC S RE D1 [$] o (mm) (mm/rev)
DCMT 13T504-F3P-SL 13.40 11.00 5.11 0.40 4.50 [ o 0.50-3.00 0.05-0.25
DCMT 13T508-F3P-SL 13.40 11.00 5.11 0.80 4.50 [ [ 0.90-3.50 0.10-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SDUCR/L-13-SL (112) ® AVC-SDJCN-Y (76) ® C#-SDJCN-13-Y (76) ® C#-SDJCR/L-13-SL-JHP (57) ® C#-SDNCN-13-SL-JHP (63)
* HSK A63WH-SDJCN-13-Y (75) ® SDACR/L-13S-SL-JHP (61) ® SDJCR/L-13-SL (57) ® SDNCN-13-SL (63)

'.sa'-.vlﬁll'. 77 wa.|
DCMT-F3P : %

55° Rhombic Inserts with a a

Positive Flank for Semi-Finishing
and Finish Turning on Steel

Dimensions Tough «<— Hard hslzz?\m?r:sngaeti

8|88 |5 % f
Designation L IC S RE D1 S 5 S 5 (mm) (mm/rev)
DCMT 070202-F3P 7.70 6.35 2.38 0.20 2.80 o ° ° ° 0.06-1.50 0.03-0.12
DCMT 070204-F3P 7.70 6.35 2.38 0.40 2.80 o o o o 0.08-1.50 0.05-0.18
DCMT 11T302-F3P 11.60 9.52 3.97 0.20 4.40 ° ° ° ° 0.08-2.00 0.04-0.16
DCMT 11T304-F3P 11.60 9.52 3.97 0.40 4.40 o ° [} ° 0.11-2.00 0.06-0.25
DCMT 11T308-F3P 11.60 9.52 3.97 0.80 4.40 . . ° . 0.15-2.00 0.08-0.32

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) e C#-SDJCR-JHP (59) ¢ C#-SDJCR/L (59)

e C#-SDNCN (64) ® E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) ® PDACR/L-JHP-MC (62)
e PDACR/L-S (57) ® SDACR/L (60) * SDHCR/L (59) ® SDJCR-PAD (59) ® SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58)

ISCAR




oV I VRN

DCMT-M3M

55° Rhombic Positive Flank
Inserts for Machining Stainless
and Low Carbon Steel

e

e O] ]

' . Recommended

Dimensions Tough «<— Hard Machining Data

S 28|55 % f
Designation L IC S RE D1 § § 5 5 S (mm) (mm/rev)
DCMT 070204-M3M 7.70 6.35 2.38 0.40 2.80 [ [ [ 0.40-2.50 0.07-0.23
DCMT 070208-M3M 7.70 6.35 2.38 0.80 2.80 ° ° ° 0.80-2.50 0.10-0.25
DCMT 11T304-M3M 11.60 9.52 3.97 0.40 4.40 [ ° o 0.40-3.00 0.07-0.25
DCMT 11T308-M3M 11.60 9.52 3.97 0.40 4.40 [ o [ o [ 0.80-3.00 0.10-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) ® C#-SDJCR-JHP (59)  C#-SDJCR/L (59)
* C#-SDNCN (64) » E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) * NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) ® PDACR/L-S (57)
* SDACRY/L (60) ® SDHCR/L (59) ® SDJCR-PAD (59) ® SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)

T-LOCK

DCMT-M3M-SL
55° Rhombic Inserts with a

Positive Flank and Locating ]
Bottom Ridge for Machining T
Stainless and Low Carbon Steel
Bottom view
) . Recommended
Dimensions Tough <— Hard Machining Data
0 0
g | 3 % f
Designation L IC S RE D1 o o (mm) (mm/rev)
DCMT 13T508-M3M-SL 13.40 11.00 5.11 0.80 450 o ° 0.90-3.50 0.10-0.25
13.40 11.00 511 1.20 4.50 ° o 0.90-3.50 0.15-0.30
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SDUCR/L-13-SL (112) e AVC-SDJCN-Y (76) ® C#-SDJCN-13-Y (76) ® C#-SDJCR/L-13-SL-JHP (57) ® C#-SDNCN-13-SL-JHP (63)
* HSK A63WH-SDJCN-13-Y (75) ® SDACR/L-13S-SL-JHP (61) ® SDJCR/L-13-SL (57) ® SDNCN-13-SL (63)
-——
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~~ DCMT-CERMET 75: %

m Single-Sided 55° Rhombic v

LIJ Cermet Grade Inserts - D1

for Semi-Finishing and ¥

CD Finishing Applications 7°§

Z e

Z Dimensions Tough <— Hard | Recommended Machining Data

s

= 58| 2 f

O Designation L IC S RE D1 [$] o (mm) (mm/rev)
DCGT 11T302-FSA 11.60 9.52 3.97 0.20 4.40 [ 0.30-2.00 0.02-0.15

CD DCGT 11T304-FSA 11.60 9.52 3.97 0.40 4.40 o 0.40-2.00 0.03-0.15

e DCMT 11T302-FCF 11.60 9.52 3.97 0.20 4.40 ° ° 0.50-2.50 0.07-0.22
DCMT 11T302-FSM 11.60 9.52 3.97 0.20 4.40 ° 0.50-3.00 0.05-0.22
DCMT 11T304-FPC 11.60 9.52 3.97 0.40 4.40 o ° 0.50-2.70 0.04-0.25
DCMT 11T304-FSM 11.60 9.52 3.97 0.40 4.40 [ 0.50-3.00 0.07-0.25
DCMT 11T308-FPC 11.60 9.52 3.97 0.80 4.40 [ [ 0.50-2.70 0.04-0.25
DCMT 11T312-FMT 11.60 9.52 3.97 1.20 4.40 o 1.50-5.00 0.15-0.50

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) e C#-SDJCR-JHP (59) e C#-SDJCR/L (59)

e C#-SDNCN (64) ® NQCH-SDACR/L-S-JHP (60) ®* NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) ® PDACR/L-JHP-MC (62) ® PDACR/L-S (57)
e SDACRY/L (60) ® SDHCR/L (59) ®* SDJCR/L (58) ®* SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58)

D.0.C (mm)

0.6 Feed (mm/rev)

ISOTUnN

DCGT-F1M-20P

55° Rhombic Inserts with a 7°

Positive Flank for Semi-Finishing g - D1

and Finish Turning on Soft

Materials and Exotic Alloys S

Dimensions Recommended Machining Data
§ ap f

Designation L IC S RE D1 5] (mm) (mm/rev)
DCGT 0702005-F1M-20P 7.75 6.35 2.38 0.05 2.80 o 0.03-0.15 0.04-4.00
DCGT 070201-F1M-20P 7.75 6.35 2.38 0.10 2.80 o 0.03-0.15 0.07-4.00
DCGT 070202-F1M-20P 7.75 6.35 2.38 0.20 2.80 o 0.03-0.15 0.15-4.00
DCGT 070204-F1M-20P 7.75 6.35 2.38 0.40 2.80 o 0.03-0.15 0.30-4.00
DCGT 11T3005-F1M-20P 11.63 9.63 3.97 0.05 4.40 o 0.03-0.15 0.04-4.00
DCGT 11T301-F1M-20P 11.63 9.53 3.97 0.10 4.40 o 0.03-0.15 0.07-4.00
DCGT 11T302-F1M-20P 11.63 9.53 3.97 0.20 4.40 o 0.03-0.15 0.15-4.00
DCGT 11T304-F1M-20P 11.63 9.53 3.97 0.40 4.40 o 0.03-0.15 0.30-4.00

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SDUCR/L (112) ® AVC-SDUCR/L (95) ® E-SDUCR/L-HEAD (113) ® PDACR/L-JHP (62)  PDACR/L-S (57) ®* SDACR/L (60)
e SDHCR/L (59) ® SDJCR-PAD (59) ® SDJCR/L (58) * SDNCN (64)

ISCAR




T-LOCK

DCMT-PF-SL

55° Rhombic Inserts with a T
Positive Flank and Locating
Bottom Ridge for Finish Turning
on Soft Materials & Exotic Alloys

Rl

l<s
Dimensions Recommended Machining Data
3 ap f
Designation L IC S RE D1 § (mm) (mm/rev)
DCMT 13T504-PF-SL 13.40 11.00 511 0.40 450 . 0.50-3.00 0.06-0.25
DCMT 13T508-PF-SL 13.40 11.00 5.11 0.80 4.50 [ 0.70-3.00 0.05-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-SDUCR/L-13-SL (112) » AVC-SDJCN-Y (76) » C#-SDJCN-13-Y (76) ® C#-SDJCR/L-13-SL-JHP (57) * C#-SDNCN-13-SL-JHP (63)
o HSK AB3WH-SDJCN-13-Y (75) ® SDACR/L-13S-SL-JHP (61) » SDJCR/L-13-SL (57) « SDNCN-13-SL (63)

oV I VRN

DCMT/DCGT-PF

55° Rhombic Inserts with a
Positive Flank for
Semi-Finishing and Finishing on
Soft Materials and Exotic Alloys

w1

Dimensions Tough <— Hard aif;ﬁﬁir:gng:ti
s| 8|8 |s|2|s|5|5|3| = f
Designation L Ic S RE D1 |88 |3 | & |8 |&|3|8| mm | (mmrey
DCGT 070201-PF 7.70 6.35 2.38 0.10 2.80 [ 0.30-3.00 | 0.02-0.25
DCGT 070202-PF 7.70 6.35 2.38 0.20 2.80 o 0.40-3.00 | 0.03-0.25
DCGT 070204-PF 7.70 6.35 2.38 0.40 2.80 o 0.50-3.00 | 0.05-0.25
DCMT 070201-PF 7.70 6.35 2.38 0.10 2.80 . [ 0.30-3.00 | 0.02-0.25
DCMT 070202-PF 7.70 6.35 2.38 0.20 2.80 0.40-3.00 | 0.03-0.25
DCMT 070204-PF 7.70 6.35 2.38 0.40 2.80 o 0.50-3.00 | 0.05-0.25
DCMT 070208-PF 7.70 6.35 2.38 0.80 2.80 [} ° 0.70-3.00 | 0.08-0.25
DCGT 11T301-PF 11.60 9.52 3.97 0.10 4.40 [ 0.30-3.00 | 0.03-0.25
DCGT 11T302-PF 11.60 9.52 3.97 0.20 4.40 o 0.40-3.00 | 0.04-0.25
DCGT 11T304-PF 11.60 9.52 3.97 0.40 4.40 [ 0.50-3.00 | 0.05-0.25
DCGT 11T308-PF 11.60 9.52 3.97 0.80 4.40 [ 0.70-3.00 | 0.10-0.25
DCMT 11T302-PF 11.60 9.52 3.97 0.20 4.40 [ [ . . o 0.30-3.00 | 0.04-0.25
DCMT 11T304-PF 11.60 9.52 3.97 0.40 4.40 o o ° ° ° o ° o 0.50-3.00 | 0.05-0.25
DCMT 11T308-PF 11.60 9.52 397 0.80 4.40 o o o o ° o o e | 070-300 | 0.10-0.25
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SDUCR/L (112)  AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) » C#-SDJCR-JHP (59) ¢ C#-SDJCR/L (59)
o C#-SDNCN (64) » E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) » PDACR/L-JHP (62) » PDACR/L-S (57)
* SDACR/L (60) ® SDHCR/L (59) » SDJCR-PAD (59) * SDJCR/L (58) * SDNCN (64) ® Y-SDJCR (58) * Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)
T-LOCK S e i
DCMT-SM-SL ; T 852
55° Rhombic Inserts with a N\ N -
Positive Flank and Locating e (0&)) Dt
. - . = r
Bottom Ridge for Finish Turning i 70L
on Soft Materials & Exotic Alloys RE /| . <5~
Dimensions Recommended Machining Data
3 ap f
Designation L Ic s RE D1 8 (mm) (mm/rev)
DCMT 13T504-SM-SL 13.40 11.00 5.11 0.40 4.50 [ 0.50-2.50 0.07-0.27
13.40 11.00 5.11 0.80 450 o 1.00-3.00 0.07-0.27

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-SDUCR/L-13-SL (112) » AVC-SDJCN-Y (76) » C#-SDJCN-13-Y (76) ® C#-SDJCR/L-13-SL-JHP (57) ® C#-SDNCN-13-SL-JHP (63)
o HSK AB3WH-SDJCN-13-Y (75)  SDACR/L-13S-SL-JHP (61) » SDJCR/L-13-SL (57) » SDNCN-13-SL (63)

Member IMC Group
o=
L 4 11 ]
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ISCT Ui
DCMT/DCGT-SM

55° Rhombic Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

Dimensions Tough «<— Hard azgﬁﬁﬁgeng;:

o [Te) o = 7o) o =

RIS EHIBISIZ2|g8lalsls 2 f
Designation L Ic S RE D [ 8| & |8 |8 |88 |88 |&| 3| (mm |mmhey
DCMT 070202-SM 7.70 6.35 2.38 0.20 2.80 ° ° ° [ 0.50-2.00 | 0.04-0.20
DCMT 070204-SM 7.70 6.35 2.38 0.40 2.80 ° [ ° ° ) ° [ 0.50-2.50 | 0.05-0.25
DCMT 070208-SM 7.70 6.35 2.38 0.80 2.80 o 0.50-3.00 | 0.07-0.25
DCGT 11T302-SM RIS 952 397 0.20 440 o | 050250 | 0.05-0.25
DCGT 11T304-SM 11.60 9.52 3.97 0.40 4.40 ° 0.50-2.50 | 0.05-0.25
DCMT 11T302-SM 11.60 9.52 3.97 0.20 4.40 ° ° ° ° ° ° 0.50-2.50 | 0.05-0.25
DCMT 11T304-SM 11.60 9.52 3.97 0.40 4.40 [ ° ° ° ° ) ° [ 0.50-2.50 | 0.07-0.25
DCMT 11T308-SM 11.60 9.52 3.97 0.80 4.40 [ ° ° ° ° ° [ 1.00-3.00 | 0.07-0.25
DCMT 11T312-SM 11.60 9.52 3.97 1.20 4.40 (] 1.00-3.50 | 0.10-0.28

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) e C#-SDJCR-JHP (59) ¢ C#-SDJCR/L (59)

e C#-SDNCN (64) ¢ E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) ® PDACR/L-JHP-MC (62)
e PDACR/L-S (57) ® SDACR/L (60) ® SDHCR/L (59) ® SDJCR-PAD (59) ® SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58)

iSoTURN
DCMT/DCGT Bil

55° Rhombic Inserts with
a 7° Positive Clearance for
Finishing Applications

. . Recommended

Dimensions Tough <— Hard Machining Data

2|8 2|B8|2|2(8|8| = f
Designation L IC S RE D1 S| 8|38 |8|8|a|8 (mm) (mm/rev)
DCGT 070201R (1 7.70 6.35 2.38 0.10 2.80 o 0.25-1.50 0.05-0.15
DCGT 070202 7.70 6.35 2.38 0.20 2.80 o 0.50-2.00 0.08-0.20
DCGT 070204 7.70 6.35 2.38 0.40 2.80 ° 0.80-2.50 0.10-0.25
DCMT 070202 7.70 6.35 2.38 0.20 2.80 o o ° ° o 0.50-2.00 0.08-0.20
DCMT 070204 7.70 6.35 2.38 0.40 2.80 o [} ° ° ° o 0.50-2.00 0.08-0.22
DCGT 11T302 11.60 9.52 3.97 0.20 4.40 ° 0.50-2.00 0.08-0.20
DCGT 11T304 11.60 9.52 3.97 0.40 4.40 o ° 1.00-2.50 0.12-0.25
DCMT 11T302 11.60 9.52 3.97 0.20 4.40 ° ° ° o 0.50-2.00 0.08-0.20
DCMT 117304 11.60 9.52 3.97 0.40 4.40 ° . [ 0.50-2.00 0.12-0.25
DCMT 11T308 11.60 9.52 3.97 0.80 4.40 [ ° ° 1.50-3.00 0.14-0.29

¢ Right-hand inserts for right-hand external tools and for left-hand internal tools e For user guide and cutting speed recommendations, see pages 122-134, 236-248
() Right-hand insert

For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) e C#-SDJCR-JHP (59) e C#-SDJCR/L (59)

e C#-SDNCN (64) ® E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) * PDACR/L-JHP (62) ® PDACR/L-S (57)

e SDACRY/L (60) ® SDHCR/L (59) ®* SDJCR-PAD (59) ® SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58) ¢ PDACR/L-JHP-MC (62)

( 7.y v /¥’ _vV)

DV I Ui

DCMT-14

55° Rhombic Inserts with a 1 ]
- D1

Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

. . Recommended

Dimensions Tough Hard Machining Data

21 Eg|8|8| ° f
L IC S RE D1 O | O 9| Q| (mm) (mm/rev)
DCMT 11T304-14 11.60 9.52 3.97 0.40 4.40 o ° ° 1.00-2.50 0.14-0.25
DCMT 11T308-14 11.60 9.52 3.97 0.80 4.40 ° ° ° o 1.50-3.00 0.14-0.29

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCRY/L (95) ® AVC-SDUCR/L-VH (98)  C#-SDJCR-JHP (59)  C#-SDJCR/L (59)

e C#-SDNCN (64) * NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) * PDACR/L-S (57) ® SDACR/L (60) * SDHCR/L (59)
* SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)

ISCAR




VI U

DCET-WF

55° Rhombic Wiper Inserts
for Finishing Operations

at High Feeds

Designation

DCET 0702005R/L-WF
DCET 11T3005R/L-WF

5] A
lﬁ!%
PN ! T
: D1
RE —! S -
Right-hand shown
Dimensions Recommended Machining Data
I ap f
L IC S RE D1 S (mm) (mm/rev)
7.70 6.35 2.38 0.05 2.80 ° 0.05-3.00 0.01-0.20
11.60 9.52 3.97 0.05 4.40 o 0.05-3.00 0.01-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SDUCR/L (112) ¢ AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) e C#-SDJCR-JHP (59) e C#-SDJCR/L (59)
e E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) * PDACR/L-S (57) ® SDACR/L (60)
e SDHCR/L (59) ® SDJCR-PAD (59) ® SDJCR/L (58) ® Y-SDJCR (58) ¢ Y-SDJCR-JHP (58) ¢ PDACR/L-JHP-MC (62)

oV I VRN

VCMT-F3P

35° Rhombic Positive Flank
Inserts for Semi-Finishing
and Finish Turning of Steel

o

RS

Gl

Designation

VCMT 110302-F3P
VCMT 110304-F3P
VCMT 110308-F3P
VCMT 110312-F3P
VCMT 160402-F3P
VCMT 160404-F3P
VCMT 160408-F3P
VCMT 160412-F3P

: . Recommended
e Machining Data
Elz| @ ‘

L IC S RE D1 o | O (mm) (mm/rev)
11.10 6.35 3.18 0.20 2.80 ° o 0.06-1.70 0.03-0.14
11.10 6.35 3.18 0.40 2.80 ° o 0.10-1.70 0.05-0.20
11.10 6.35 3.18 0.80 2.80 o o 0.13-1.70 0.07-0.28
11.10 6.35 3.18 1.20 2.80 [ o 0.13-1.70 0.08-0.33
16.60 9.52 4.76 0.20 4.40 o o 0.07-1.80 0.04-0.15
16.60 9.52 476 0.40 4.40 o (] 0.10-1.80 0.05-0.20
16.60 9.52 4.76 0.80 4.40 ° ° 0.14-1.80 0.07-0.29
16.60 9.562 476 1.20 4.40 o (] 0.14-1.80 0.09-0.34

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-SVLBCR/L (114) e A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ¢ AVC-SVLCR/L-VH (98)  C#-SVJCR/L (66)

® C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® HSK AB3WH-SVJCR/L (67) ® NQCH-SVACR/L-S-JHP (67) ® NQCH-Y-SVJCR-S-JHP (65) ® PVACR/L-JHP (68)
* PVACR/L-JHP-MC (68) ® PVACR/L-S (64) ® S/A-SVJCR/L (114) e SVACR/L (67) ® SVJCR-PAD (67) ® SVJCR/L (453) ® SVJCR/L-16-JHP (454)

* SVPCR/L (69) ® SVVCN (454) e SVXCR/L (454) * Y-SVJCR (65) ® Y-SVJCR-JHP (65) ® AVC-SVLCR/L (96)

'.“-..—.l
OV I Ui .lﬂ
VCMT-F3M > a5° A
35° Rhombic Positive Flank / v
Inserts for Stainless Steel i @ A
Finishing Applications 8 ! sl |3 s
- SL o/l 0=
Thozse| [
Dimensions Tough <— Hard azzﬂmmgng;i
S|Elg|g| @ ‘
Designation L IC S RE D1 Qo | o | o (mm) (mm/rev)
VCMT 110302-F3M 1110 6.35 3.18 0.20 2.85 o o o o 0.06-1.70 0.03-0.14
VCMT 110304-F3M 11.10 6.35 3.18 0.40 2.85 [ o o [ 0.10-1.70 0.05-0.20
VCMT 110308-F3M 11.10 6.35 3.18 0.80 2.85 ° . ° ° 0.13-1.70 0.07-0.28
VCMT 160402-F3M 16.60 9.52 4.76 0.20 4.50 o ° o o 0.06-1.80 0.03-0.14
VCMT 160404-F3M 16.60 9.52 4.76 0.40 450 [ o o o 0.10-1.80 0.05-0.20
VCMT 160408-F3M 16.60 9.52 4.76 0.80 4.50 o ° ° [} 0.13-1.80 0.07-0.28

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-SVLBCR/L (114) e A/S-SVLFCR/L; A-SVUCR/L (113) » A/S-SVQCR/L (113) » AVC-SVLCR/L (96) ® AVC-SVLCR/L-VH (98)

e AVC-SVUCR/L (95)  C#-SVJCR/L (66) ® C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® HSK A63WH-SVJCR/L (67) ® NQCH-SVACR/L-S-JHP (67)

¢ NQCH-Y-SVJCR-S-JHP (65) ® PVACR/L-JHP (68) ® PVACR/L-JHP-MC (68) ® PVACR/L-S (64) ® S/A-SVJCR/L (114) ¢ SVACR/L (67) ® SVJCR-PAD (67)
* SVJCR/L (453) ® SVJCR/L-16-JHP (454) ¢ SVPCR/L (69) ® SVVCN (454) ¢ SVXCR/L (454) ® Y-SVJCR (65) ® Y-SVJCR-JHP (65)

Member IMC Group
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VI U

VCMT-M3M

35° Rhombic Positive Flank
Inserts for Machining Stainless
and Low Carbon Steel

; . Recommended
Dimensions Tough «<— Hard Machining Data
8| 2| ~
S S S ap f
© [T} (==}
Designation L IC S RE D1 2|2 |s (mm) (mm/rev)
VCMT 160404-M3M 16.60 9.52 476 0.40 4.40 ° ° ° 1.00-5.00 0.07-0.25
VCMT 160408-M3M 16.60 9.52 476 0.80 4.40 ° o 1.00-5.00 0.10-0.30
VCMT 160412-M3M 16.60 9.52 4.76 1.20 4.40 ° ° [} 1.00-5.00 0.13-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLBCR/L (114) » A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) » AVC-SVLCR/L-VH (98) » C#-SVJCR/L (66)
o C#-SVJCR/L-JHP (66) ® C#-SVVCN (689) » HSK AB3WH-SVJCRI/L (67) » SVJCRI/L (453) » SVJCR/L-16-JHP (454)  SVVCN (454) » SVXCR/L (454)  AVC-SVLCR/L (96)

oV I VUi

VCMT-FPC-CERMET
35° Rhombic 7° Cermet Positive

-
Flank Inserts for ‘@‘-:7
Semi-Finishing Turning of steel

and Automotive Components

Dimensions Tough «<— Hard Recommended Machining Data
z | § i f
Designation L IC S RE (&} [} (mm) (mm/rev)
VCMT 160404-FPC 16.60 9.52 4.76 0.40 ° ° 0.70-2.00 0.04-0.22
VCMT 160408-FPC 16.60 9.52 4.76 0.80 ° 0.70-2.00 0.04-0.22

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLBCR/L (114) e A/S-SVLFCR/L; A-SVUCR/L (113) e A/S-SVQCR/L (113) ® AVC-SVLCR/L-VH (98)  C#-SVJCR/L (66)
e C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® HSK AG3WH-SVJCR/L (67) ® SVJCR/L (453) ® SVJCR/L-16-JHP (454)  SVVCN (454) e SVXCR/L (454) » AVC-SVLCR/L (96)

oV I VUi

VCGT-F1M-20P

35° Rhombic Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

52° Il% 7b°MpaX | [31°

112°

/i = 5 35
1R | [MAX| MAX MAX
W[ e3°|[ T o8 | [0z
142°
95°]
[ 93°

LE
gl
nd
§A

N

oy
@
S
=
]

Dimensions Recommended Machining Data
§ ap f
Designation L IC S RE D1 ) (mm) (mm/rev)
VCGT 1103005-F1M-20P 11.07 6.35 3.18 0.10 2.90 o 0.03-0.18 0.07-4.50
VCGT 110301-F1M-20P 11.07 6.35 318 0.40 2.90 o 0.03-0.18 0.30-4.50
VCGT 110302-F1M-20P 11.07 6.35 3.18 0.10 2.90 o 0.03-0.15 0.07-4.00
VCGT 110304-F1M-20P 11.07 6.35 3.18 0.40 2.90 o 0.03-0.15 0.30-4.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: AVC-SVUCR/L (95) ® C#-SVJCR/L (66) ® C#-SVJCR/L-JHP (66) * NQCH-SVACR/L-S-JHP (67) ® NQCH-Y-SVJCR-S-JHP (65)
* PVACR/L-JHP (68) ® PVACR/L-JHP-MC (68) ® PVACR/L-S (64) ® S/A-SVJCR/L (114) ¢ SVACR/L (67) ®* SVJCR-PAD (67) ® SVJCR/L (453)

o SVPCR/L (89) » SVWCN (454) ¢ Y-SVJCR (65) * Y-SVJCR-JHP (65)

ISCAR
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oV Ui

VCGT-MD/PF 1175

35° Rhombic Inserts with a -

Positive Flank for e 95’

Semi-Finishing and Finishing on — 2

Soft Materials and Exotic Alloys

Dimensions Recommended Machining Data
=3 ap f

Designation L IC S RE D1 § (mm) (mm/rev)
VCGT 110301-PF 1110 6.35 3.18 0.10 2.90 o 0.20-2.50 0.03-0.25
VCGT 110302-PF 11.40 6.35 3.18 0.20 2.90 (] 0.30-2.50 0.03-0.25
VCGT 110304-PF 11.40 6.35 3.18 0.40 2.90 [ 0.50-3.00 0.05-0.25
VCGT 130304-PF 13.00 7.94 3.18 0.40 3.40 [ 0.50-3.00 0.05-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: NQCH-SVACR/L-S-JHP (67) ® SVACR/L (67)

VI U @r" o
VCET-WF ~ e &\ KX
35° Rhombic Wiper Inserts 87 - Y 1]

for Finishing Operations $ 0.3 g

at High Feeds 7° J
RE
—~Is
Right-hand shown
Dimensions Recommended Machining Data
S ap f

Designation L IC S RE D1 3 (mm) (mm/rev)
VCET 1103005R/L-WF 1110 6.35 3.18 0.05 2.90 o 0.05-4.00 0.01-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-SVJCR/L (66) ® C#-SVJCR/L-JHP (66) ® NQCH-SVACR/L-S-JHP (67) ® NQCH-Y-SVJCR-S-JHP (65) ® PVACR/L-JHP (68)
* PVACR/L-S (64) ® S/A-SVJCR/L (114) » SVACR/L (67) ® SVJCR-PAD (67) ® SVJCR/L (453) ® Y-SVJCR (65) ® Y-SVJCR-JHP (65)  PVACR/L-JHP-MC (68)

ISCTURN ——
VCMT-SM ol

35° Rhombic Inserts with a 7°

Positive Flank for Semi-Finishing ‘

and Finish Turning on Soft

3
S

==
S
x

A58
©o
(%)
3
!
S
2

. . [
Materials and Exotic Alloys s Qlﬁ_
“hozse|[F
. . Recommended
Dimensions Tough «<— Hard Machining Data
s|8|8| 8|53 |28|s|5|5 S| » | f
2] © [ (=23 © >0 [~<) [~ (=23 < [~
Designation L IC S RE Dl || |Cc|e|o|c|S|C|C| Q| S| (mm |mmrv
VCMT 110302-SM 11.10 6.35 3.18 0.20 2.90 o o ° 0.20-2.50 | 0.04-0.20
VCMT 110304-SM 11.10 6.35 3.18 0.40 2.90 o ° ° ° ° ° 0.50-3.00 | 0.07-0.24
VCMT 110308-SM 11.10 6.35 3.18 0.80 2.90 [ 0.50-2.00 | 0.07-0.25
VCMT 160402-SM (0] 9.52 476 0.20 4.40 . [ [ . 0.50-2.50 | 0.05-0.20
VCMT 160404-SM 16.60 9.52 4.76 0.40 4.40 o o ° ° ° ° 0.50-2.50 | 0.05-0.25
VCMT 160408-SM LX) 9.52 4.76 0.80 4.40 . . . . ) ° . ° . ® [090-250|0.07-025
VCMT 160412-SM 16.60 9.52 4.76 1.20 4.40 ° ° 0.50-3.00 | 0.10-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLBCR/L (114) e A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ¢ AVC-SVLCR/L (96) ® AVC-SVLCR/L-VH (98)

® AVC-SVUCR/L (95) ® C#-SVJCR/L (66) ® C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® HSK A63WH-SVJCR/L (67) ® NQCH-SVACR/L-S-JHP (67)

* NQCH-Y-SVJCR-S-JHP (65) ® PVACR/L-JHP (68) ®* PVACR/L-JHP-MC (68) ® PVACR/L-S (64) ® S/A-SVJCR/L (114) ¢ SVACR/L (67) ® SVJCR-PAD (67)
* SVJCRI/L (453) ® SVJCR/L-16-JHP (454) ¢ SVPCR/L (69) ® SVVCN (454)  SVXCR/L (454) ® Y-SVJCR (65) ® Y-SVJCR-JHP (65)

Member IMC Group
o=
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VI U

VCMT-14

35° Rhombic Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

8

ViAx 95°
“To7se| &

Dimensions Tough <— Hard I\F}IZZﬁﬁ?r:Zn[c)’;i
=
8| s |&|8 = f
Designation L IC S RE D1 © || o | 9 (mm) (mm/rev)
VCMT 160404-14 16.60 9.52 476 0.40 4.40 . ° ° ° 1.00-5.00 0.12-0.25
VCMT 160408-14 16.60 9.52 4.76 0.80 4.40 ° ° ° 1.00-5.00 0.12-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-SVLBCR/L (114) ¢ A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ® AVC-SVLCR/L (96) ® AVC-SVLCR/L-VH (98)
* C#-SVJCR/L (66) ® C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® HSK A63WH-SVJCR/L (67) ® SVJCR/L (453) ® SVJCR/L-16-JHP (454) ® SVVCN (454) » SVXCR/L (454)

Y 7.y v ¥/ _7V)
DV I Ui
Tolerances: > .
VCMW IC= +0.05 35 -1
35° Rhombic Inserts with a 7° =i gﬂ
Positive Flank for Short Chipping é’ -
Materials such as Cast Iron iy
Sl
Dimensions Recommended Machining Data
< = f
Designation L IC S RE D1 &) (mm) (mm/rev)
VCMW 160404 16.60 9.52 4.76 0.40 4.40 o 0.70-4.00 0.05-0.25
VCMW 160408 16.60 9.52 4.76 0.80 4.40 [ 1.00-5.00 0.05-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-SVLBCR/L (114) ¢ A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ® AVC-SVLCR/L-VH (98) ® C#-SVJCR/L (66)
o C#-SVJCR/L-JHP (66)  C#-SVVCN (69) ® HSK AB3WH-SVJCR/L (67) ® SVJCR/L (453) ® SVJCR/L-16-JHP (454) ® SVVCN (454) » SVXCR/L (454) ¢ AVC-SVLCR/L (96)

Y 7.y v ¥/ _7VY)
VI Ui 90°
SCMT-F3P F 7
Square Positive Flank Inserts ’ '
for Semi-Finishing and o=t = ©
Finish Turning of Steel i . N1Z7%
Re/ b
—| Sl
Dimensions Tough «<— Hard | Recommended Machining Data
o (=2
S| 5|8 & !
Designation L S RE D1 S| Q| © (mm) (mm/rev)
SCMT 09T304-F3P 9.52 3.97 0.40 4.40 o ° [ 0.11-2.00 0.06-0.25
SCMT 09T308-F3P 9.52 3.97 0.80 4.40 . . . 0.15-2.00 0.08-0.32

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)

ISCAR




ISOT UniN @p)
DL

SCMT-M3P S— ] G —

Square Positive Flank Inserts ’ N 4 m

for Medium Machining le=L @ > L

Conditions on Steel 5 ) Lt ¥ CD

RE }: Sl Z

Dimensions Tough «<— Hard | Recommended Machining Data Z

3 3 ~ ap f D

S5 |8 =

Designation L S RE D1 o | © | © (mm) (mm/rev) O
SCMT 09T304-M3P 9.52 3.97 0.40 4.40 ° ° [ 0.50-3.00 0.07-0.25

SCMT 09T308-M3P 9.52 3.97 0.80 4.40 o o o 0.50-3.00 0.10-0.30 U)
SCMT 120404-M3P 12.70 476 0.40 5.50 ° ° o 0.50-3.50 0.10-0.25
SCMT 120408-M3P 12.70 4.76 0.80 5.50 ° ° [ 1.00-4.00 0.10-0.30
SCMT 120412-M3P 12.70 476 1.20 5.50 . . . 1.20-4.00 0.12-0.34

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)

Y 7.y v ¥/ _7V)
OV Ursiv 90°
SCMT-F3M % S— -
Square Positive Flank P N Y
Inserts for Stainless Steel [e=L @ = O
Finishing Applications L o ) ¥
RE/ '
— Sl
; . Recommended
Dimensions Tough <— Hard Machining Data
‘2] 0
SlElglg| = ‘
Designation L S RE D1 © || o | o (mm) (mm/rev)
SCMT 09T302-F3M 9.52 3.97 0.20 4.40 [ o [ [ 0.08-2.00 0.04-0.16
SCMT 09T304-F3M 9.52 3.97 0.40 4.40 o [} ° o 0.11-2.00 0.06-0.25
SCMT 09T308-F3M 9.62 3.97 0.80 4.40 L] [ . o 0.15-2.00 0.08-0.32
SCMT 120402-F3M 12.70 4.76 0.20 5.50 o ° [} o 0.11-2.00 0.06-0.18
SCMT 120404-F3M 12.70 4.76 0.40 5.50 o ° ° o 0.15-2.00 0.08-0.25
SCMT 120408-F3M 12.70 4.76 0.80 5.50 o ° [} o 0.18-2.00 0.10-0.32
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)
Y 7.y v ¥/ _7VY)
DV I Ui e
SCMT-M3M WC N 7]
Square Positive Flank Inserts, ’ /]
for Machining Stainless le=L @ — ©
and Low Carbon Steel ez
RE Ly
—| S =
' . Recommended
Dimensions Tough «<— Hard Machining Data
‘el w
Sl 2|8 i f
Designation L S RE D1 | Q| Qo (mm) (mm/rev)
SCMT 09T304-M3M 9.52 3.97 0.40 4.40 o o o 0.40-3.80 0.07-0.25
SCMT 09T308-M3M 9.52 3.97 0.80 4.40 ° . [ 0.80-3.80 0.10-0.30
SCMT 120404-M3M 12.70 476 0.40 5.50 ° ° o 0.40-4.00 0.10-0.25
SCMT 120408-M3M 12.70 476 0.80 5.50 [ [ [ 0.80-4.00 0.12-0.34
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)




VI U

SCMT-SM

Square Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

Dimensions Tough «<— Hard azzﬁmgng:g

g|8|8 28|55 % f
Designation L S RE D1 § 5 § 5 5 § 3 (mm) (mm/rev)
SCMT 09T304-SM 9.52 397 0.40 4.40 . . ° . 0.50-3.00 0.07-0.25
SCMT 09T308-SM 9.52 3.97 0.80 4,40 . ° ° . ° ° . 0.50-3.00 0.10-0.30
SCMT 120404-SM 12.70 4.76 0.40 5.50 [ 0.50-3.50 0.10-0.25
SCMT 120408-SM 12.70 4.76 0.80 5.50 ° ° ° o 1.00-4.00 0.10-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)

Y 7.y v ¥/ _7Y)
DV I Ui 90°
SCMT-14 ﬁ : -
Square Inserts with a 7° ’ N '
Positive Flank for Semi-Finishing le=L @ [ o
and Finish Turning on Soft i SO e ) '
Materials and Exotic Alloys Re r;
Dimensions Tough <— Hard Recommended Machining Data
2l 5|5 2 f
Designation L S RE D1 3 5 3 (mm) (mm/rev)
SCMT 09T304-14 9.52 3.97 0.40 4.40 [ o 1.00-3.50 0.12-0.30
SCMT 120404-14 12.70 4.76 0.40 5.50 [ 1.00-4.00 0.12-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)
Y 7.y v ¥/ _7Y]
OV I Ui T3 ‘
SCMT-19 { § 7 @ @ b
Square Inserts with a 7° Positive ’ N\ ! |‘ﬂ
Flank for Semi-Roughing at le=L @ i ‘ '.1‘ %% @
Medium to High Feeds i N 12 oA
7 7o =&
RE }: Sl
Dimensions Tough «<— Hard Recommended Machining Data
(Yo
2ls|E8l8/8| ™ t
Designation L S RE D1 O | ||| o (mm) (mm/rev)
SCMT 120408-19 12.70 476 0.80 5.50 o L] [ o [ 3.00-8.00 0.08-0.15
SCMT 120412-19 12.70 4.76 1.20 5.50 [ 3.00-8.00 0.08-0.15
* For cutting speed recommendations, see pages
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)
Y. T/ A, )
DRORILLS e 3
XOMT-DT r 587
Inserts for DR Drills [ y
| |
Boring B IC-17
and Boring Bars J'I [ L
- S =
Dimensions Tough <— Hard
=
2 | S|R|8|2|8
Designation IC S RE &) [$] ] 5] [&] o
XOMT 060204-DT 6.16 2.56 0.40 . . ° ° . °

e Two cutting edges e For hard materials and interrupted cut
For tools, see pages: A-SXFOR-DR (120) ® A-SXFOR/L (119)

ISCAR




VI Ui CD

TCMT-F3P |_

Triangular Inserts with a Positive m
Flank for Semi-Finishing and 95°

Finish Turning on Steel = LLI

N

Z

Dimensions Tough <— Hard Recommended Machining Data Z

o

=] § 3 5 ap f D

. . 4] 12 o 1= I_
Designation L S RE D1 || Qo | Qo (mm) (mm/rev)

TCMT 090202-F3P 9.60 2.38 0.20 2.50 [ [ o . 0.06-1.70 0.03-0.14 O

TCMT 090204-F3P 9.60 2.38 0.40 2.50 ° ° ° o 0.10-1.70 0.05-0.20 U)

TCMT 110202-F3P 11.00 2.38 0.20 2.80 [ [ ° ° 0.06-1.70 0.03-0.14 —_—
TCMT 110204-F3P 11.00 2.38 0.40 2.80 o ° ° o 0.10-1.70 0.05-0.20
TCMT 110208-F3P 11.00 2.38 0.80 2.80 o ° ° o 0.13-1.70 0.07-0.28
TCMT 16T304-F3P 16.50 3.97 0.40 4.40 o ° ° o 0.10-1.70 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFCR-HEAD (115) ® S-MTLCR/L-W (114) ¢ S-STFCR/L (115) ® S-STLCR/L (115) ® STFCR/L (70) ®* STGCR/L (70)

1907 Ui
TCMT-M3M

Triangular Positive Flank I
Inserts, for Machining Stainless Iiﬁ
and Low Carbon Steel L]
Dimensions Tough <— Hard I\F}Izzmmsng;c:
81 2|5 3 f
Designation L IC S RE D1 § 'S 5 (mm) (mm/rev)
TCMT 110204-M3M 11.00 6.35 2.38 0.40 2.80 ° ° o 0.40-2.50 0.07-0.23
TCMT 110208-M3M 11.00 6.35 2.38 0.80 2.80 [ o [ 0.80-2.50 0.10-0.25
TCMT 16T304-M3M 16.50 9.52 397 0.40 4.40 . . . 0.40-3.00 0.07-0.256
TCMT 16T308-M3M 16.50 9.52 3.97 0.80 4.40 [ [ ° 0.80-3.00 0.10-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFCR-HEAD (115) ® S-MTLCR/L-W (114) ® S-STFCR/L (115) ® S-STLCR/L (115) ® STFCR/L (70) ® STGCR/L (70)

Y 7.y v ¥/ _7V]
OV I UiV
TCMT-PF 21_ ?— 35_"
Triangular Inserts with a Positive o
Flank for Semi-Finishing ¥ U
and Finishing on Soft D1
Materials and Exotic Alloys ¥
S
Dimensions Tough <— Hard | Recommended Machining Data
5 5 3 f
L Ic S RE D1 3 3 (mm) (mm/rev)
TCMT 110202-PF 11.00 6.35 2.38 0.20 2.85 ° ° 0.20-3.00 0.05-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFCR-HEAD (115) ® S-STFCR/L (115) ® S-STLCR/L (115) ® STFCR/L (70) ® STGCR/L (70)

Member IMC Group.




VI U

TCMT-SM

Triangular Inserts with a 7°
Positive Flank for Semi-Finishing
and Finish Turning on Soft
Materials and Exotic Alloys

@p)
|_
s
LLJ
)
Z
Z
o
=
@)
D

; . Recommended
Dimensions Tough «<— Hard Machining Data
o o (=2 o [Tel
218/ &8|8|2|z/8|8|5|5| * U

Designation L IC S RE D1 § § 5 3 § 5 <:> 5 § 5 (mm) [ (mm/rev)
TCMT 110204-SM 11.00 6.35 2.38 0.40 2.80 . o [ [ [ . . ® | 0.20-3.00 | 0.05-0.25
TCMT 110208-SM 11.00 6.35 2.38 0.80 2.80 o ° ® | 0.50-2.50 | 0.07-0.25
TCMT 16T304-SM 16.50 9.62 3.97 0.40 4.40 o o ° ° ° ° ® | 0.50-3.00 | 0.06-0.25
TCMT 16T308-SM 16.50 9.52 3.97 0.80 4.40 o o ° ® | 0.50-3.00 | 0.08-0.28
TCMT 16T308-SM* 16.50 9.52 397 0.80 4.40 [ 0.50-3.00 | 0.08-0.28

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFCR-HEAD (115) S-MTLCR/L-W (114) e S-STFCR/L (115) ® S-STLCR/L (115) ® STFCR/L (70)
* STGCR/L (70)

y .y v ¥/ _VV}

VI Ui

RCMT-SR ] v

Round Inserts with a 7° Positive c @ D1 | BN

Flank for Medium Profiling on i P \ V;

a Wide Range of Materials - %4 5

s <
Dimensions Recommended Machining Data
2 % f

Designation IC S D1 GB BN S (mm) (mm/rev)
RCMT 0803MO-SR 8.00 3.18 3.40 15.0 0.15 (] 1.00-4.50 0.30-0.45
RCMT 1606MO0-SR 16.00 6.35 5.50 15.0 0.18 o 2.00-8.00 0.40-0.60

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-RCMT-16-Y (77) ® HSK A63WH-RCMT-Y (76) ¢ SRDCN (72) ® SRGCR/L (71)

oV I VRN

RCMT-14
Round Inserts with a 7°
Positive Flank for Medium

|-

and Finish Profiing on a 7Ao 474 B
Wide Range of Materials E S le
| . Recommended
Dimensions Tough <— Hard Machining Data
38|28 |s|E|lsls|s]| = f
Designation Ic s D1 GB BN | & | 8|8 |3 |&E|E |8 |8 | mm | (mmhrey
RCMT 0803MO0-14 8.00 3.18 3.40 15.0 0.15 o 1.00-4.00 0.30-0.45
RCMT 0803M0-14* 8.00 3.18 3.40 15.0 0.15 ° 1.00-400 | 0.30-0.45
RCMT 10T3MO-14 10.00 3.97 4.40 15.0 0.15 ° ° ° ° 1.50-5.00 0.30-0.50
RCMT 1204M0-14 12.00 476 5.50 15.0 0.15 . . . . . . 1.60-6.00 | 0.30-0.50
RCMT 1606M0-14 16.00 6.35 550 15.0 0.25 . ° ° 2.00-800 | 0.40-0.60
RCMT 2006MO0-14 20.00 6.35 6.50 15.0 0.25 [} . ° 2.50-10.00 | 0.50-0.70
RCMT 2006MOE-14 20.00 6.35 6.50 15.0 0.25 o 2.50-10.00 | 0.50-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: AVC-SRDCN-Y (77) ® C#-RCMT-16-Y (77) ® C#-SRGCR-12-JHP (72) ® C#-SRGCR/L (71) ® HSK AB3WH-RCMT-Y (76)
e SRDOCN (72) ® SRGCR-12-JHP (71) ® SRGCR/L (71)

ISCAR




VI VRN CD
RCMX ' ' =
Round Inserts with a 7° Positive c @ o1 | BN m
Flank and Reinforced Cutting l h \ V;
Edge for Semi-Roughing 7 L B L
and Rough Profiling E S le CD
Dimensions Tough <— Hard | Recommended Machining Data Z
5| E * ' =
Designation IC S D1 GB BN o o (mm) (mm/rev) O
RCMX 100300 10.00 3.18 3.60 15.0 0.01 L] 1.50-5.00 0.30-0.50
RCMX 120400 12.00 476 4.20 15.0 0.15 ° 1.50-6.00 0.30-0.50 U)
RCMX 200600 20.00 6.35 6.50 15.0 0.01 o 2.50-10.00 0.50-0.50 e

For user guide and cutting speed recommendations, see pages 122-134, 236-248

ISCT Uinin

RCMX-NR

Round 7° Inserts with a Positive &

Flank and Strong Cutting

Edge for Rough Turning

Dimensions Recommended Machining Data
% ap f

Designation IC S D1 GB BN [$] (mm) (mm/rev)
RCMX 250700-NR 25.00 7.94 7.20 17.0 0.30 o 4.00-10.00 0.50-1.50
RCMX 3209MO0-NR 32.00 9.52 10.00 17.0 0.30 o 7.00-13.00 0.70-2.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PRDCN (72) ¢ PRGCR (72)

oV I Ui .l.—
IC 95°
QCMT-PF — = ﬁ 1

Four 80° Cornered Insert r I

with a Positive 7° Clearance L D1 =

and Chipformer for V-

Finishing Applications RE : s

Dimensions Recommended Machining Data
x ap f

Designation Ic S RE D1 3 (mm) (mm/rev)
QCMT 09T302-PF 9.65 397 0.20 4.40 . 0.50-2.50 0.05-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PQLCR/L (73) ® PQLCR/L-S (73) ® S/A-SQLCR/L (110)

9V I VUi — ==
@ .1
QCMT-SM S gﬂ

Inserts with a Positive 7°

Clearance and Chipformer D1 -
for Finishing Applications
S
Dimensions Tough «<— Hard | Recommended Machining Data
g8 2| = f
Designation L IC S RE D1 | © | QO (mm) (mm/rev)
QCMT 09T304-SM 10.40 9.65 3.97 0.40 4.40 ° ° ° 0.50-2.50 0.06-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: PQLCR/L (73) ® PQLCR/L-S (73) * S/A-SQLCR/L (110)




(p)  ISOTURN o
~~ SPMR
m Square Inserts with a Positive T
LIJ Chipformer Exerting Low Cutting IC=L
Forces for Semi-Finishing N , 5
CD and Finishing Applications é Ul S
Z -
Z Dimensions Tough <— Hard Recommended Machining Data
as
D
— s S22 % f
O Designation L S RE 5 § § <2> (mm) (mm/rev)
SPMR 090304 9.52 3.18 0.40 o ° 1.50-5.00 0.15-0.30
U) SPMR 090308 9.52 3.18 0.80 o L] 1.50-6.00 0.16-0.35
o SPMR 120304 12,70 3.18 040 o | o 1.50-5.00 0.15-0.35
SPMR 120308 12.70 3.18 0.80 o 1.50-6.00 0.16-0.40
SPMR 120312 12.70 3.18 1.20 o o 1.50-6.00 0.20-0.40
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CSDPN (74) ¢ CSSPR/L (74) ® S-CSKPR (116)
ISOT Uinn g
TPMR -%
Triangular 11° Positive Inserts
with a Positive Chipformer
Exerting Low Cutting Forces
for Internal Finish Turning 3
el
Dimensions Tough «<— Hard Recommended Machining Data
2| 8|8 |35 % f
[=<] (=] =] N (<] (=2
Designation L IC S RE S| ||| 9|9 (mm) (mm/rev)
TPMR 090202 9.60 5.56 2.38 0.20 ° 1.00-3.00 0.10-0.20
TPMR 090204 9.60 5.56 2.38 0.40 o 1.00-3.50 0.15-0.20
TPMR 110304 11.00 6.35 3.18 0.40 o ° 1.00-3.50 0.15-0.25
TPMR 110308 11.00 6.35 3.18 0.80 (] 1.00-3.50 0.15-0.30
TPMR 160304 16.50 9.52 3.18 0.40 o ° ° ° o 1.00-4.00 0.15-0.33
TPMR 160308 16.50 9.52 3.18 0.80 ° ° ° ° 1.00-4.00 0.15-0.35
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CTFPR/L (75) ¢ CTGPR/L (74)  S-CTFPR/L (116)
ISOT VRN T
TPMR-PF l%
Triangular 11° Positive Inserts
with a Positive Chipformer
Exerting Low Cutting Forces
for Internal Finish Turning 3
el
Dimensions Tough <— Hard Recommended Machining Data
EoE e % f
Designation L Ic S RE 8|8 |& |3 (mm) (mm/rev)
TPMR 110304-PF 11.00 6.35 3.18 0.40 o o [ 0.40-3.00 0.08-0.25
TPMR 110308-PF 11.00 6.35 3.18 0.80 o ° 0.50-3.50 0.07-0.28
TPMR 160304-PF 16.50 9.52 3.18 0.40 [ [ o . 0.50-3.50 0.06-0.25
TPMR 160308-PF 16.50 9.52 3.18 0.80 o ° 0.80-3.00 0.08-0.28

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CTFPR/L (75) ¢ CTGPR/L (74) ® S-CTFPR/L (116)

ISCAR




y r .y v ¥/ VvV
VI Ui
TPGT-SP s G E
Super Positive Triangular Inserts Z
with 11° Clearance for Fine L ]
Boring and Finish Turning 4+ D1
N
11 L
T
Dimensions Tough «<— Hard | Recommended Machining Data
8 5 % J
Designation L Ic S RE D1 3 3 (mm) (mm/rev)
TPGT 110202-SP 11.00 6.35 2.38 0.20 3.00 [ [ 0.40-1.00 0.05-0.15

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFPR-HEAD (116)

1907 Ui

TPMR-FTF

Triangular 11° Positive Inserts
with a Positive Chipformer
Exerting, Low Cutting Forces
for Finish Turning Applications

Dimensions Recommended Machining Data

§ ap f
Designation L IC S RE ] (mm) (mm/rev)
TPMR 110304-FTF 11.00 6.35 3.18 0.40 [ 0.50-3.00 0.07-0.25
TPMR 160304-FTF 16.50 9.52 3.18 0.40 [ 0.50-3.00 0.07-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CTFPR/L (75) ® CTGPR/L (74) » S-CTFPR/L (116)

oV I v 60°

TPMT

Triangular 11° Positive Inserts
with a Positive Chipformer
Exerting Low Cutting Forces
for Internal Finish Turning

oG
B S

- S -
. . Recommended
Dimensions Tough «<— Hard Machining Data
s|ls|z2|8|8|8|8|<|slx|s| = f
1 123 re) 1 19 o o N 2 1= S
Designation L IC S RE D1 S|l |Q|o|lo|o|o|lo|o|C| S| mmn]| mmrva
TPMT 110202 11.00 6.35 2.38 0.20 3.00 o ° ® | 0.20-2.00 0.056-0.25
TPMT 110204 11.00 6.35 2.38 0.40 3.00 o ° ° ° ° ® [ 1.00-3.00 0.12-0.30
TPMT 110208 11.00 6.35 2.38 0.80 3.00 o ° ° o 1.00-4.00 0.15-0.30
TPMT 160304 16.50 9.52 3.18 0.40 4.30 o ° o ° ° ° 1.00-4.00 0.12-0.30
TPMT 160308 16.50 9.52 3.18 0.80 4.30 o o [ ° ° ° ° ° ® (500-1200( 0.15-0.35

e For cutting speed recommendations, see pages ..

™ For turning

@) For turning

For tools, see pages: A/E/S-STFPR/L (117) ® A/S-STLPR/L (118) e E-STFPR-HEAD (116)

ISOT VRN
TPMT-PF sl =y
Triangular 11° Positive
Inserts for Semi-Finishing
and Finishing Applications
Dimensions Recommended Machining Data
3 ap f
Designation L Ic S RE D1 3 (mm) (mm/rev)
TPMT 110204-PF 11.00 6.35 2.38 0.40 3.00 o 0.50-3.00 0.10-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
() Actual di=6.28, to be used in 6.35mm pocket size
For tools, see pages: A/E/S-STFPR/L (117) ® A/S-STLPR/L (118) ¢ E-STFPR-HEAD (116)

Member IMC Group
o=
L 4 11 ]
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PV I VRN

TPGB P e
Triangular Inserts with an ]
11° Positive Flank for Short v g
Chipping Materials BL__ 3
pping [y
T
S -
Dimensions Recommended Machining Data
< =0 !
Designation L IC S RE D1 &) (mm) (mm/rev)
TPGB 110204 11.00 6.35 2.38 0.40 3.00 ° 1.00-3.00 0.05-0.25
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-STFPR/L (117) ® A/S-STLPR/L (118) e E-STFPR-HEAD (116)
Y 7.y N7y
VI VRN
TPGB-XL P
Triangular Inserts with an
11° Positive Flank for Short
Chipping Materials
Dimensions Recommended Machining Data
< = f
Designation L IC S RE D1 (&) (mm) (mm/rev)
TPGB 110204-XL 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.056-0.25
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-STFPR/L (117) ® A/S-STLPR/L (118) e E-STFPR-HEAD (116)
Y 7.y v /¥ 7V
o9V i Uiy
TPGH-R/L P
Triangular Inserts with an 7]
11° Positive and Ground 1
Chipformer for Finish Turning D1 7g
Wﬁl
RE » LY
> S -
Dimensions Tough «<— Hard | Recommended Machining Data
§ 8 ap f
Designation L IC S RE D1 [&] o (mm) (mm/rev)
TPGH 110204-L 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.05-0.25
TPGH 110208-L 11.00 6.35 2.38 0.80 3.00 [ 1.00-3.00 0.05-0.25
TPGH 160304-L 16.50 9.52 3.18 0.40 4.30 o 1.00-4.00 0.05-0.30
TPGH 160304-R 16.50 9.52 3.18 0.40 4.30 1.00-4.00 0.05-0.30
TPGH 160308-L 16.50 9.52 3.18 0.80 4.30 o 1.00-4.00 0.05-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-STFPR/L (117) ¢ A/S-STLPR/L (118)
.y v ¥/ vy
VI URnN
TPGH-XL [
Triangular Inserts with an
11° Positive and Ground
Chipformer for Finish Turning
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE D1 [$] (mm) (mm/rev)
TPGH 110204-XL 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.05-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-STFPR/L (117) ® A/S-STLPR/L (118)  E-STFPR-HEAD (116)

ISCAR




Y /.y N7y
oV I Ui
91°
TPGX P
Triangular Inserts with an 11° 7]
Positive Flank and Ground
Chipformer for Finish Turning D1 g
Wﬁ
1y
-l Sl
] . Recommended
Dimensions Tough <— Hard Machining Data
=
2lg|8|8 o f
Designation L IC S RE D1 © | O | 9O | Q9 (mm) (mm/rev)
TPGX 090202-L 9.52 5.56 2.38 0.20 3.00 o ° [ o 1.00-2.00 0.10-0.20
TPGX 090204-L 9.52 5.56 2.38 0.40 3.00 o ° ° o 1.00-2.50 0.15-0.20
TPGX 110302-L 11.00 6.35 3.18 0.20 3.50 ° . ) . 1.00-2.50 0.10-0.20
TPGX 110304-L 11.00 6.35 3.18 0.40 3.50 ° ° . ° 1.00-3.00 0.15-0.20
TPGX 110308-L 11.00 6.35 3.18 0.80 3.50 [ 1.00-3.50 0.15-0.25
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E-STFPR-X (117) ® MG STFPR-X (117)
NS SmEy IFRAN
ooV
93°
WBGT st— -
Trigon Inserts with a 5° Positive ,j
Flank Ground Chipformer 204
for Finish Turning
Dimensions Tough <— Hard Recommended Machining Data
o (==} ~ ~
R S (=) (=) ap f
=] (=23 [<<) (=23
Designation L IC S RE SlrEIrE s (mm) (mm/rev)
WBGT 060102L 2.18 3.97 1.59 0.20 . . o . 0.10-1.00 0.05-0.10
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E/S-SWUBR/L (118) ® MG-SWUBR/L (119) » PICIN-SWUBR/L (386)
7.y v ¥/ 7V
PV Ui
93°
WBMT =
Trigon Inserts with a 5° Positive
Flank Ground Chipformer
for Finish Turning
’ . Recommended
Dimensions Tough «<— Hard Machining Data
s 3|8|s|8|8|8|8| ® :
Designation L IC S RE O |0 [O|o |9 |Q| O |Q (mm) (mm/rev)
WBMT 060101R/L 2.18 397 1.59 0.10 (] 0.40-2.00 0.10-0.15
WBMT 060102L 2.18 3.97 1.59 0.20 o o ° ° ° ° o 0.40-2.00 0.10-0.15
WBMT 060102R 2.18 3.97 1.59 0.20 [} ° ° o 0.40-2.00 0.10-0.15
e WBMT 06...R right-hand inserts used on left-hand tools and WBMT 06...L left-hand inserts used on right-hand tools
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E/S-SWUBR/L (118) ® MG-SWUBR/L (119) * PICIN-SWUBR/L (386)
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y r .y v J¥y/_ 7V}
ol ISTTURN
~ wcaT =
(1 Trigon Inserts with a 7°
Lu Positive Flank and Chipformer
CD for Finish Turning 4
Z > S ‘¢
Z Dimensions Tough <— Hard Recommended Machining Data
— 55| o~ f
O Designation L IC S RE o o (mm) (mm/rev)

WCGT 020102L 218 3.97 1.59 0.20 o . 0.40-2.00 0.05-0.10

U) WCGT 020104L 218 3.97 1.59 0.40 [ [ 0.40-2.00 0.10-0.15

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E-SWUCR (119) ¢ MG-SWUCR (119)

ISOT Ui

WPEX

80° and 84° Precision

Trigon Inserts with Positive 45

8° and 12° Clearance for =

Finishing Applications

sk
; . Recommended
Dimensions Tough <— Hard Machining Data
=) g ap f

Designation L S RE Ic D1 EPSR AN 3 3 (mm) (mm/rev)
WPEX 040200R/L08 4.00 2.50 0.00 6.60 3.20 84.0 8.0 o 0.20-2.00 0.05-0.20
WPEX 040200R12 4.00 2.50 0.00 6.60 3.20 84.0 12.0 o 0.20-2.00 0.05-0.20
WPEX 040202R/L08 4.00 2.50 0.20 6.60 3.20 84.0 8.0 o 0.20-2.00 0.05-0.20
WPEX 050300R/L08 5.00 3.18 0.00 7.94 3.70 80.0 8.0 ° o 0.20-2.50 0.05-0.20
WPEX 050300R12 5.00 3.18 0.00 7.94 3.70 80.0 12.0 ° . 0.20-2.50 0.05-0.20
WPEX 050302R/L08 5.00 3.18 0.20 7.94 3.70 80.0 8.0 o ° 0.20-2.50 0.05-0.20
WPEX 050302R12 5.00 3.18 0.20 7.94 3.70 80.0 12.0 o 0.20-2.50 0.05-0.20
WPEX 050304R/L08 5.00 3.18 0.40 7.94 3.70 80.0 8.0 o . 0.20-2.50 0.05-0.20
WPEX 050304R12 5.00 3.18 0.40 7.94 3.70 80.0 12.0 ° 0.20-2.50 0.05-0.20
WPEX 060400R/L08 6.00 4.00 0.00 9.52 3.70 80.0 8.0 ° o 0.20-3.00 0.05-0.20
WPEX 060400R/L12 6.00 4.00 0.00 9.52 3.70 80.0 12.0 . ° 0.20-3.00 0.05-0.20
WPEX 060402R/L08 6.00 4.00 0.20 9.52 3.70 80.0 8.0 ° ° 0.20-3.00 0.05-0.20
WPEX 060402R/L12 6.00 4.00 0.20 9.52 3.70 80.0 12.0 [} o 0.20-3.00 0.05-0.20
WPEX 060404R/L08 6.00 4.00 0.40 9.52 3.70 80.0 8.0 . ° 0.20-3.00 0.05-0.20
WPEX 060404R12 6.00 4.00 0.40 9.52 3.70 80.0 12.0 ° o 0.20-3.00 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SWAPR-PAD (73) « SWAPR/L (73) ® SWDPR/L (74)

CHAMTURN
802'\ IC
CC95MT-SM v
Single-Sided 80° Rhombic Inserts T L '
for Finishing (CHAMELEON L - D1 T 62
Multifunction Pocket System) L L I
RE «»‘ S ‘¢

Dimensions Tough «<— Hard Gzzﬁm{:;ng:g

g|B(E| = f
Designation L IC S RE D1 o | O | O (mm) (mm/rev)
CCO95MT 100504-SM 9.50 9.52 5.00 0.40 4.50 ° ° ° 0.50-3.00 0.07-0.24

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: S-SUXCR/L-CM (110) ¢ SUXCR/L-CM (54)

ISCAR




CHAMTURN

SC45MT-SM
Single-Sided Square Inserts
for Finishing Applications

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: S-SUXCR/L-CM (110) ® SUXCR/L-CM (54)

D1 LI_I
(CHAMELEON Multifunction T

Pocket System) 1 ‘ CD
= Hslk Z
Dimensions Tough < Hard Recommended Machining Data Z
<|8ls . oC

|| = &
Designation L S RE D1 218 | e (mm) (mm/rev) D)
SC45MT 100508-SM 9.53 5.00 0.80 4.50 o ° ° 0.50-3.00 0.10-0.30 I_

Inserts for Machining Aluminum

ISOT UiRn
.!g 95°
ALUPTURN =
POSITIVE DOUBLE SiDED
WNGG-F3N
Double-Sided Sharp-Edged
Positive and Polished Rake Inserts REA#
for Finishing on Aluminum and =i
Other Non-Ferrous Materials
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE o (mm) (mm/rev)
WNGG 060402-F3N-P 6.52 9.52 4.76 0.20 o 0.20-3.00 0.10-0.30
WNGG 060404-F3N-P 6.52 9.52 4.76 0.40 . 0.40-3.00 0.12-0.35
WNGG 060408-F3N-P 6.52 9.52 4.76 0.80 o 0.80-3.00 0.15-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PWLNR/L-X/G (104)  A/S-MWLNR/L-W (103) « DWLNR/L (10) ® MWLNR/L-W (18) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12)
* PWLNR/L-X-JHP-MC (13)

.
oV I Vi

POSITIVE‘ DOUBLE SIDED

CNGG-F3N
Double-Sided Sharp-Edged
Positive and Polished Rake Inserts

for Finishing on Aluminum and s
Other Non-Ferrous Materials
Dimensions Recommended Machining Data
o ap f

Designation L IC S RE <2> (mm) (mm/rev)
CNGG 090402-F3N-P 9.70 9.52 476 0.20 (] 0.30-3.00 0.10-0.30
CNGG 090404-F3N-P 9.70 9.562 476 0.40 o 0.40-3.00 0.10-0.30
CNGG 090408-F3N-P 9.70 9.52 4.76 0.80 [ 0.80-3.00 0.10-0.30

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L-X/G (102) ® C#-PCLNR/L-X-JHP (24) « DCLNR/L (25) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ¢ PCLNR/L-X-JHP-MC (23)
e AVC-PCLNR/L (96)

HELiTvRN [ AA

CNGX-M3N
Double-Sided Positive
Rake Inserts with High
Helical and Sharp Edge
for Medium Machining on
Non-Ferrous Materials

Dimensions Recommended Machining Data
S ap f
Designation L IC S RE &) (mm) (mm/rev)
CNGX 090604-M3N-P 9.70 9.52 4.40 0.40 o 0.40-3.00 0.10-0.30
CNGX 090608-M3N-P 9.70 9.52 4.40 0.80 [ 0.80-3.00 0.10-0.30

e PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L-X/G (102) ® C#-PCLNR/L-X-JHP (24) ¢ DCLNR/L (25) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

Member IMC Group.




VI U . /4\‘55"

DNGG-M3N
Double-Sided Sharp-Edged |

Positive and Polished Rake Inserts ol sle

for Finishing on Aluminum and

Other Non-Ferrous Materials

Dimensions Recommended Machining Data
S ap f

Designation L IC S RE o (mm) (mm/rev)
DNGG 110402-M3N-P 11.63 9.62 476 0.20 o 0.30-3.00 0.10-0.30
DNGG 110404-M3N-P 11.63 9.52 476 0.40 [} 0.30-3.00 0.10-0.30
DNGG 110408-M3N-P 11.63 9.52 4.76 0.80 () 0.30-3.00 0.10-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L (97) e C#-PDJNR/L-JHP (29) * DDJNR/L (30) ® PDJNR/L (28) ® PDJINR/L-JHP (29)

PV I VN

POSITI VE‘ DOUBLE SIDED

TNGG-M3N

Double-Sided Sharp-Edged
Positive and Polished Rake Inserts
for Finishing on Aluminum and

S
Other Non-Ferrous Materials
Dimensions Recommended Machining Data
S ap f

Designation L IC S RE S (mm) (mm/rev)
TNGG 160402-M3N-P 16.50 9.52 476 0.20 o 0.30-3.00 0.10-0.30
TNGG 160404-M3N-P 16.50 9.52 476 0.40 [} 0.30-3.00 0.10-0.30
TNGG 160408-M3N-P 16.50 9.52 4.76 0.80 () 0.30-3.00 0.10-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-PTFNR/L-X/G (108) ® DTGNR/L (44) ® MTENN-W (38) ® MTUNR/L-W (38) ¢ PTFNR/L (37) ® PTGNR/L (35) ® PTGNR/L-X (36)
o PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) ® S-PTFNR/L (109)

NS SmEy IFRAN

ALYIPTURN \ b5
VNGG-M3N g ?

Double-Sided Sharp-Edged -

Positive and Polished Rake Inserts

for Finishing on Aluminum and

Other Non-Ferrous Materials

Dimensions Recommended Machining Data
o ap f
Designation L IC S RE § (mm) (mm/rev)
VNGG 160402-M3N-P 16.60 9.52 476 0.20 o 0.20-3.00 0.10-0.25
VNGG 160404-M3N-P 16.60 9.52 4.76 0.40 o 0.40-3.00 0.12-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: AVC-DVUNR/L (97) ® MVJNR/L (33) « MVVNN (35)

y 7.
PV I VRN I

POSIT} VE‘ DOUBLE SIDED

i
VNGU-R3N (e}
Double-Sided Sharp-Edged '
Positive Rake Inserts for Rough RE,|
Machining on Aluminum and
Other Non-Ferrous Materials

b 5
T
Thored

WV

w

o)
==

7 A

l—— L - S =

Dimensions Recommended Machining Data
o ap f
Designation L IC S RE § (mm) (mm/rev)
VNGU 220612-R3N 22.00 12.70 6.77 1.20 o 1.00-4.50 0.10-0.30
VNGU 220616-R3N 22.00 12.70 6.51 1.60 o 1.50-4.50 0.10-0.35
VNGU 220630-R3N 22.00 12.70 6.35 3.00 o 1.50-4.50 0.15-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A-SVLFNR-AL-JHP (108) ¢ A-SVQONR/L-AL-JHP (108) ® SVHNR/L-AL-JHP (34) ¢ SVWNN-AL-JHP (34)

ISCAR




Y 7.y v ¥/ _7VY]
oV i U RE CD
SCGT-AS ) 5 =
Square Inserts with a 7° Positive @\ m
Iy D1
Flank, Very Positive Rake LLI
Angle and Sharp Cutting Edge N
for Machining Aluminum 903\« IC=L — S = CD
Z
Dimensions Recommended Machining Data Z
o
— ap f
Designation Ic S RE D1 S (mm) (mm/rev) D)
952 397 0.80 4.40 B 050-3.00 0.10-0.30 |—
SCGT 120404-AS 1270 476 0.40 550 o 1.00-4.00 0.10-0.30 O
1270 476 0.80 550 o 1.00-4.00 0.10-0.30 N
e For user guide and cutting speed recommendations, see pages 122-134, 236-248 el
For tools, see pages: SSBCR/L (70) ® SSSCR/L (70)
IS0T Ui
TCGT-AS
Triangular Inserts with a 7° 7°§
Positive Flank, Very Positive ﬂ ¥ 95°
Rake Angle and Sharp Cutting D1 =
Edge for Machining Aluminum S
Dimensions Recommended Machining Data
a ap f
Designation L IC S RE D1 o (mm) (mm/rev)
TCGT 110204-AS 11.00 6.35 2.38 0.40 2.80 ° 0.20-3.00 0.05-0.30
TCGT 16T304-AS 16.50 9.52 3.97 0.40 4.40 [ 0.50-3.00 0.05-0.30
TCGT 16T308-AS 16.50 9.52 3.97 0.80 4.40 [ 0.50-3.00 0.10-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFCR-HEAD (115) ® S-MTLCR/L-W (114) e S-STFCR/L (115) ® S-STLCR/L (115) ¢ STFCR/L (70) * STGCR/L (70)

y r.y v ¥/ 7V}
oV I UiV l’! o e
VCGT-AS 5 ' ’

35° Rhombic Inserts with a 7° —_— 7°

Positive Flank, Very Positive \*‘?‘"“b -t o1 I \
Rake Angle and Sharp Cutting

Edge for Machining Aluminum

Dimensions Tough «<— Hard | Recommended Machining Data
g | g 2 !
Designation L IC S RE D1 ] o (mm) (mm/rev)
VCGT 110302-AS 11.10 6.35 3.18 0.20 2.90 o o 0.20-2.50 0.05-0.20
VCGT 110304-AS 11.10 6.35 3.18 0.40 2.90 o 0.50-3.00 0.05-0.25
VCGT 160401-AS 16.60 9.52 4.76 0.10 4.40 L] 0.20-2.50 0.06-0.20
VCGT 160402-AS 16.60 9.52 476 0.20 4.40 (] 0.50-2.50 0.06-0.25
VCGT 160404-AS 16.60 9.52 4.76 0.40 4.40 o 0.50-3.00 0.05-0.25
VCGT 160408-AS 16.60 9.52 4.76 0.80 4.40 o 0.50-3.00 0.10-0.25
VCGT 160412-AS 16.60 9.52 4.76 1.20 4.40 o 0.50-3.00 0.10-0.25
VCGT 220530-AS 22.10 12.70 5.56 3.00 5.50 [ 1.50-4.50 0.156-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLBCR/L (114) e A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ® AVC-SVLCR/L-VH (98) ® AVC-SVUCR/L (95)
e C#-SVJCR/L (66) ® C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® DTF50 SVXCR-16X2 (452) ® DTF50 SVXCR-22 (452) ® HSK AB3WH-SVJCR/L (67)

* NQCH-SVACR/L-S-JHP (67) ® NQCH-Y-SVJCR-S-JHP (65) ® PVACR/L-JHP (68) ® PVACR/L-S (64) ®* S/A-SVJCR/L (114) » SVACR/L (67)

* SVJCR-PAD (67)  SVJCR/L (453)  SVJCR/L-16-JHP (454) e SVPCR/L (69) ® SVVCN (454) ® SVXCR/L (454) * Y-SVJCR (65) ® Y-SVJCR-JHP (65)
e AVC-SVLCR/L (96) ® PVACR/L-JHP-MC (68)

Member IMC Group.
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VCGT-AF

Inserts with a Very Positive
Rake Angle and Sharp Cutting
Edge for Semi-Finishing and
Finishing on Aluminum

S
, i
|$) ( 4 - D1

e _MBE Lgle

=

Dimensions Recommended Machining Data
o ap f

Designation L IC S RE D1 § (mm) (mm/rev)
VCGT 220508-AF 22.10 12.70 5.56 0.80 5.50 [ 1.00-4.50 0.10-0.25
VCGT 220512-AF 22.10 12.70 5.56 1.20 5.50 o 1.00-4.50 0.10-0.30
VCGT 220516-AF 22.10 12.70 5.56 1.60 5.50 o 1.50-4.50 0.10-0.35

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ® DTF50 SVXCR-22 (452)

iSCTURN —

CCGT-AS T _ A = ﬁﬁ

80° Rhombic Inserts with a 7° T T/j:

Positive Flank, Very Positive Ic @ D]

Rake Angle and Sharp Cutting L o

Edge for Machining Aluminum RE . J S L

Dimensions Recommended Machining Data
o ap f

Designation L IC S RE D1 S (mm) (mm/rev)
CCGT 060201-AS 6.40 6.35 2.38 0.10 2.80 o 0.50-2.00 0.10-0.20
CCGT 060202-AS 6.40 6.35 2.38 0.20 2.80 o 0.50-2.00 0.10-0.20
CCGT 060204-AS 6.40 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.25
CCGT 09T301-AS 9.70 9.52 3.97 0.10 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T302-AS 9.70 9.52 3.97 0.20 4.40 ° 0.50-2.50 0.10-0.25
CCGT 09T304-AS 9.70 9.52 3.97 0.40 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T308-AS 9.70 9.52 3.97 0.80 4.40 o 0.80-3.00 0.10-0.30
CCGT 120402-AS 12.90 12.70 4.76 0.20 5.50 [ 0.50-2.50 0.10-0.25
CCGT 120404-AS 12.90 12.70 4.76 0.40 5.50 [ 0.50-2.50 0.10-0.25
CCGT 120408-AS 12.90 12.70 476 0.80 5.50 [ 1.00-3.50 0.10-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) ¢ E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ¢ PCLCR/L-S (55) ¢ PCLCR/L-S-JHP (56)
e SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ®* AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

IS0T Ui

CCGT-AF

80° Rhombic Inserts with a 7°
Positive Flank, Very Positive
Rake Angle and Sharp Cutting
Edge for Machining Aluminum

Dimensions Recommended Machining Data
S ap f
Designation L IC S RE D1 [$] (mm) (mm/rev)
CCGT 09T308-AF 9.70 9.52 3.97 0.80 4.40 o 0.80-3.00 0.16-0.25
CCGT 120408-AF 12.90 12.70 4.76 0.80 5.50 [ 1.00-3.50 0.15-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SCLCR/L (111) » C#-SCLCR/L-JHP (54) » E-SCLCR/L-HEAD (110) ® PCLCR/L-S (65) » PCLCR/L-S-JHP (56)  SCLCR-PAD (55)

e SCLCR/L (54) » AVC-SCLCR/L (95)  PCLCR/L-JHP-MC (56)

ISCAR
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DCGT-AS AN A ) =
55° Rhombic Inserts with a 7° (I o m
L I ([ 5| WFIII
Positive Flank, Very Positive @ D1 &h! | LLI
Rake Angle and Sharp Cutting T 8]
Edge for Machining Aluminum *‘ a L C£
' . Recommended
Dimensions Tough <— Hard Machining Data %
Sl |85 ) f |:_)
Designation L IC S RE D1 5 S <f-> 3 (mm) (mm/rev) O
DCGT 070201-AS 7.75 6.35 2.38 0.10 2.80 ° 0.50-2.00 0.03-0.20
DCGT 070202-AS 7.75 6.35 2.38 0.20 2.80 [ o 0.50-2.00 0.05-0.20 U)
DCGT 070204-AS 7.75 6.35 2.38 0.40 2.80 ° 0.50-2.50 0.05-0.25 e
DCGT 11T301-AS 11.60 9.52 3.97 0.10 4.40 o 0.50-2.50 0.05-0.25
DCGT 11T302-AS 11.60 9.52 3.97 0.20 4.40 o o o 0.50-2.50 0.05-0.26
DCGT 11T304-AS 11.60 9.52 3.97 0.40 4.40 o o o 0.50-2.50 0.05-0.25
DCGT 11T308-AS 11.60 9.52 3.97 0.80 4.40 ° ° 0.80-3.00 0.08-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) e AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) ® C#-SDJCR-JHP (59)  C#-SDJCR/L (59)

* C#-SDNCN (64) » E-SDUCR/L-HEAD (113) ® NQCH-SDACR/L-S-JHP (60) * NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) ® PDACR/L-S (57)
* SDACRY/L (60) ® SDHCR/L (59) ® SDJCR-PAD (59) ® SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)

OV i Ui

DCGT-AF

Inserts with a Very Positive

Rake Angle and Sharp Cutting b1

Edge for Semi-Finishing and

Finishing on Aluminum S

Dimensions Recommended Machining Data
S ap f

Designation L IC S RE D1 5] (mm) (mm/rev)
DCGT 11T304-AF 11.60 9.52 3.97 0.40 4.40 [ 0.50-2.50 0.05-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) e AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) ® C#-SDJCR-JHP (59) e C#-SDJCR/L (59)

e C#-SDNCN (64) ® NQCH-SDACR/L-S-JHP (60) ® NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) ® PDACR/L-S (57) ® SDACR/L (60) ®* SDHCR/L (59)
e SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)

-~
oV I VRN

14
RCGT-AS 7
Round Inserts with a 7° Positive
Flank, Very Positive Rake
Angle and Sharp Cutting Edge
for Machining Aluminum le—IC —

S |l=

Dimensions Recommended Machining Data

ap f
(mm) (mm/rev)
1.00-4.00 0.20-0.40
1.00-5.00 0.20-0.40
1.00-5.00 0.20-0.40

Designation IC S D1

RCGT 0803MO0-AS 8.00 3.18 3.40
RCGT 1003M0-AS 10.00 3.18 4.00
RCGT 10T3MO0-AS 10.00 3.97 4.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: SRDCN (72) ¢ SRGCR/L (71)

e o o (|C20

Member IMC Group.
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TNMS-12

Triangular Single-Sided Inserts for
Soft and Nonferrous Materials

Designation

60°

TNMS 160404-12
TNMS 160408-12
TNMS 220404-12
TNMS 220408-12

S
Dimensions Recommended Machining Data
S ap f

L IC S RE [S) (mm) (mm/rev)
16.50 9.52 4.76 0.40 o 0.50-3.00 0.07-0.32
16.50 9.52 4.76 0.80 o 0.50-3.00 0.10-0.35
22.00 12.70 4.76 0.40 [ 1.00-4.00 0.07-0.32
22.00 12.70 4.76 0.80 o 1.00-4.00 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108)  PTFNR/L (37) ® PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) * S-PTFNR/L (109)

iSCTURN - —
DNMS-12 A N

55° Rhombic Single-Sided Inserts
for Soft and Nonferrous Materials

=

I gl-
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE o (mm) (mm/rev)
DNMS 150408-12 15.50 12.70 476 0.80 o 1.00-4.00 0.07-0.35
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) » C#-PDINR/L-JHP (29) » PDINR/L (28) ® PDINR/L-JHP (29)
.y v ¥/ _7V]
VI Ui
CNMS-12
80° Rhombic Single-Sided Inserts
for Soft and Nonferrous Materials -
S
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE o (mm) (mm/rev)
CNMS 120408-12 12.90 12.70 476 0.80 o 1.00-4.00 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) e A/S-PCLNR/L-X/G (102) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24) » C#-PCLNR/L-X-JHP (24)
e PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)

ISCT Uinin S
> B
VNMS-12 > o
35° Rhombic Single-Sided Inserts ! 7 ,
for Soft and Nonferrous Materials % "f \ Q ] -
REMe L S =
Dimensions Recommended Machining Data
S ap f
Designation L IC S RE &) (mm) (mm/rev)
VNMS 160404-12 16.60 9.52 476 0.40 o 1.00-3.00 0.07-0.30
VNMS 160408-12 16.60 9.52 476 0.80 [ 1.00-3.50 0.07-0.33

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: MVJNR/L (33) ¢ MVVNN (35)

ISCAR
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SNMX 150708R-.. - 0 : @
r 3 N

Pipe Skiving Inserts with a
Positive Rake Used to Remove

the Burr of Welded Tubes

@p)
|_
o
LL
@))
Z
Z
oC
=
@)
D

Dimensions Tough «<— Hard
o
=2 =
Designation PRFRAD APMX 8 3
SNMX 150708R-11 11.00 1.20 °
SNMX 150708R-13 13.00 1.00 o
SNMX 150708R-15 15.00 0.86 .
SNMX 150708R-18 18.00 0.71 °
SNMX 150708R-20 20.00 0.64 .
SNMX 150708R-22 22.00 0.58 .
SNMX 150708R-25 25.00 0.50 °
SNMX 150708R-27 27.00 0.47 °
SNMX 150708R-30 30.00 0.42 .
SNMX 150708R-35 35.00 0.36 °
SNMX 150708R-40 40.00 0.31 °
SNMX 150708R-45 45.00 0.28 .
SNMX 150708R-50 50.00 0.25 ° .
SNMX 150708R-60 60.00 0.21 .
SNMX 150708R-65 65.00 0.19 °
SNMX 150708R-70 70.00 0.18 .
SNMX 150708R-75 75.00 017 °
SNMX 150708R-90 90.00 0.14 °
For tools, see pages: PSANR/L (51)
These inserts remove the burr immediately after the welding process
(material temperature is usually 300-400°C). Cutting speed varies from
40 to 150 m/min, depending on the diameter of the tube.
Recommended:
D (pipe]
R= %+ (1-2 mm)
7.y v J¥y/_vV)
oV I UrinN = 15.87 e
10 6.35
SNMX 150608R-.. - R T @
Pipe Skiving Inserts Used to :
Remove the Burr of Welded Tubes| S
5.16 \
Dimensions
€
Designation PRFRAD APMX 3
SNMX 150608R-15 15.00 0.86 .
SNMX 150608R-90 90.00 0.14 .

For tools, see pages: PSANR/L (51)

These inserts remove the burr immediately after the welding process
(material temperature is usually 300-400° C). Cutting speed varies
from 40 to 150 m/min, depending on the diameter of the tube.

Recommended:

R= M +(1-2 mm)

Member IMC Group.
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WNGA-Ceramic
Double-Sided Flat Rake Ceramic
Inserts for Machining Cast Iron

! S -

Dimensions Tough <— Hard Recommended Machining Data
ol s ap f
Designation L IC S RE 3| 3|8 (mm) (mm/rev)
WNGA 080408T 8.70 12.70 4.76 0.80 o 2.00-4.00 0.20-0.60
WNGA 080412T 8.70 12.70 4.76 1.20 o o o 2.00-5.00 0.03-0.95

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103) » A/S-PWLNR/L (104) ¢ C#-MULNR/L-MW (16) ® C#-PWLNR/L-08-JHP (9) * DWLNR/L (10)
o HSK A63WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) » HSK AG3WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® MWLNR/L-W (18)
o PWLNR/L (8) » PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) » S-DWLNR/L (99) ® S-MULNR-MW (105)

o DWLNR/L-JHP-MC (10)

ISOT Uiy

CNGN-Ceramic

80° Rhombic Double-Sided
Ceramic Inserts with a T-Land for
Machining Cast Iron, Hardened
Steel and Nickel Based Alloys

) . Recommended
Dimensions Tough <— Hard Machining Data
0 [Te) o ™ N I ap f
Designation L IC S RE % & @ 3 B 2 2 2 (mm) (mm/rev)
CNGN 120404T 12.90 12.70 476 0.40 o ° 1.00-3.00 0.10-0.43
CNGN 120408E 12.90 12.70 476 0.80 o 1.00-3.00 0.10-0.50
CNGN 120408T 12.90 12.70 4.76 0.80 o ° ° ° o 1.00-3.00 0.10-0.50
CNGN 120412E 12.90 12.70 476 1.20 o 1.00-5.00 0.10-0.50
CNGN 120412T 12.90 12.70 476 1.20 o ° 1.00-4.00 0.10-0.50
CNGN 120416T 12.90 12.70 4.76 1.60 ° 1.00-5.00 0.10-0.50
CNGN 120708E 12.90 12.70 7.94 0.80 o 1.00-4.00 0.10-0.50
CNGN 120708T 12.90 12.70 7.94 0.80 ° [} ° ° 1.00-4.00 0.10-0.50
CNGN 120712E 12.90 12.70 7.94 1.20 o 1.00-5.00 0.10-0.50
CNGN 120712T 12.90 12.70 7.94 1.20 o () ° 1.00-4.00 0.10-0.50
CNGN 120716T 12.90 12.70 7.94 1.60 o ° ° 1.00-5.00 0.10-0.50
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CCLNR/L (88)
IS0T Ui oo
CNMG-Ceramic
80° Rhombic Double-Sided
Inserts with a T-Land
for Machining Cast Iron
and Hardened Steel
S
Dimensions Tough <— Hard Recommended Machining Data
1) N ap f
Designation L IC S RE % % (mm) (mm/rev)
CNMG 120404T 12.90 12.70 4.76 0.40 o 1.00-3.00 0.05-0.20
CNMG 120408T 12.90 12.70 476 0.80 [ ° 1.00-3.00 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) » C#-MULNR/L-MW (16) » C#-PCLNR/L-12-JHP (21) » C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)
o DCBNR/L (26) » DCLNR/L (25) » HSK AG3WH-MULNR-J12MWX2 (17) o HSK A63WH-MULNR/L-MW (16) » HSK AB3WH-MUMNN-MW (17) » MULNR/L-12MW (15)
o PCBNR/L (22) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) » PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) » PCLNR/L-X-JHP-MC (23) » S-DCLNR/L (99)

* S-MULNR-MW (105) e A/S-PCLNR/L-X/G (102) ® DCLNR/L-JHP-MC (25)

ISCAR




VI VRN CD
CNGA-Ceramic |—
80° Rhombic Double-Sided m
Inserts with a T-Land 7 | | |
for Machining Cast Iron
and Hardened Steel CD
’ . Recommended
Dimensions Tough Hard Machining Data Z
Designation L IC S RE S| a| B3| 8|8 % 2 2 (mm) (mm/rev) O
CNGA 120404T 12.90 12.70 4.76 0.40 ° ° ° 1.00-3.00 0.05-0.20
CNGA 120408T 12.90 12.70 476 g0 | o | o | o | o | o | o| e e 100400 | 00502 @)
CNGA 120412T 12.90 12.70 476 1.20 o ° ° ° ° 1.00-4.00 0.05-0.20
CNGA 120416T 12.90 12.70 4.76 1.60 ° ° ° 1.00-5.00 0.05-0.20

For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) » DCBNR/L (26) ® DCLNR/L (25) ® DCLNR/L-JHP-MC (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)
* HSK A63WH-MUMNN-MW (17) « MULNR/L-12MW (15)  PCBNR/L (22) * PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23)

e PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105)

.y v ¥/ _ 7V}
VI URin 80° N
CNGX-Ceramic y A
80° Rhombic Double-Sided ﬂ] .
Dimpled Ceramic Inserts with a IC
T-Land for Machining Cast Iron %
RE l— L——J 4,‘ S L*
Dimensions Tough <— Hard Recommended Machining Data
= ap f
Designation L IC S RE B3| 3|3 (mm) (mm/rev)
CNGX 120712T 12.90 12.70 7.94 1.20 ° . . 1.00-3.00 0.07-0.43
CNGX 120716T 12.90 12.70 7.94 1.60 o ° o 1.00-3.00 0.07-0.43

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: TCBNR/L-CH (88) ® TCKNR/L-CH (88) ® TCLNR/L-CH (88)

ISCT Ui
o0 FEARIN
SNGN-Ceramic r KN ™
Square Double-Sided Ceramic T e I
Inserts with a Flat Rake for 1C=L
Machining Cast Iron, Hardened l
Steel and Super Alloys
RE s
Dimensions Tough <— Hard Recommended Machining Data
o ) N < ap f
Designation IC S RE % |88 |8|2|2]|2 (mm) (mm/rev)
SNGN 120404T 12.70 476 0.40 ° 0.10-3.50 0.10-0.50
SNGN 120408T 12.70 476 0.80 o o o o o 0.10-3.50 0.10-0.50
SNGN 120412T 12.70 4.76 1.20 . . . . ° . ) 0.10-5.00 0.10-0.50
SNGN 120416T 12.70 476 1.60 o [ o [ o 0.10-5.00 0.10-0.50
SNGN 120708T 12.70 7.94 0.80 o . o 0.10-5.00 0.10-0.50
SNGN 120712T 12.70 7.94 1.20 o [} ° 0.10-5.00 0.10-0.50
SNGN 120716T 12.70 7.94 1.60 o ° 0.10-5.00 0.10-0.50
SNGN 150712T 15.88 6.35 1.20 [ 0.10-5.00 0.10-0.50
e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CSDNN-CE/CEA (89)




CD IOV I Ui

~—~  SNGA-Ceramic

m Square Double-Sided 1

L] Ceramic Inserts with a Flat 75"

Rake for Machining Cast

CD I[ron and Hardened Steel

Z °

Z Dimensions Tough <— Hard Recommended Machining Data

= = 8|88 @ f

O Designation IC S RE 0 | = = = (mm) (mm/rev)
SNGA 120404T 12.70 4.76 0.40 ° 0.10-3.00 0.05-0.30

U) SNGA 120408T 12.70 476 0.80 o [ 0.10-3.50 0.05-0.30

o SNGA 120412T 12.70 4.76 1.20 o | o 0.10-4.00 0.05-0.30
SNGA 120416T 12.70 4.76 1.60 [ 0.10-4.50 0.05-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-MULNR/L-MW (16) « DSBNR/L (40) ® DSDNN (39) ¢ DSKNR/L (39) ® DSSNR/L (39) ® HSK A63WH-MULNR-J12MWX2 (17)

* HSK AB3WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17)  MULNR/L-12MW (15) ® PSBNR/L (43) ® PSDNN (41) ® PSDNN-JHP (41) ® PSKNR/L (41)
e PSSNR/L (42) ® PSSNR/L-JHP (42)

Y 7.y v ¥/ _7VY]
oV I UiV .
g
SNGX-Ceramic I
Square Double-Sided Dimpled T
Ceramic Inserts with a Flat IC=L @
Rake for Machining Cast Iron L
e/ sl
Dimensions Tough «<— Hard Recommended Machining Data
o ap f
Designation IC S RE |88 (mm) (mm/rev)
SNGX 120712T 12.70 7.94 1.20 . . . 0.10-5.00 0.10-0.50
SNGX 120716T 12.70 7.94 1.60 ° ° o 0.10-5.00 0.10-0.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: TSDNN-CH (89)

ISTT Uiniing
DNGA-Ceramic

55° Rhombic Double-Sided
Ceramic Inserts for Machining
Cast Iron and Hardened Steel

[ = g g

ﬁﬁﬂmﬁﬁﬁ

Dimensions Tough «<— Hard Recommended Machining Data
) N I ap f
Designation L IC S RE |1 2|2 |2 (mm) (mm/rev)
DNGA 150404T 16.50 12.70 476 0.40 o ° 0.10-3.00 0.07-0.50
DNGA 150408T 15.50 12.70 476 0.80 L] [ [ [ 0.10-3.50 0.07-0.50
DNGA 150412T 16.50 12.70 4.76 1.20 . 0.10-4.00 0.07-0.50
DNGA 150604T 15.50 12.70 6.35 0.40 ) ° 0.10-3.50 0.07-0.50
DNGA 150608T 15.50 12.70 6.35 0.80 . . 0.10-4.00 0.07-0.50
DNGA 150612T 15.50 12.70 6.35 1.20 o [ 0.10-5.00 0.07-0.50

For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31)  C#-PDJNR/L-JHP (29) « DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
e HSK A63WH-DDNNN (31) ® PDJINR/L (28) ® PDJNR/L-JHP (29) ¢ S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

ISCAR
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ISCT Ui 55 [T Giax| ||l|-
DNGX-Ceramic HE \iﬁ
55° Rhombic Double-Sided -

Dimpled Ceramic Inserts
for Machining Cast Iron

@p)
|_
o
LL
)
Z
Z
oC
=
@)
D

Dimensions Tough <— Hard Recommended Machining Data
o | 8| % f
Designation L IC S RE Q| @ | D (mm) (mm/rev)
DNGX 150712T 16.50 12.70 7.94 1.20 o ° o 0.10-4.00 0.10-0.50
DNGX 150716T 15.50 12.70 7.94 1.60 [ 0.10-5.00 0.10-0.50
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
ISOT URN
_ o o
VNGA-Ceramic — 335 = é Sl g
35° Rhombic Double-Sided \
Ceramic Inserts with a h F
T-Land for Machining Cast
Iron and Hardened Steel -Is
Dimensions Tough <— Hard Recommended Machining Data
N < ap f
Designation L IC S RE 2 2 (mm) (mm/rev)
VNGA 160404T 16.60 9.52 4.76 0.40 o o 0.70-2.50 0.06-0.30
VNGA 160408T 16.60 9.52 4.76 0.80 ° 0.80-3.00 0.08-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: MVJNR/L (33) ® MVVNN (35)

190 T Ui
TNGN-Ceramic

Triangular Double-Sided
Ceramic Inserts for Machining
Cast Iron, Hardened Steel

and Nickel Based Alloys

Dimensions Tough <— Hard Recommended Machining Data
o clel2|/s|8|8 % f
Designation L IC S RE = | a| e = = = (mm) (mm/rev)
TNGN 160408T 16.50 9.52 476 0.80 ° . ° 1.00-3.50 0.10-0.35
TNGN 160412T 16.50 9.52 4.76 1.20 o ° ° 0.10-4.00 0.10-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

IS0OT Ui
TNGA-Ceramic

Triangular Double-Sided Ceramic
Inserts for Machining Super
Alloys and Hardened Steel

[ 5]
{:

J =

s

a

Bt

fla] =
#!Jl
-z

S
Dimensions Tough «<— Hard Recommended Machining Data
g |§ % f

Designation L IC S RE == || = (mm) (mm/rev)
TNGA 160404T 16.50 9.52 4.76 0.40 o o ° 0.10-3.00 0.07-0.50
TNGA 160408T 16.50 9.52 4.76 0.80 o ° o 0.10-3.50 0.07-0.50
TNGA 160412T 16.50 9.52 476 1.20 o 0.10-4.00 0.07-0.50
TNGA 220408T 22.00 12.70 4.76 0.80 . (] . 0.10-5.00 0.07-0.50
TNGA 220416T 22.00 12.70 476 1.60 [ 0.10-5.00 0.07-0.50

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A-PTFNR/L-X/G (108) ® C#-DTGNR/L (44) » DTGNR/L (44) « MTENN-W (38) ® MTJNR/L-W (38) * PTFNR/L (37)

e PTGNR/L (35) ® PTGNR/L-X (36) ® PTGNR/L-X-JHP (36) ® PTGNR/L-X-JHP-MC (37) ® S-MTLNR/L-W (109) ¢ S-PTFNR/L (109)

| I
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CD ISV 1 Ui
I— TPGN-Ceramic o
m Triangular Ceramic Inserts
I | | with an 11° Positive Flank for 95°
CD Machining Hardened Steel =
Z LS
Z Dimensions Tough <— Hard Recommended Machining Data
m e N S ap f
N N <
D) Designation L IC S RE 2| 2| = (mm) (mm/rev)
I_ TPGN 090204T 9.60 5.56 2.38 0.40 [ 0.10-1.50 0.07-0.30
O TPGN 110304T 11,00 6.35 318 0.40 o | o | o 0.10-150 007030
CD TPGN 110308T 11.00 6.35 3.18 0.80 o o ° 0.10-3.00 0.07-0.40
e TPGN 160304T 16.50 9.52 3.18 0.40 [ . [ 0.10-4.00 0.07-0.50
TPGN 160308T 16.50 9.52 3.18 0.80 [ o [ 0.10-4.00 0.07-0.50
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: CTFPR/L (75) « CTGPR/L (74) ® S-CTFPR/L (116)
7.y vy VY]
oV I Ui / CH
RPGN-Ceramic T 11°\/ ’
Round Ceramic Inserts for /
Machining Nickel Based I @ }'
Alloys and Hardened Steel l 4
S
Dimensions Tough «<— Hard Recommended Machining Data
g | g e '
Designation IC S % @ | B (mm) (mm/rev)
RPGN 090300E 9.62 3147 ° 0.10-2.00 0.07-0.20
RPGN 120400E 12.70 476 ° ° 0.10-3.00 0.07-0.20
RPGN 120400E-CH (1) 12.70 4.76 o [ 0.10-3.00 0.07-0.20
RPGN 120400T 12.70 476 o () ° 0.10-3.00 0.07-0.20
RPGN 120400T-CH () 12.70 476 o | o 0.10-3.00 0.07-0.20
® For user guide and cutting speed recommendations, see pages 122-134, 236-248
) Insert with a dimple
.y N/ VY
oV § Ui CH
RNGN-Ceramic
Round Double-Sided Ceramic
Inserts for Machining Cast c @
Iron, Nickel Based Alloys l
and Hardened Steel Lsle
Dimensions Tough <— Hard Recommended Machining Data
o ap f
~ [Tol %o} @ N N
Designation IC S = |8 |&|2|2|=2 (mm) (mm/rev)
RNGN 090300T 9.52 3.18 o [ 0.10-2.00 0.07-0.20
RNGN 090400T 9.52 476 ° 0.10-2.00 0.07-0.20
RNGN 120400T 12.70 4.76 . . . 0.10-3.50 0.07-0.50
RNGN 120700 S6 (1 12.70 7.94 o 0.10-2.00 -
RNGN 120700E 12.70 7.94 . . ° 0.10-2.00 0.07-0.20
RNGN 120700E-CH (2 12.70 7.94 ° ° 0.10-2.00 0.07-0.20
RNGN 120700T 12.70 7.94 . . ° . . ° 0.10-4.50 0.07-0.50
RNGN 120700T-CH @ 12.70 7.94 . ° 0.10-4.50 0.07-0.50
RNGN 120700TE 12.70 7.94 o o 0.10-4.50 0.07-0.50
RNGN 120700702020 12.70 7.94 o 0.10-2.00 0.07-0.20
RNGN 150700T 15.88 7.94 o 0.10-3.00 0.07-0.20
RNGN 190700T 19.05 7.94 o 0.10-3.00 0.07-0.20
RNGN 190700TE 19.05 7.94 . ° 0.10-3.00 0.07-0.20

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

) For milling nickel based superalloys; reference recommendations for milling Inconel 718: 0.12 mm/t 900-1000 m/min
@ nsert with a dimple

For tools, see pages: CRDNN (90) ¢ CRGNR/L (90)

ISCAR
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oV I Ui I..
RCGX-Ceramic /\7°§ BN '.E
Round Ceramic Inserts for 12\0:/ ¢§ GB

~ s+

Machining Nickel Based
Alloys and Hardened Steel

Dimensions Tough «<— Hard Recommended Machining Data
=888 % U
Designation IC S GB BN 2|2 |e|= (mm) (mm/rev)
RCGX 090700E 9.52 7.94 25.0 0.20 [ [ . 0.10-3.00 0.07-0.50
RCGX 090700T 9.52 7.94 25.0 0.20 o ° ° o 0.10-3.00 0.07-0.50
RCGX 090700TE 9.52 7.94 2560 0.20 [ 0.10-3.00 0.07-0.50
RCGX 120700E 12.70 7.94 25.0 0.20 o o ° 0.10-4.00 0.07-0.50
RCGX 120700T 12.70 7.94 256.0 0.20 (] (] 0.10-4.00 0.07-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

Nononmmn pen s
VI VRN

RPGX-Ceramic T iV
Round Ceramic Inserts for , 26:\
Machining Nickel Based e

Alloys and Hardened Steel

|«—S —

Dimensions Tough <— Hard Recommended Machining Data

I e ap f
Designation IC S = | 8| & (mm) (mm/rev)
RPGX 090700E 9.52 7.94 ° . 0.50-3.00 0.10-0.45
RPGX 090700T 9.52 7.94 o ° ° 0.50-3.00 0.10-0.45
RPGX 120700E 12.70 7.94 ° . 0.50-4.50 0.10-0.45
RPGX 120700T 12.70 7.94 ° . ° 0.50-4.50 0.10-0.45

e Tools can be supplied on request. e For user guide and cutting speed recommendations, see pages 122-134, 236-248

y 7.
oV iI VRN

10°
CNMA (PCD) 5°¥
80° Rhombic Inserts with a Single N
PCD Top Corner Tip and Positive
Rake for Finishing Applications
< IC -~ »lsle
Dimensions Recommended Machining Data
ap f
Designation L IC S RE LE 5 (mm) (mm/rev)
CNMA 120404D 12.90 12.70 4.76 0.40 3.9 o 0.10-3.00 0.05-0.26
CNMA 120408D 12.90 12.70 4.76 0.80 3.6 o 0.10-3.00 0.05-0.26

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)

e DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) « MULNR/L-12MW (15) ¢ PCLNR/L (20)
e PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ¢ S-DCLNR/L (99) ® S-MULNR-MW (105) ® A/S-PCLNR/L-X/G (102)

e DCLNR/L-JHP-MC (25)

Member IMC Group.
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VI U

CCMT (PCD)

Inserts with a Single PCD
Top Corner Tip, 7° Clearance
and Positive Rake Angle

for Finishing Aluminum

@p)
|_
s
LLJ
@))
Z
Z
o
=
@)
P

. . Recommended
PIETEETS Machining Data
- ap f
Designation L IC S RE LE D1 = (mm) (mm/rev)
CCMT 060202D 6.30 6.35 2.38 0.20 3.1 2.80 [ 0.08-3.00 0.05-0.30
CCMT 060204D 6.30 6.35 2.38 0.40 3.0 2.80 o 0.10-3.00 0.05-0.30
CCMT 09T304D 9.70 9.52 3.97 0.40 3.9 4.40 o 0.10-3.00 0.05-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) ¢ C#-SCLCR/L-JHP (54) ¢ E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
® SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

»oviI

RE 55° 7° L (G|
DCMT (PCD) ‘7%‘\ L e

55° Rhombic Inserts with a “ ‘ B
PCD Single Top Corner Tip, 7° CO ) = n‘ﬁ
Clearance and Positive Rake =~

Angle for Finishing Applications

|

H]

IC ~lgle
) . Recommended
Pllizaizlors Machining Data
ap f
0

Designation L IC S RE LE D1 a (mm) (mm/rev)
DCMT 11T302D 11.60 9.52 3.97 0.20 8%, 4.40 o 0.10-3.00 0.05-0.30
DCMT 11T304D 11.60 9.52 3.97 0.40 3.6 4.40 o 0.10-3.00 0.05-0.30
DCMT 11T308D 11.60 9.52 3.97 0.80 3.3 4.40 [ 0.10-3.00 0.05-0.29

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) e AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) ® C#-SDJCR-JHP (59)  C#-SDJCR/L (59)

e C#-SDNCN (64) ® NQCH-SDACR/L-S-JHP (60) ®* NQCH-Y-SDJCR-S-JHP (58) ® PDACR/L-JHP (62) * PDACR/L-S (57) ® SDACR/L (60) * SDHCR/L (59)
* SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ¢ Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)

NS S mEy IFRAN
VI Ui s g
RE L ?"2‘“‘ .!% y
VCMT (CBN) o W
35° Rhombic Single © 35° -S|~ Wll o
Brazed Tip Corner Inserts \ [ X ;?%ﬂ MAX
for Finishing Cast Iron d 1c D1 i Crrze W s | [ oo
} 7 x|l | o5° E
“Thorse| [
Dimensions Recommended Machining Data
p ap f
Designation IC S RE L LE D1 m (mm) (mm/rev)
VCMT 160404T 9.52 476 0.40 16.60 4.40 4.40 ° 0.10-3.00 0.05-0.30
VCMT 160408T 9.52 4.76 0.80 16.60 4.00 4.40 ° 0.10-3.00 0.05-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-SVLBCR/L (114) ® A/S-SVLFCR/L; A-SVUCR/L (113) » A/S-SVQCR/L (113) ® AVC-SVLCR/L-VH (98) ® C#-SVJCR/L (66)
e C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) ® HSK AB3WH-SVJCR/L (67) ® SVJCR/L (453) ® SVJCR/L-16-JHP (454) ® SVVCN (454) e SVXCR/L (454) ¢ AVC-SVLCR/L (96)

ISCAR




VI v

VCGT-DW (PCD)
Inserts with 7° Clearance
and a Single PCD Top
Corner Tip Chipformer for
Machining Aluminum

Designation

VCGT 160404-DW
VCGT 160408-DW
VCGT 160412-DW
VCGT 220516-DW
VCGT 220520-DW
VCGT 220530-DW

] e

| LE F ) 1075
35° > S |- S §

‘ ‘ 95°| m\x %Q
IC D1 i [ad o6 || 11z

! 71 - -

g

Dimensions Recommended Machining Data

ap f

L IC S RE LE D1 5 (mm) (mm/rev)
16.60 9.52 476 0.40 6.60 4.40 o 0.10-3.00 0.05-0.30
16.60 9.52 4.76 0.80 6.40 4.40 o 0.10-3.00 0.05-0.30
16.60 9.52 476 120 6.30 4.40 o 0.10-3.00 0.05-0.30
22.10 12.70 5.56 1.60 6.30 5.50 o 0.10-3.00 0.05-0.30
2210 12.70 5.56 2.00 6.20 5.50 . 0.10-3.00 0.05-0.30
22.10 12.70 5.56 3.00 6.00 5.50 o 0.10-3.00 0.05-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLBCR/L (114) ¢ A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) ® AVC-SVLCR/L-VH (98)  C#-SVJCR/L (66)
® C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) e DTF50 SVXCR-16X2 (452)  DTF50 SVXCR-22 (452) ® HSK A63WH-SVJCR/L (67) ® SVJCR/L (453)

* SVJCR/L-16-JHP (454) ® SVVCN (454) ¢ SVXCR/L (454) » AVC-SVLCR/L (96)

oV I v

VCGT (PCD)

35° Rhombic Single Brazed
Tip Corner Inserts for
Finishing Aluminum (PCD)

Dimensions Recommended Machining Data
ap f
Designation Ic ) RE L D1 8 (mm) (mm/rev)
VCGT 160404D 9.52 476 0.40 16.60 4.40 o 0.10-3.00 0.05-0.30
VCGT 160408D 9.52 4.76 0.80 16.60 4.40 [ 0.10-3.00 0.05-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-SVLBCR/L (114) e A/S-SVLFCR/L; A-SVUCR/L (113) ® A/S-SVQCR/L (113) » AVC-SVLCR/L-VH (98) » C#-SVJCR/L (66)
o C#-SVJCR/L-JHP (66) ® C#-SVVCN (69) » HSK AG3WH-SVJCR/L (67) » SVJCRI/L (453) » SVJCR/L-16-JHP (454)  SVWON (454) » SVXCR/L (454) » AVC-SVLCR/L (96)

L. /]
VI VRN

TCMT (PCD)

Inserts with a Single PCD
Top Corner Tip, 7° Clearance
and Positive Rake Angle

for Finishing Aluminum

70

Dimensions

Designation L IC S RE LE

D1

D5

Recommended
Machining Data

ap f
(mm) (mm/rev)

TCMT 110204D 11.00 6.35 2.38 0.40 38

2.80

0.10-3.00 0.05-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: E-STFCR-HEAD (115) ® S-STFCR/L (115) ® S-STLCR/L (115) ® STFCR/L (70) ® STGCR/L (70)

Member IMC Group.
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7.y v J¥y/_vV)
pl 1OUIUnN 7
-~ TPGX (PCD) B\ =
m Triangular Inserts with PCD
LIJ Single Top Corner Brazed Tip,
11° Clearance and Positive Rake D1
CD Angle for Finishing Aluminum ,J
Z o
Z Dimensions Recommended Machining Data
|_ ap f
O Designation L IC S RE LE D1 5 (mm) (mm/rev)
TPGX 090202 9.52 5.56 2.38 0.20 3.0 2.50 . 0.10-3.00 0.05-0.30
U) TPGX 090204 9.52 5.56 2.38 0.40 3.0 2.50 o 0.10-3.00 0.05-0.30
e TPGX 110302 11.00 6.35 318 020 34 350 ° 0.10-3.00 0.05-0.30
TPGX 110304 11.00 6.35 3.18 0.40 3.8 3.50 [ 0.10-3.00 0.05-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E-STFPR-X (117) ® MG STFPR-X (117)
ISCT Uinin aoe
Typ. x3 95°
WNGA-M3 (CBN) _ SAA =
Multi-Cornered CBN Inserts for =
Machining Hardened Steel ‘.__,_‘
gl
Dimensions Recommended Machining Data
§ ap f
Designation L IC S RE LE o (mm) (mm/rev)
WNGA 080408-M3 8.70 12.70 4.76 0.80 2.2 [ 0.05-0.50 0.05-0.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103) e A/S-PWLNR/L (104) ® C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9) * DWLNR/L (10)

* HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) ®« MWLNR/L-W (18)
e PWLNR/L (8) ® PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ¢ S-MULNR-MW (105)
o DWLNR/L-JHP-MC (10)

VI Ui 80°
Typ. x 6
WNGA-MC/M6 (CBN) . *
Multi-Cornered CBN Inserts for
Machining Hardened Steel ‘__ﬁl,_‘
— -
Llsle
Dimensions Tough «<— Hard | Recommended Machining Data
o
e | 3 @ f
Designation L IC S RE LE o o (mm) (mm/rev)
WNGA 080404T-MC 8.70 12.70 476 0.40 3.1 . 0.05-0.50 0.05-0.20
WNGA 080408-M6 8.70 12.70 4.76 0.80 2.2 ° 0.05-0.50 0.05-0.20
WNGA 080408T-MC 8.70 12.70 476 0.80 3.1 o 0.05-0.50 0.05-0.20
WNGA 080412T-MC 8.70 12.70 4.76 1.20 3.1 [ 0.05-0.50 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-MWLNR/L-W (103) ® A/S-PWLNR/L (104) e C#-MULNR/L-MW (16) e C#-PWLNR/L-08-JHP (9) * DWLNR/L (10)

* HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) ® MULNR/L-12MW (15) « MWLNR/L-W (18)
e PWLNR/L (8)  PWLNR/L-08-JHP (9) ® PWLNR/L-X (11) ® PWLNR/L-X-JHP (12) ® PWLNR/L-X-JHP-MC (13) ® S-DWLNR/L (99) ® S-MULNR-MW (105)
¢ DWLNR/L-JHP-MC (10)

ISCAR




ISCT Ui
CNMA-T/M1/WG (CBN)
80° Rhombic Inserts with a “r
Single CBN Top Corner Tip for ‘
Machining Cast Iron, Hardened
Steel and Super Alloys

-l g e

! . Recommended

Dimensions Tough <— Hard Machining Data

o [7s) S 0 o a f
Designation L IC S RE LE 3 @ 3 E E‘!? (mm) (mm/rev)
CNMA 120404T 12.90 12.70 4.76 0.40 3.2 ° ° o 0.05-0.50 0.05-0.26
CNMA 120408-M1 12.90 12.70 4.76 0.80 8o ° 0.05-0.50 0.05-0.30
CNMA 120408T 12.90 12.70 476 0.80 34 ° o ° 0.05-0.50 0.05-0.30
CNMA 120408T-WG (1) 12.90 12,70 476 0.80 35 ° ° . ° 0.05-0.50 0.05-0.30
CNMA 120412-M1 12.90 12.70 4.76 1.20 85 o 0.05-0.50 0.05-0.30
CNMA 120412T 12.90 12.70 4.76 1.20 40 ° 0.05-0.50 0.05-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

) Wiper insert for high feed finishing, eliminates grinding.

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)

e DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ® MULNR/L-12MW (15) ® PCLNR/L (20)
e PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105) ® A/S-PCLNR/L-X/G (102)

e DCLNR/L-JHP-MC (25)

7.y v J¥y/_vVy)
VI Ui
Wiper Typ. x 2
CNMA-MW4 (CBN) X
80° Rhombic Inserts with 4 ’"‘- .
CBN Wiper Edge Tips for ‘
Machining Hardened Steel = 2%1
Dimensions Recommended Machining Data
&)
ﬁ ap f
Designation L IC S RE LE o (mm) (mm/rev)
CNMA 120408-MW4 12.90 12.70 476 0.80 22 ° 0.05-0.50 0.05-0.40
CNMA 120412-MW4 12.90 12.70 4.76 1.20 2.4 [} 0.05-0.50 0.056-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)

e DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) ¢ PCLNR/L (20)
e PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105) ® A/S-PCLNR/L-X/G (102)

e DCLNR/L-JHP-MC (25)

ISOT URiN
CNGA-4 (CBN) p-xd
4-Cornered CBN Inserts for F e
Machining Hardened Steel \ ‘
—
Dimensions Tough <— Hard I\F;I(;?:?\mirzgen[()j:ti
% <:i:> ap f
K| 8|2
Designation L IC S RE LE o | o | m (mm) (mm/rev)
CNGA 120404T-MC 12.90 12.70 4.76 0.40 3.1 ° 0.05-0.50 0.05-0.20
CNGA 120408-M4 12.90 12.70 476 0.80 2.2 o o 0.05-0.50 0.05-0.20
CNGA 120408T-MC 12.90 12.70 4.76 0.80 el o 0.05-0.50 0.05-0.20
CNGA 120408T-WG-MC () 12.90 12.70 476 0.80 31 ° 0.05-0.50 0.05-0.20
CNGA 120412-M4 12.90 12.70 4.76 1.20 24 o ° 0.05-0.50 0.05-0.20
CNGA 120412T-MC 12.90 12.70 4.76 1.20 3.1 o 0.05-0.50 0.05-0.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

) Wiper corner configuration

For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24) ® C#-PCLNR/L-X-JHP (24)

e DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17) ¢ MULNR/L-12MW (15) ® PCLNR/L (20)
e PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ¢ S-DCLNR/L (99) ® S-MULNR-MW (105) ® A/S-PCLNR/L-X/G (102)

e DCLNR/L-JHP-MC (25)

Member IMC Group
o=
L 4 11 ]




VI U

CNGA-2 (CBN)

80° Rhombic Inserts with 2 CBN
Tips for Machining Hardened
Steel, Sintered Metals and

High Temperature Alloys

Typ. x 2

Designation

CNGA 120404-F2
CNGA 120404-M2

CNGA 120404-R2
CNGA 120408-F2
CNGA 120408-MW2
CNGA 120408-M2
CNGA 120408-R2
CNGA 120408-S2
CNGA 120412-F2
CNGA 120412-M2
CNGA 120412-R2

' . Recommended

Dimensions Tough <— Hard Machining Data

o |lo|lz|88|z|8 ap f

= == T I = =

L IC S RE LE Q| Q| @ | @ | 0| @ (mm) (mm/rev)
12.90 12.70 476 0.40 23 [ o 0.05-0.50 0.05-0.20
12.90 12.70 4.76 0.40 2.3 o ° ° o 0.05-0.30 0.05-0.20
12.90 12.70 476 0.40 22 ° 0.05-0.50 0.05-0.20
12.90 12.70 4.76 0.80 2.2 o ° o 0.05-0.30 0.05-0.18
12.90 12.70 4.76 0.80 2.2 [ o 0.05-0.50 0.05-0.20
12.90 12.70 476 0.80 22 [ . . 0.05-0.30 0.05-0.18
12.90 12.70 4.76 0.80 2.2 o 0.05-0.50 0.05-0.20
12.90 12.70 4.76 0.80 2.2 o 0.05-0.50 0.05-0.20
12.90 12.70 476 1.20 24 [ o 0.05-0.50 0.05-0.20
12.90 12.70 4.76 1.20 24 o o ° ° 0.05-0.30 0.05-0.20
12.90 12.70 476 1.20 24 ° 0.056-0.50 0.056-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) e C#-PCLNR/L-X (24)  C#-PCLNR/L-X-JHP (24)
e DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK AB3WH-MUMNN-MW (17) « MULNR/L-12MW (15) ¢ PCLNR/L (20)
e PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105) ® A/S-PCLNR/L-X/G (102)

e DCLNR/L-JHP-MC (25)

PV I VRN

CNGA-J(CBN)
Multi-Cornered CBN Inserts for
Machining Hardened Steel

Designation

. . Recommended
PIETEETS Machining Data
ap f
L IC S RE LE (mm) (mm/rev)
12.90 12.70 476 0.80 1.50 0.12-0.80 0.10-0.30
12.90 12.70 4.76 0.80 1.50 0.12-0.80 0.10-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L (101) ® A/S-PCLNR/L-X/G (102) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)
o C#-PCLNR/L-X-JHP (24) ¢ DCLNR/L (25) ® DCLNR/L-JHP-MC (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK A63WH-MULNR/L-MW (16)

* HSK A63WH-MUMNN-MW (17) © MULNR/L-12MW (15) ® PCLNR/L (20) ® PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)
e S-DCLNR/L (99) ® S-MULNR-MW (105)

oV I Ui

CNGG-M4HF/M4HM (CBN)
80° Rhombic Inserts with 4
Chipbreaking CBN Tips for
Machining Hardened Steel

Designation

CNGG 120408-M4HF
CNGG 120412-M4HM

80°
X Typ. x 2
SN
AN |
/
' Ic @
' g
~ _RE IS |
Dimensions Recommended Machining Data
<
E’ ap f
L RE LE o (mm) (mm/rev)
12.90 12.70 476 0.80 2.2 [ 0.20-0.75 0.05-0.20
12.90 12.70 4.76 1.20 24 o 0.50-1.00 0.05-0.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PCLNR/L (101) ® C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) @ C#-PCLNR/L-X (24) o C#-PCLNR/L-X-JHP (24)
e DCLNR/L (25) ® HSK AB3WH-MULNR-J12MWX2 (17) ® HSK AB3WH-MULNR/L-MW (16) ® HSK A63WH-MUMNN-MW (17)  MULNR/L-12MW (15) ® PCLNR/L (20)
e PCLNR/L-12-JHP (21) ® PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23) ® S-DCLNR/L (99) ® S-MULNR-MW (105) e A/S-PCLNR/L-X/G (102)

® DCLNR/L-JHP-MC (25)

226
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Y 7.y v ¥/ _7Y)
oV I Ui 80° CD
Typ. x 2
CNGG-J(CBN) s e —
80° Rhombic Inserts with 4
Chipbreaking CBN Tips for o } E'c_l
Machining Hardened Steel I CD
= Z
’ . Recommended
DR 21 Machining Data %
ap f E
Designation L IC S RE LE (mm) (mm/rev) O
CNGG 120408-M4HM-J 12.90 12.70 4.76 0.80 1.50 0.12-0.80 0.10-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-248 CD

For tools, see pages: A/S-PCLNR/L (101) » A/S-PCLNR/L-X/G (102) » C#-MULNR/L-MW (16) ® C#-PCLNR/L-12-JHP (21) ® C#-PCLNR/L-X (24)

o C#-PCLNR/L-X-JHP (24) » DCLNR/L (25) ® DCLNR/L-JHP-MC (25) » HSK AB3WH-MULNR-J12MWX2 (17) » HSK AB3WH-MULNR/L-MW (16)

o HSK AB3WH-MUMNN-MW (17)  MULNR/L-12MW (15)  PCLNR/L (20)  PCLNR/L-12-JHP (21) » PCLNR/L-X (22) ® PCLNR/L-X-JHP (23) ® PCLNR/L-X-JHP-MC (23)
o S-DCLNR/L (99) » S-MULNR-MW (105)

.y /¥y _ 7V}
VI U
CCGW/CCMT (CBN)
80° Rhombic Inserts with
a Single CBN Top Corner “
Tip and 7° Clearance for d
Machining Hardened Steel
. . Recommended
Dimensions Tough Hard Machining Data
2le|l2| * f
Designation L IC S RE LE D1 oo | @ (mm) (mm/rev)
CCGW 03X102T01015-1 3.63 3.57 1.39 0.20 2.0 1.90 o o 0.05-0.50 0.05-0.20
CCGW 03X104T01015-1 363 357 1.39 0.40 23 1.90 . . 0.05-0.50 0.05-0.20
CCGW 04T102T01015-1 4.44 4.37 1.79 0.20 2.0 2.30 o o 0.05-0.50 0.05-0.20
CCGW 04T104T01015-1 4.44 437 1.79 0.40 23 2.30 [ [ 0.05-0.50 0.06-0.20
CCMT 060202T 6.30 6.35 2.38 0.20 2.6 2.80 o 0.05-0.50 0.05-0.20
CCMT 060204T 6.30 6.35 2.38 0.40 2.7 2.80 o 0.05-0.50 0.056-0.20
CCMT 09T304T 9.70 9.52 3.97 0.40 2.9 4.40 o 0.05-0.50 0.05-0.20
CCMT 09T308T 9.70 9.52 3.97 0.80 3.6 4.40 o 0.05-0.50 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) ¢ C#-SCLCR/L-JHP (54) ® E-SCLCR/L-HEAD (110) ®* NQCH-SCACR/L-JHP (55) ® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56)
¢ PICIN-SCLCR/L (386) ® SCACR/L-S (55) ® SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

Member IMC Group.




@p) ISOT UniN

~~  CCGW/CCMW-2 (CBN) . 7t -

m 80° Positive Rhombic Inserts [ ¥

LIJ with 2 CBN Tips for Machining ‘# D1 -

Hardened Steel, Sintered Metals . '

CD and High Temperature Alloys ‘s\

Z - -

% Dimensions Tough «— Hard agzam;:gng;i

D (&) &)

= 212|285 (2| & |

O Designation Ic L S RE LE D1 O/ COYR (R CO B (Y 0 (mm) (mm/rev)
CCGW 060202-F2 6.35 6.30 2.38 0.20 23 2.80 [ [ 0.05-0.50 0.05-0.20

U) CCGW 060204-F2 6.35 6.30 2.38 0.40 2.3 2.80 [} o 0.05-0.50 0.05-0.20

e CCGW 09T304-F2 9.52 9.70 3.97 0.40 23 4.40 ° o 0.05-0.50 0.05-0.20
CCGW 09T308-F2 9.52 9.70 3.97 0.80 2.2 4.40 [} o 0.05-0.50 0.05-0.20
CCGW 060202-M2 6.35 6.30 2.38 0.20 23 2.80 o 0.05-0.50 0.05-0.20
CCGW 060204-M2 6.35 6.30 2.38 0.40 23 2.80 . L] 0.05-0.50 0.05-0.20
CCMW 060202-M2 6.35 6.30 2.38 0.20 23 2.80 o ° 0.05-0.50 0.05-0.20
CCMW 060204-M2 6.35 6.30 2.38 0.40 2.3 2.80 o [ 0.05-0.50 0.05-0.20
CCGW 09T304-M2 9.52 9.70 3.97 0.40 23 4.40 o o 0.05-0.50 0.05-0.30
CCGW 09T308-M2 9.52 9.70 3.97 0.80 2.2 4.40 o ° o 0.05-0.50 0.05-0.30
CCMW 09T304-M2 9.52 9.70 3.97 0.40 2.3 4.40 o ° 0.05-0.50 0.05-0.15
CCMW 09T308-M2 9.52 9.70 3.97 0.80 2.2 4.40 o o 0.05-0.50 0.05-0.30
CCGW 060204-R2 6.35 6.30 2.38 0.40 2.3 2.80 o 0.05-0.50 0.05-0.20
CCGW 09T304-R2 9.52 9.70 3.97 0.40 2.3 4.40 o 0.05-0.50 0.05-0.20
CCGW 09T308-R2 9.52 9.70 3.97 0.80 2.2 4.40 o 0.05-0.50 0.05-0.20

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/E/S-SCLCR/L (111) e C#-SCLCR/L-JHP (54) e E-SCLCR/L-HEAD (110) ® NQCH-SCACR/L-JHP (55)
® PCLCR/L-S (55) ® PCLCR/L-S-JHP (56) ® SCACR/L-S (55) ®* SCLCR-PAD (55) ® SCLCR/L (54) ® AVC-SCLCR/L (95) ® PCLCR/L-JHP-MC (56)

.y ¥/ _ 7V}
’av' um' I'll 57 lll%
DNMA (CBN) R 8
CBN Inserts with a Flat Rake -> %
for Machining Hardened Steel \ -
sl
Dimensions Tough <— Hard | Recommended Machining Data
o = ap f
Designation L IC S RE LE @ a (mm) (mm/rev)
DNMA 150404T 15.50 12.70 4.76 0.40 28 . 0.05-0.50 0.05-0.20
DNMA 150408T 15.50 12.70 476 0.80 32 [ [ 0.05-0.50 0.05-0.20
DNMA 150412T 15.50 12.70 4.76 1.20 30 . 0.05-0.50 0.05-0.20
DNMA 150604T 15.50 12.70 6.35 0.40 28 ° 0.05-0.50 0.05-0.20
DNMA 150608T 15.50 12.70 6.35 0.80 32 . 0.05-0.50 0.05-0.20

® For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98) e C#-DDJNR/L (31) ¢ C#-PDJNR/L-JHP (29) « DDJNR/L (30) ® HSK A63WH-DDJNR/L (31)
e HSK A63WH-DDNNN (31) ® PDJINR/L (28) ® PDJNR/L-JHP (29) ® S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

ISCAR




Y 7.y v ¥/ _7VY])
iSOTURN 55° e | |0
DNGA-4 (CBN) Bt e EEsh ST
55° Rhombic 4-Cornered R - S = - m
CBN Inserts for Machining & N / ! LIJ
Hardened Steel - IC @ ” CD
RE Ny Z
Dimensions Tough «<— Hard I\Fl{lz‘(::?\minr:geng;i %
o o . f D
— gl |2 ° g
Designation L IC S RE LE m | o | o (mm) (mm/rev) O
DNGA 150404T-MC 15.50 12.70 4.76 0.40 2.9 o 0.05-0.50 0.05-0.18
DNGA 150408-M4 15.50 12.70 4.76 0.80 2.1 ° o 0.05-0.50 0.05-0.18 U)
DNGA 150408T-MC 15.50 12.70 4.76 0.80 3.0 o 0.05-0.50 0.05-0.18 o
DNGA 150412-M4 15.50 12.70 4.76 1.20 2.0 ° o 0.05-0.50 0.05-0.18
DNGA 150412T-MC 15.50 12.70 4.76 1.20 3.0 () 0.05-0.50 0.05-0.18
DNGA 150604T-MC 15.50 12.70 6.35 0.40 29 [ 0.05-0.50 0.05-0.18
DNGA 150608T-MC 15.50 12.70 6.35 0.80 3.0 o 0.05-0.50 0.05-0.18
DNGA 150612T-MC 15.50 12.70 6.35 1.20 3.0 o 0.05-0.50 0.05-0.18

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® AVC-DDUNR/L-VH (98)  C#-DDJNR/L (31) ® C#-PDJINR/L-JHP (29) ® DDJNR/L (30) ®* HSK A63WH-DDJNR/L (31)
e HSK A63WH-DDNNN (31) ¢ PDJINR/L (28) ® PDJINR/L-JHP (29) ¢ S-DDUNR/L (106) ® AVC-DDUNR/L (97) ® DDJNR/L-JHP-MC (30)

ISOT Unig 550
60° 5
DNGA-2 (CBN) LA T IV" lﬁl!%
'_l 50
55° Rhombic Inserts with 2 CBN < E K =
) - »
Tips for Machining Hardened \ s T/ !
Steel, Sintered Metals and I3 -
High Temperature Alloys o i
RE gl
: . Recommended
Dimensions Tough <— Hard Machining Data
%) T <:i:> = o <:i:> ap f
2| 8| &1 2| 2
Designation L IC S RE LE ==} o o ==} [} (mm) (mm/rev)
DNGA 150404-F2 15.50 12.70 4.76 0.40 25 ° o 0.10-0.50 0.05-0.30
DNGA 150404-M2 15.50 12.70 476 0.40 25 o o o 0.10-0.50 0.05-0.30
DNGA 150408-F2 16.50 12.70 4.76 0.80 2.1 ° o 0.10-0.50 0.05-0.30
DNGA 150408-M2 15.50 12.70 4.76 0.80 21 o ° o 0.10-0.50 0.05-0.30
DNGA 150408-R2 15.50 12.70 4.76 0.80 2.1 ° 0.05-0.50 0.05-0.20
DNGA 150412-F2 15.50 12.70 4.76 1.20 2.0 ° ° 0.10-0.50 0.05-0.30
DNGA 150412-M2 16.50 12.70 4.76 1.20 2.0 . ° . 0.10-0.50 0.05-0.30
DNGA 150412-R2 15.50 12.70 4.76 1.20 2.0 [ 0.05-0.50 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: C#-DDJNR/L (31) ® C#-PDJNR/L-JHP (29) ¢ HSK A63WH-DDJNR/L (31) ®* HSK A63WH-DDNNN (31) ® PDJNR/L (28)
e PDJINR/L-JHP (29) » S-DDUNRY/L (106) ® DDJINR/L-JHP-MC (30)

IS0T Uinind 55° T P
DNGA-J(CBN) AN, e el

55° Rhombic Multi-Cornered a 1S
CBN Inserts for Machining
Hardened Steel IC ) -

RE
. . Recommended
DImETE 218 Machining Data
ap f
Designation L IC RE LE (mm) (mm/rev)
DNGA 150408-R4-J 15.50 12.70 0.80 1.60 0.12-0.80 0.10-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-248
For tools, see pages: A/S-PDUNR/L (106) ® C#-DDJNR/L (31) ® C#-PDJINR/L-JHP (29) ¢ DDJINR/L-JHP-MC (30) ® HSK AB3WH-DDJNR/L (31)
* HSK A63WH-DDNNN (31) ® PDJNR/L (28) ® PDJNR/L-JHP (29) » S-DDUNR/L (106)
-Hb C Group
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Y 7.y v ¥/ _7VY])
VI Ui 55° IE® 5
eod ini
DNGG-M4HF/M4HM (CBN) WL e x4 N Eiees
55° Rhombic Inserts with 4 a
Chipbreaking CBN Tips for o !
Machining Hardened Steel : Ic ”
RE Sl
Dimensions Recommended Machining Data
% ap f
Designation IC S RE LE o (mm) (mm/rev)
DNGG 150408-M4HF 15.50 12.70 4.76 0.80 2.1 o 0.20-0.75 0.05-0.20
DNGG 150412-M4HM 15.50 12.70 476 1.20 2.0 [ 0.50-1.00 0.05-0.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: C#-DDJINR/L (31) o C#-PDJNR/L-JHP (29) ® HSK A63WH-DDJINR/L (31) ® HSK A63WH-DDNNN (31) ® PDJNR/L (28)
o PDINR/L-JHP (29) » S-DDUNR/L (106) » DDJNR/L-JHP-MC (30)

ISOTURiN
L] [
DCMT (CBN)

55° Rhombic Inserts with
a Single CBN Top Corner
Tip and 7° Clearance for
Machining Hardened Steel

b

Dimensions Recommended Machining Data
o ap f

Designation L IC S RE LE D1 o (mm) (mm/rev)
DCMT 11T304T 11.60 9.52 3.97 0.40 3.4 4.40 o 0.05-0.50 0.05-0.20

11.60 9.52 3.97 0.80 3.1 4.40 o 0.05-0.50 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112)  AVC-SDUCR/L (95) ® AVC-SDUCR/L-VH (98) » C#-SDJCR-JHP (59) ® C#-SDJCR/L (59)

e C#-SDNCN (64) » NQCH-SDACR/L-S-JHP (60) * NQCH-Y-SDJCR-S-JHP (58) » PDACR/L-JHP (62)  PDACR/L-S (57) » SDACR/L (60) * SDHCR/L (59)

o SDJCR/L (58) ® SDNCN (64) ® Y-SDJCR (58) ® Y-SDJCR-JHP (58) ® PDACR/L-JHP-MC (62)

.y ¥/ _ 7V}

VI VRN I"@ — 2

DCGW/DCMW-2 (CBN) Ve .. Y

55° Positive Rhombic Inserts M 02

with 2 CBN Tips for Machining L . ) D*T e

Hardened Steel, Sintered Metals i =

and High Temperature Alloys

gl
. . Recommended
Dimensions Tough <— Hard Machining Data
2128|828 @ f

Designation L IC S RE LE D1 g 2| 2|9 a (mm) (mm/rev)
DCGW 070202-F2 7.70 6.35 2.38 0.20 2.5 2.80 ° () 0.05-0.50 0.056-0.30
DCGW 070204-F2 7.70 6.35 2.38 0.40 25 2.80 o o 0.05-0.50 0.05-0.30
DCGW 11T302-F2 11.60 9.52 3.97 0.20 2.5 4.40 ° o 0.05-0.50 0.05-0.30
DCGW 11T304-F2 11.60 9.52 3.97 0.40 25 4.40 ° o 0.05-0.50 0.05-0.30
DCGW 11T308-F2 11.60 9.52 397 0.80 2.1 4.40 ° o 0.05-0.50 0.05-0.30
DCGW 070202-M2 7.70 6.35 2.38 0.20 2.5 2.80 ° o 0.05-0.50 0.05-0.30
DCGW 070204-M2 7.70 6.35 2.38 0.40 25 2.80 ° ° ° 0.05-0.50 0.05-0.30
DCGW 070208-M2 7.70 6.35 2.38 0.80 25 2.80 ° 0.05-0.50 0.05-0.30
DCGW 11T302-M2 11.60 9.52 3.97 0.20 2.1 4.40 ° o 0.05-0.50 0.05-0.30
DCMW 11T304-M2 11.60 9.52 3.97 0.40 25 4.40 o ° ° 0.05-0.50 0.05-0.12
DCGW 11T308-M2 11.60 9.52 397 0.80 2.1 4.40 o 0.05-0.50 0.05-0.30
DCMW 11T308-M2 11.60 9.52 3.97 0.80 2.1 4.40 o [} o 0.05-0.50 0.05-0.15
DCGW 11T304T01315 11.60 9.52 3.97 0.40 25 4.40 o 0.05-0.50 0.05-0.30
DCGW 11T304-S2 11.60 9.52 3.97 0.40 245) 4.40 [ 0.05-0.50 0.05-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-248

For tools, see pages: A/E/S-SDUCR/L (112) e AVC-SD