Turning Insert (Overview)
Turning Tools (Overview)
Recommended Grades for Turning

Chip breaker Overview and Describtion
Grade Describtion

ISO indexable insert code key
Application instruction of general turning

ISO Turning Inserts
Carbide and Cermet Inserts
PCBN & PCD Inserts
Ceramic Insert

Turning Tool Holder

External Turning Tools

Internal Turning Tools
Recommended cutting parameters

Parting, Grooving Tools

Parting, Grooving Tool (Overview)
Parting, Grooving insert code key
Parting, Grooving Inserts

Parting, Grooving Holder

Parting, Grooving Cutting Condition

Threading Tools

Threading Tools (Overview)
Threading inserts code key
Threading Inserts

ISO threading holder tools code key

Threading Holder
Threading Cutting Conditions

Recommend Cutting datas

General Technical Info. for Turning

A4-A11
A12-A15
A16

A22-A40

A41-A53
A56-A57
A58-A59

A60-A160
A60-A122
A123-A149
A150-A160

A161-A262
A165-A232
A233-A270
A271-A275

A276-A311
A277-A279
A282
A283-A291
A292-A309
A310-A311

A312-A361
A313-A318
A320
A321-A342
A343

A344-A346
A347-A348

A349-A361

A363-370

Schneidplatten zum Drehen (Ubersicht)
Halter zum Drehen (Ubersicht)

Empfohlene Sorten fiir die
Drehbearbeitung

Spanbrecher Ubersicht und Beschreibung
Sortenbeschreibung
ISO Kennzeichnung fiir Schneidplatten

Allgemeine Anwendungsempfehlung
(Drehen)

ISO Wendeschneidplatten zum Drehen
Hartmetall und Cermet WSP

PCBN & PKD Wendeschneidplatten
Keramik Wendeschneidplatten

Drehwerkzeuge

Halter fir AuBenbearbeitung
Halter fur Innenbearbeitung
Empfohlene Schnittdaten (Drehen)

Ab- und Einstech-Werkzeuge

Ab- und Einstechen (Ubersicht)
Kennzeichnung fiir Stechplatten

WSP zum Ab- und Einstechen

Halter zum Ab- und Einstechen

Ab- und Einstechen Schnittdatenempfehlung

Gewindedreh-Werkzeuge

Klemmhalter zum Gewindedrehen (Ubersicht)
Kennzeichnung fiir Gewindeplatten
Gewindedrehplatten

ISO Kennzeichnung fir Gewindehalter

Gewindehalter
Gewindedrehen Schnittdatenempfehlung

Empfohlene Schnittdaten (Gewindebearb.)

Allgemeine Technische Info. zum Drehen

A3



- Drehen
lurning|insertsiOVenviewsWSPlUbersicht

Turning

Carbide and Cermet Inserts - Hartmetall- und Cermet-WSP

Finishing - Schlichten
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General Turning
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WNMG-DF WNMG-SF

DNEG-NF
15 Edge length -
Kantenlange
Page -
ABS Seite
Edge length -
Kantenléange
Page -
Seite
WNEG-NF
Edge length -
08 Kantenléange
Page -
A91 Seite
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TNMX-WG WNMG-WG

Edge length -
Kantenléange
Page -

Seite
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Medium Cutting - Mittlere Bearbeitung

I / '

Edge length -
Kantenléange
Page -

Seite

L@ ©

NMG-PM DNMG-DM DNMG-EM DNMG-NM

@

RNMG

08,10,12,16,1908,10,12,16,20,25,32

12 Edge length -
Kantenlénge

Page -
A Seite

Edge length -
Kantenlénge
Page -

Seite



Double Side Negative Inserts

Single
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Doppelseitige Negative Platten
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Turning : Drehen

ilurninglinsentsiOvenviewAWSPRIlUbersicht

Medium Cutting - Mittlere Bearbeitung

A
/) fo
_ (I
TNMG-PM  TNMG-DM  TNMG-EM  TNMG-TC TNMG
11,16,22 11,16,22 16,22 12 11,16,22,27,33
A83 A83 A84 A84 A86
e ey 9 =
VNMG-PM VNMG-DM VNMG-EM VNMG-NM VNMG
16 16 16 16 16
A89 A89 A89 A89 A89

ALba

WNMG-PM WNMG-DM WNMG-EM WNMG-TC WNMG-NM
06,08 06,08 06,08 08 08
A92 A92 A92 A93 A93

® © & 0 0 0 & 0 0 0 0 O O 0 O O O O O O O O O O O 0O O O O 0O O O 0O 0O O O 0 0 0O 0 0O 0 0 0 0 0 0 0o

Medium to Rough Cutting - Mittlere bis Schruppbearbeitung

- -4 - Y-

CNMA DNMA SNMA SNGN-SNUN TNMA WNMA
12,16,19 11,15 09,12,15,19 09,12,15,19,25  16,22,27 06,08
A66 A71 A80 A81 A87 A93

®© © © © 0 0 & 0 0 0 & O 0 0 0 O 0 O O O O O O O O O O O O O O O O O O 0 O O O 0 0O 0 0 0 0 0 0 0 0 0

Roughing - Schruppen

'\:’:;;" /_"?'/T — “r:;f‘ 'w" : L
S O & 8 B A A
e S e
CNMG-DR  CNMG-ER_/\DNMG-DR  DNMG-ER /\_SNMG-DR  SNMG-ER/\_TNMG-DR _ TNMG-ER

12,16,19 12,16,19 15 15 12,15,19 12,15,19 16,22,27 16,22
A63 A64 AT70 A70 A76 AT76 A84 A85

'3

CNMM-LR CNMM-DR CNMM-ER CNMM-HDR CNMM-HPR CNMM DNMM-LR DNMM-DR DNMM-ER  DNMM-HDR

12,16,19,25 12,16,19,25 25 12,16,19 19,25 12,19 15 15 15 15
A64 A64 A64 ABS AB5 AB5 AT2 AT2 A72 AT2

Edge length -
Kantenlange
Page -

Seite

Edge length -
Kantenlange
Page -

Seite

Edge length -
Kantenlange
Page -

Seite

e o o oo

Edge length -
Kantenlange
Page -
Seite
e o o oo

Edge length -
Kantenlange
Page -

Seite

Edge length -
Kantenléange
Page -

Seite
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General Turning
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General Turning

Turnlng - Drehen
ilurning|lnsertsiOvenviewAWSPliUbersicht

Roughing - Schruppen

Single

(2]
h=
b T
£ 5 A=k L2
g %5 _—
© 0
%gyg SNMM-LR SNMM-DR SNMM-ER SNMM-HDR SNMM-HPR SNMM TNMM-LR TNMM-DR  TNMM-HDR TNMM
%g@ 12,15,19,25 12,15,19,25 25 12,15,19,25 09,12,19,25 09,12 16 16,22,27 16,22,27 16,22,27
i% LIE.I . AT7 AT A78 A78 A78 A79 A85 A85 A86 A86
® © © & 0 0 0 ¢ O 0 0 0 0 0 O O O O O O O O O O O O O O O O O 0O 0 O O O O O 0O 0 0 0 0 0 0 0 0 0
c Roughing - Schruppen
©
0 &
t o
35
% % 175.32-28  175.32-22-227  175.32-24 175.32-25 TNMX YNMX-YNUX
SN 19 19 19,30 19 1,15 18,25
TR A96 A96 A96 A96 A97 A97

® © 06 0 06 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 O 0 0 0 O 0 0 0 0 0 0 0 0 0 0 0 0 0O 0 0 0 0 0 0 0 0 0 o

Fine Finishing - Feinstbearbeitung

{ &7 b <o By <o

DCGT-USF __ TCGT-USF __ VCGT-USF _ DPGT-USF _ VPGT-USF
07,11 11 08,11 07,11 08,11
A98 A102 A112 A118 A105 A122
{CCGT SF DCGT-SF_ TCGT-SF___ VCGT-SF___ VBGT-SF___ CPGT-SF _ DPGT-SF __ TPGT-SF
06,09 07,11 06,09,11 11,16 1 06,09 07,11 09,11
A102 A112 A118 A120 A101 A105 A7
C
L
Q.
)
o TBGH-L TPGH-L
S
s 09,11
23 A111 A7
o <
22 Finishing - Schlichten
2 2 —_— .
== }Q /@), -«
° o £
aa —
CCMT-HF  CCMT-EF CPGT DCMT-HF  DCMT-EF  SCMT-HF  SCMT-EF  TCMT-HF
06,09,12 06,09,12 05 07,11 07,11 09 09 06,09,11,16
A99 A98 A102 A103 A108 A108 A113
TCMT-EF VCGT VCGT-HF  VCGT-NF  VBMT-HF _ VBMT-EF _ VBET-NF
09,11,16 13 11 16 1 11,16 16
A114 A118 A118 A118 A120 A120 A120

Edge length -
Kantelange
Page -

Seite

e o o o oo

Edge length -
Kantelange
Page -
Seite

e o 0 0 00

Edge length -
Kanteléange
Page -

Seite

Edge length -
Kantelédnge
Page -

Seite

Edge length -
Kantelange
Page -

Seite

Edge length -
Kantelédnge
Page -

Seite

Edge length -
Kanteldnge
Page -

Seite



Turning : Drehen
Ttrming Insers Overicw = WP Ubersich

Medium Cutting - Mittlere Bearbeitung

i3 o & &y &) &)
CCMT-HM __ CCMT-EM ccmw CPGW DCMT-HM __ DCMT-EM DCMW DPMW
Edge length -
06,09,12 06,09,12 06,09,12 06 07,11 07, 11 07,11 11 Kantelange
A99 A99 A100 A101 A103 A103 A104 A105 Page:
‘- @
—— B
SCMT-HM SCMT-EM  SCMT SCMW SPMW  TCMT-HM TCMT-EM  TCMT TCMW
09,12 09,12 09,12 06,09,12 09,12 09,11,16  09,11,16 22 11622 godeleaon
A108 A108 A109 A109 A110 A115 A114 A115 A115 e
D a® s e WO (D\
VCMT-EMIEF  VBMT-HM  VBMT-EM VBMW WCMX-53
Edge length -
- 16 16 1 16 04,06,08 Rene o
9 A121 A121 A121 A121 A122 Fage-
= eite
)
[oX
S
) .
< Roughing - Schruppen
?
[0} & > AN
0 O ;’; <=
£ c —
o 9 |
2=
o 2 CCMT-HR  DCMT-HR  SCMT-HR  TCMT-HR  VBMT-HR
= Edge length -
:E = 06,09,12 11 09,12 09,11,16,22 16 Eag,en,égge
age -
2 38 A100 A104 A109 A115 A121 cade
oo

® © &6 0 06 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 O O O 0 0 O 0 0 0 0 O 0 0 0 0 0 O 0 0 0 0 0 0 0 0 0 00

Aluminium machining - Aluminiumbearbeitung

DECEZACN:

CCGX-LC CCGX-LH DCGX-LC DCGX-LH RCGX-LH SCGX-LC SCGX-LH
Edge length -
06,09,12 06,09,12 07,11 07,11 08 09,12 09,12 Kagtenlégge
A100 A100 A104 A104 A106 A109 A109 gggg :
N <&
TCGX-LC TCGX-LH VCGX-LC VCGX-LH
09,11,16 09,11,16 11,16,22 11,16,22 de leogth -
antenlange
A116 A116 A119 A119 Page -

Seite
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General Turning




Turning

- Drehen
ilurning|lnsertsiOvenviewAWSPliUbersicht

PCBN & PCD

Negative Inserts
Negative WSP

Allgemeine Drehbearbeitung

General Turning

Positive Inserts
Positive WSP

2
S &
(%)

£=2
(O]
= 2
T ©
o O
O O
Z Z

CNGA DNGA SNGA VNGA WNGA
12 15 12 16 08 16
A129 A130 A131 A132 A133
{ CNGN DNGN SNGN WNGN RNGN
12 11 1215 06 08 0912 15
A138 A138 A139 A139 A140
€9 «) P -l Wl
h d | S
ccGw DCGW TCGW VBGW VCGW
06,09,12 07,11 11,16 16
A134 A135 A136 A137 A137
3 & u I £
CCMT CCMW DCMT DCMW TCMT
06,09,12 06,09,12 07,11 07,11 11,16
A141 A142 A143 A144 A145
S W, & O, <
-t ., A\,
TCMW VBMT VBMW VCMT VCMwW
11,16 16 16 16
A146 A147 A147 A148 A148

Edge length -
Kantelange
Page -

Seite

Edge length -
Kantelange
Page -

Seite

Edge length -
Kantelange
Page -

Seite

Edge length -
Kanteldnge
Page -

Seite

Edge length -
Kantelange
Page -

Seite

Ceramic Inserts - Keramik Wendeschneidplatten

Ve -
_——

\ CNGA CNGN CNGX DNGA DNGN

12,16 12,16 12 15 15

A152 A153 A154 A154 A155

® ()
- .y v

SNGN TNGA TNGN WNGA RNGN
09,12,15,19,25 16,22 16,22 08 09,12,15,19,25

A157 A158 A159 A160 A160

Edge length -
Kantelédnge
Page -

Seite

Edge length -
Kantelange
Page -

Seite



Turning : Drehen
Ttrming Insers Overicw = WP Ubersich

Parting and grooving - Ab- und Einstechen

|

Qc*ﬁR/L Qc**R/L***R
0.5~4.8 2.0~4.0 Width - Breite
A290 A291 Page - Seite

ZP*D-MG ZP*D-MG-R/L ZP*S-MG ZT*D-MG ZTBD-MG ZT*S-MG ZT*D-EG
2.5,3,4,5,6 253 25,3456 253456 2 5,6 1-2.4 Width - Breite
A283 A284 A283 A285 A284 A285 A285 Page - Seite
@ 7 & 7
ZT*D-EG ZIMF-NM ZR*D-MG ZR*D-EG ZIGQ-NM ZR*D-LH ZILD-LC
2.4-6.5 3,4,5,6 2.5,3,4,5,6 3,4,5,6 3,4,5,6 6,8 8 Width - Breite
A285 A287 A286 A286 A287 A288 A288 Page - Seite
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General Turning
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General Turning

Turning : Drehen

Threading Insert - Gewindeplatten

1ISO metric Partcial-Profile 60°-55° Whitworth
ISO metrisch Teil-Profil 60°-55° Rohrgewinde
7 \e 1 I
(™ @ \Q; ia(. () e}_

External thread Internal thread External thread Internal thread External thread Internal thread
AuRengewinde Innengewinde Auflengewinde Innengewinde AuRengewinde Innengewinde

1~6 1~6 0.5~5 0.5~5 8~16 8~16

A321 A322 A323 A323 A324 A324

/ UN Unified Conventional Thread BSPT Britain Standard NPT American Standard \

Gewindeform UN 60°amerikanisch

—

External Threads

Internal Threads

Taper Pipe Thread
Rohrgewinde fiir Dampf-, Gas-, &
Wasserleitungen

£ &

External Threads

Internal Threads

Amerikanisches
kegeliges Rohrgewinde

)

External Threads Internal Threads

\_AuRengewinde Innengewinde AulRengewinde Innengewinde AuRengewinde Innengewinde /
8~20 8~20 11~28 11~28 8~27 8~27
A325 A325 A326 A326 A327 A327
4 N
NPTF60° Round screw 30° MJ (Metric) UNJ (American)
N y_ . y > e
[€) €) 40/ \“F é"ﬁm (O
v W s th ir = 11 IR
External Threads Internal Threads  External Threads Internal Threads External Threads External Threads
\_AuRengewinde Innengewinde AulRengewinde Innengewinde AuRengewinde AuRengewinde /
8~27 8~27 6~10 6~10 1.5~2.0 8~32
A328 A328 A329 A329 A330 A330
\
Tr (ISO trapezoid thread 30°) ACME STUB-ACME

External Threads Internal Threads

1 3

\

External Threads

\ /
469 €I
‘1] lrI

Internal Threads

\ /
4¢ 9 €I
‘1] lrI

\ |

External Threads Internal Threads

\_AuRengewinde Innengewinde Aulengewinde Innengewinde AuRengewinde Innengewinde /
1.5~3.0 1.5~3.0 8~16 8~16 8~16 8~16
A331 A331 A332 A332 A333 A333
/
API (60°) API (round) API (inclined trapezoid screw)

External Threads Internal Threads

External Threads

Internal Threads  External Threads

¢
N I\)/‘

] [

Internal Threads

\_AuRengewinde Innengewinde AulRengewinde Innengewinde  Auflengewinde Innengewinde ~/
4~5 4~5 8~10 8~10 5) 5)
A334 A334 A335 A335 A336 A336

lllustration shows the right hand type- Die lllustration zeigt die Rechtsausfiihrung.

A10

Pitch- Steigung
Page- Seite

Pitch- Steigung
Page- Seite

Pitch- Steigung
Page- Seite

Pitch- Steigung
Page- Seite

Pitch- Steigung
Page- Seite



-

ISO metric (full profile)
1ISO metrisch (voll Profil)

External Threads Internal Threads

Partcial-Profile 60°-55° Whitworth N
Teil-Profil 60°-55° Rohrgewinde

External Threads Internal Threads External Threads Internal Threads

\_AuRengewinde Innengewinde AuRengewinde Innengewinde AuRengewinde Innengewinde /
0.5~3.0 0.5~3.0 0.5~5.0(5~48) 0.5~5.0(5~48) 0.5~5.0(5~48) 0.5~5.0(5~48)
A337 A337 A338 A338 A339 A339
4 UN Unified Conventional Thread BSPT Britain Standard NPT American Standard \
Gewindeform UN 60°amerikanisch Taper Pipe Thread Amerikanisches
Rohrgewinde fiir Dampf-, Gas-, & kegeliges Rohrgewinde
Wasserleitungen

External Threads Internal Threads

External Threads Internal Threads External Threads Internal Threads

\_AuRengewinde Innengewinde AulRengewinde Innengewinde AuRengewinde Innengewinde /
8~20 8~20 11~28 11~28 8~27 8~27
A340 A340 A341 A341 A342 A342

Turning : Drehen

Threading Insert (thin type) - Gewindeplatten (diinne Type)

Pitch- Steigung
Page- Seite

Pitch- Steigung
Page- Seite
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General Turning
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General Turning

Turning : Drehen
ilurninghToolholderdOvenviewklHaltetzum|Drehen|Ubersicht

External Turning Holder - Halter zur AuBenbearbeitung

n  D-type Clamping (lever) - D Halter (Doppelpratze)

DCLNR/L DDJNR/L DSBNR/L DTGNR/L DVVNN DVJNRIL DWLNR/L
woe, 95° 93° 75° 91° 72°30' 93° 95°
gggg' A173 A174 A175 A176 A177 A178 A179

n  P-type Clamping (lever) - P Halter (Kniehebel)

PCBNR/L PCLNR/L PDJNR/L PDNNR/L PSKNR/L

LS # <
Angle-

Wit 75° 95° 93° 63° 75° 45° 75°
gggg' A180 A181 A182 A183 A184 A185 A186
PSSNRIL PTFNR/L PTTNR/L PTGNRI/L PWLNR/L

Angle- ° o ° o o

Winkel 45 90 60 90 95

Page-

sote A187 A188 A189 A190 A191

= M-type Clamping (clamping finger) - M Halter (Pratze)

MCBNR/L MCLNR/L MDJNR/L MDPNN MSRNR/L MSKNR/L

p >
@ - @

Angle-

Winkel  75° 95° 93° 62°30" 75° 75° 75°
g:gz. A192 A193 A194 A195 A196 A197 A198
MSDNN MTGNR/L MTJNR/L MTJINR/L-Z MVJNR/L

>

’ < ¢ : .
Wiskel 45° 90° 93° 93° 90° 72°30" 93°
ZZ&Z' A199 A200 A201 A202 A203 A204 A205
MWLNR/L MRGNRI/L MRDNN

\

Angle-

Winkel  95°
£a0e" 206 A207 A207

= S-type Clamping (screw) - S Halter (Schraube)

SCACR/L SCLCR/L SDACR/L SDJCR/L SVJBR/L SVABR/L
y
Witkel 90° 95° 90° 93° 62°30" 93° 90°

Page' 208 A209 A210 A211 A212 A213 A214



loolholdeOvenviewdHaltegzumlDrehen

= S-type Clamping (screw) - S Halter (Schraube)

SVVBN I SVVCN SVJCRI/L I SSBCRI/L ' SSDCN SSKCRI/L
93° 75°

Angle-

\

Winkel 72°30" 72°30' 45° 750
Fage: a215 A216 A217 A218 A218 A219
STACRI/L STFCRIL STGCRIL STTCRIL SWACRIL SRDCN
Angle- ° o ° o o

Winkel 90 91 91 60 90

Fage' a220 A220 A221 A222 A223 A224

= C-type Clamping (clamping finger) - C Halter (Pratze)

CKJNRI/L ’ CKNNRI/L

\

Angle- o ®
Winkel 93 63
£age 226 A226

= Tool holder for ceramic inserts - Halter fiir Keramikplatten

CCLNR/L CTJINR/L CTUNRI/L CDJNR/L CSRNR/L CSKNR/L

o

Witk 95° 93° 93° 93° 75° 75°
fage: A227 A227 A228 A228 A229 A229
CRDNN I JDJNR/L JSDNN

Angle- o o o o

Winkel 45 95 93 45

P .

sole A230 A231 A231 A232

Turning : Drehen

Ubersicht

SSSCRIL

45°
A219

SRGCRI/L

0

A225

CSDNN

45°
A230

A13
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General Turning




General Turning
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A14

- Drehen
@venviewlHalte gzumiDre henfUbersicht

Turning
To0IS

Tool holder for Interal Machining - Halter zur Innenbearbeitung

m  P-type Clamping (lever) - P Halter (Kniehebel)
PCLNRIL PDSNR/L PDUNR/L PSKNR/L PTFNRI/L PWLNR/L
oo 95° 62°30' 93° 75° 90° 95°
£a% A238 A240 A241 A243 A244 A245
= S-type Clamping (screw) - S Halter (Schraube)
SCLCRIL SDQCRIL SDUCRIL SDZCRIL SSKCRIL STFCRIL SVQCRIL
é |
Winko 95° 107°30" 93° 85° 75° 90° 107°30
Fage' n246 A248 A249 A250 A251 A252 A253
SVUCRIL SVQBRIL SVUBRIL SCLPRI/L SDQPRIL SDUPRIL STUPRIL
railosz 107°30' 93° 95° 107°30" 93° 93°
Fage: a254 A255 A256 A257 A258 A259 A260
SCFCR SCLCR
Winkel  90° 95°
Fage' A261 A262
m Carbide boring bars - Hartmetallbohrstangen
SCLPRI/L SDQPRIL SDUPRIL STUPRI/L STFCRIL SVQCRIL SVUCRI/L
STFPRIL
-
o %
Fha=los: 107°30° 93° 93° 95° 107°30° 93°
Fage: 264 A265 A266 A267 A268 A269 A270



Turning : Drehen
illrninghloolsiOVenviewilHaltetzumIDrehenlUbersicht

Tool Holder for Parting off & Grooving - Halter zum Ab- und Einstechen

QE*"R/L QEBDR/L QECDR/L QX*DR/L - QE*SR/L ' QE*S**N Qzs*

gz%:' A295 A294 A296 A296 A297 A298 A298
QF**R/L QF**R/L RRILL QF*DRI/L ***-Q*DRI/L C16M-QBDR/L C40X-Q*DR/L = GQC**R/L I
Page: A299-300 A301-304 A305-306 A307 A294 A307 A309

Seite
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Tool Holder for Threading - Halter fiir Gewindebearbeitung
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General Turning
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Turning : Drehen

Generalflurning|insentsi¥Allgemeine\W.SRIUbersicht

Main Chip breaker for general Turning -
Hauptspanbrecher fur allgemeine Drehbearbeitung

ap- d.o.c.(mm)

11.0
10.0
9.0
8.0
7.0
6.0
5.0
4.0
3.0

Negative Inserts - Negative Wendeschneidplatten

ap- d.o.c.(mm)

11.0

20| |

10|

0.1 0.2 0.3 0.4 0.5 0.6 0.7 0.8 0.9 1.0 1.1 1.2
f (mml/r)

ap- d.o.c.

8.0
7.0
6.0
5.0
4.0
3.0
2.0
1.0
0

10.0 |
9.0 |
8.0 |
7.0 |
6.0 |
5.0}
4.0 |
3.0
20}
1.0 |

ER double side \:

doppel seitig

0.1 0.2 0.3 0.4 0.5 0.6 0.7 0.8 0.9
f (mm/r)

Positive Inserts - Positive Wendeschneidplatten

(mm)

&

01 0203 04 05 06 0.7 0.8

f (mm/r)

ap- d.o.c.

(mm)

5.0

4.0

3.0

2.0

1.0

0.1 0.2 0.3 0.4 0.5
f (mm/r)
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General Turning




General Turning

Turning Inserts Code Key
WSP ISO Kennzeichnung
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A56

Turning

- Drehen
flurningfinsertsiCodelkeyQWSRIISOlKennzeichnung|

. Metric / Metrisch
Insert Shape / SChne’dplattenform Code Hole / |Insert Section /| Insert Section / Cod Hole / | Insert Section / Insert Section /
Bohrung | Spanleitstufe Plattenform 00® | Bohrung | Spanleitstufe Plattenform
>65°
] E] <> |elv - . —
A B c -
Single side / > 65 Single side /
<:> H| @ V einseitig R| — einseitig Q
D E H 265" Double side /
ouble side
C v - F — doppelseitig @
f 55°  / ) 86’ >65°
Double side /
K L M J v doppelseitig A v - D:D
=65 Single side /
ingle side
0 P R <65°
Single side / Double side /
/\ T V einseitig ﬁ G V doppelseitig @
L <65°
S T T Q v o X - - Special
o <65°
® 80 Others U | | Doublesides
v w Z doppelseitig
Insert Shape / Schneidplattenform Insert Type / Plattentyp
Clearance angle of main cutting edge Tol / Tol Kl
Freiwinkel der Hauptschneide olerances oleranzkiasse
Code | angle / Winkel |Code| angle / Winkel -
A X
A B I S
3 50 Incircle - . .
Code Tolerance Tolerance |Tolerance S| (Reference) M class precision (according to shape and size) (mm)
21.Cc (Bezug) M-Toleranz (entsprechend Form und GroRe)
. I 80° 55° 35° d
A +0.005 +0.025 0025 | incircle {reigr';lg?er square | rhomboid | rhomboid | rhomboid ;Zl;;ge
¢ Pl = F | 20005 | 0013 | 20025 | 635 | £0.08 | £0.08 | 008 | 011 | 206 | —
— 7°
c +0.013 +0.025 +0.025 9.525 | +0.08 | +0.08 | +0.08 | +0.11 | +0.16 -
12.7 +0.13 | #0.13 | £0.13 | %0.15 - -
+0.013 +0.013 +0.025
H 15.875| +0.15 | £0.15 | £0.15 | +0.18 - -
E F \b E +0.025 +0.025 +0.025 | 19.05 | +0.15| +0.15 | +0.15 | +0.18 - -
20° 25°
G| 0025 0025 | 013 |24 | - [ 048] - | - | - | -
@1.C (mm) Incircle tolerance
J +0.005 +0.05-+0.13 +0.025 Emgeschnebenfr Kreis Tzzleranz _
Incircle regular square i 5 i round
G N K +0.013 +0.05-40.13 +0.025 triangle rhomboid | rhomboid | rhomboid | runde
‘I}>< 30° ~j0° 6.35 +0.05 | £0.05 | +0.05 | £0.05 | £0.05 -
L $0.025  1+0.05-20.13| +0.025 | 9525 | £0.05 | £0.05 | 0.05 | +0.05 | #0.05 | £0.05
M | 0.08-+0.18 |+0.05-+0.13| 0.13 | 127 | #0.08 | +0.08 | +0.08 | +0.08 | -- | +0.08
15.875| +0.10 | +0.10 | £0.10 | +0.10 ~—- +0.10
P 0 Others N | +0.08-+0.18 |+0.05-+0.13| +0.025
e 19.05 | +0.10 | £0.10 | £0.10 | +0.10 - +0.10
U | +0.13-£0.38 |+0.08-+0.25 +0.13 254 - +0.13 — — — +0.13




Turning : Drehen
flurningjinsertsiCodelkeyLAWSRIISOIKennzeichnung|

Cutting edge length / Schneidenlénge (mm) Insert Thickness / Dicke (mm)
Insert Shape / Plattenform
P Thichness / ﬁ j “*—( 7
@ ofIC C D R S T \' w K Dicke ; ;
mm N
(i) g g @ g é g 9, === Code Insert Thickness (mm)
o7 % 00 0.79
5;0 o TO 0.99
: 01 1.59
556 09 ™ 1.98
6.0 06 02 238
6.35 06 07 1 1 T 558
8.0 08 03 3.18 T
9.525 09 1 09 09 16 16 06 16 o 397 9
10.0 10 04 4.76 G
120 12 T4 4.96 r=ia
12.7 12 15 12 12 22 22 08 05 5.56 R
15.875 16 15 15 27 T5 595 = T
16.0 19 16 06 6.35 g &
19.05 19 19 19 33 T6 6.75 o 3
20.0 20 07 7.94 o<
25.0 25 25 25 09 9.52
25.4 25 25 T9 9.72 - o
31.75 31 1 11.11 N §
32 32 12 12.70 % 5
)| S £
wn
=~ <
I g <
£ 0
o D
ISO £ 5
[ ( S o
==

1 n h Code Chipbreakers
I c Spanleitstufen

DM DR /HDR
) =i ~—~o
() )
Nose radius l/-\.\ *G’QK
Eckenradius
Radius
Code (mm)
Incircle Thickness Nose radius 00 No Radius
Innenkreis Dicke Eckenradius
Diameter Thichness Nose radius 02 02
I
Code (mm) Code (mm) Code (mm) 04 0.4
2 6.35 2 318 0 0.2 08 0.8
12 1.2
1 0.4
3 9.525 3 4.76 16 1.6
2 0.8
4 127 20 20
4 6.35 3 1.2 24 2.4
5 15.875
4 16 32 3.2
5 7.94
X Others
6 19.05 5 20
MO Round Inserts
Ande
8 25.4 6 9.52 6 24 Rundré SI,:tten

As57



- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

Turning

CN** Negative Insert - Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
- P Stai Q0OBBE B8 * 80 O
O ZeM s COBBOOBE © ©
o .
i[@ S 0B%®
'E.; r N
50 ke Sebe
= armiostor Stan oo & o
1 2 | __g| Uncoated
=] Dimension (mm) Coated Carbide g2 | E%2 | Carbide
D Abmessung Beschichtetes Hartmetall 88 | 835 unbeschicht.
Q Insert Shape Type E £ | Hartmetall
8 Schneid Typ 13) o
g plattenform . o S § E%S%SS@§§E§§§%S%%E 5 .
o) : 000038000 0SSS=80a000 |0 |28
= = fralealea Jfea s lfea e lfwa Qe Jtwa Wtaa wa Rea Jea e el ea | - - fa W
cn0 >>>>>>>>>>>>>>>>>% | |>>
ey CNMGO090304-DF | 9.7 |9.5253.18 | 3.81| 04 |0 @ O ® o
= O
©
> GEJ CNMGO090308-DF | 9.7 |9.525/3.18 | 3.81| 08 0O @ O @
c
o)}
8 z CNMG120404-DF | 12.9 | 127 | 4.76 | 516 | 04 |0 @ @ ® o o
Finishing | CNMG120408-DF | 12.9 | 127 | 4.76 | 516 | 0.8 |O ® ® ® O
Schlichten
CNMG120412-DF | 129 | 127 | 476 | 516 | 12 |O @ @ @
CNMG120404-WG | 129 | 127 | 476 | 516 | 04 |e@
CNMG120408-WG | 129 | 12.7 | 476 | 516 | 0.8 |@ @ O @ o ° °
CNMG120412-WG | 129 | 127 | 476 | 516 | 1.2 |@ ® O
CNMG160608-WG | 16.1 |15.875/ 6.35 | 6.35 | 0.8 o
CNMG160612-WG | 16.1 |15.875/ 6.35 | 6.35 | 1.2 o
SF CNMGO090304-SF | 9.7 |9.525| 3.18 | 3.81 | 0.4 )
CNMGO090308-SF | 9.7 |9.525| 3.18 | 3.81 | 0.8 °
z OJ CNMG120404-SF | 12.9 | 12.7 | 476 | 516 | 0.4 °
Finishing CNMG120408-SF | 12.9 | 12.7 | 476 | 5.16 | 0.8 °
Schlichten
CNMG120412-SF | 12.9 | 12.7 | 476 | 516 | 1.2
CNMGO090304-EF | 9.7 |9.525| 3.18 | 3.81 | 0.4 [ ] o
CNMGO090308-EF | 9.7 |9.525| 3.18 | 3.81 | 0.8 o e (¢]
CNMG120404-EF | 12.9 | 12.7 | 476 | 5.16 | 0.4 o o ceo0ee
Finishing | CNMG120408-EF | 12.9 | 12.7 | 476 | 5.16 | 0.8 o e eeceo0
Schlichten
CNMG120412-EF | 129 | 12.7 | 476 | 516 | 1.2 O O o
Tool holder / Klemmhalter
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
P
sale  A173 A180 A181 A192 A193 A238

@ Ex Stock / ab Lager

A60

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

CN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

[P 00BBH &8 @ 80 O

s ;
o geM A OCOBBOOBS o ©
o .
i@ S OB#®
'E.; e .
il N S
- armiostor Sian oo & o
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 38 33; unbeschicht.

Insert Shape Type 5 £ | Hartmetall Q
Schneid (]
lattenform Typ ‘—Nx—Nx—NmNm\—"’\—wwwwg\— 9 =

’ Llc| s | a|r|cegghoesgbogghobioh b oo 2

CO0OBDOVOVS===a0000 |0 28 2o
PO DN@MADONONDN@O@O@OAZ |Z2 |00 =
S>> > > > > > > > >>>>>> |5 |>> £0
CNEG120404-NF | 12.9 | 12.7 | 476 | 5.16 | 0.4 o e o e 2
= @
CNEG120408-NF | 12.9 | 12.7 | 476 | 5.16 | 0.8 o e fe) g e
()
CNEG120412-NF | 12.9 | 12.7 | 476 | 5.16 | 1.2 [e}Ne} o GC.) S’
O <
Finishing
Schlichten
CNMG090304-PM | 9.7 |9.525| 3.18 | 3.81 | 0.4 oo
CNMGO090308-PM | 9.7 |9.525| 3.18 | 3.81 | 0.8 )
CNMG120404-PM | 129 | 127|476 |516 | 04 |0 @ @ ® ® ce e
PM CNMG120408-PM | 12.9 | 12.7 | 476 | 516 | 0.8 [0 @ ® ® ® XX
CNMG120412-PM | 129 | 127 |476 | 516 | 1.2 |0 @ @ ® O o0 0

CNMG120416-PM | 12.9 | 12.7 | 476 | 5.16 | 1.6 °

o
[ ]
[ ]
[ ]
[ ]

CNMG160608-PM | 16.1 [15.875| 6.35 | 6.35 | 0.8 O e @O0 O 0 O
CNMG160612-PM | 16.1 [15.875/ 6.35 | 6.35 | 1.2 cCe e e cOe e
Medium Cut/
Mittl. Bearb. | CNMG160616-PM | 16.1 15.875 6.35 | 6.35 | 1.6 e )
CNMG190608-PM | 19.3 [19.05| 6.35 | 7.94 | 0.8 eo0 @
CNMG190612-PM | 19.3 [19.05| 6.35 | 7.94 | 1.2 eo0 @ o e
CNMG190616-PM | 19.3 [19.05| 6.35 | 7.94 | 1.6 oo @ o e
Tool holder / Klemmbhalter
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:9§° Kr:95°
°
P
cale A173 A180 A181 A192 A193 A238

i i i R ded cutti t
Insert code key A56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 ecommended cutting parameters

ISO Code Sortenauswahl Spanbrecherauswahl Empfohlene Schnittparameter A271-A273

A61



Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

CN** Negative Insert-Negative WSP

(@]
C
=)
5=
(0]
o]
—
©
(0]
QO
e
(0]
—
a
(0]
£
(0]
£
(0]
2
<

General Turning

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
@ = oossx 8 & 80
5 Stainl Steel
2. M S OOBBOOBER o)
=0
i[@ S 0B%®
E.; r N
£ [ i Sebe
Heat-resi |
Warmistor Siani o0 & o
_£|__g| Uncoated
Dimension (mm) Coated Carbide g2 | g2 | Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape 5 £| Hartmetall
Schneid TTS;F;)e o o
lattenform — — — — =
: L NS AN 8N 8B ERYNNYE |5 — -
L I.C S} d r AN TN AN~TCTANANDS & = | ~ S o
O0OO0OO0O0OOVOVO==2==20000/0 0O |=Q
[ea I wa [aera Ry o e Y 'a Y wa [Y 'a W o [ wa o' Ry wa Ja'a Baa i a e a Q|| o pzd [ala)
S>> > > > > > > >
CNMGO090304-DM | 9.7 |9.525/ 318|381 | 04 |0 @ @ @ e}
CNMGO090308-DM | 9.7 |9.525| 3.18 | 3.81 | 0.8 e o0 o0 o
CNMGO090312-DM | 9.7 |9.525| 3.18 | 3.81 | 1.2 o
CNMG120404-DM | 129 | 12.7 | 476|516 | 04 [0 @ @ @ @ o ¢}
DM CNMG120408-DM | 12.9 | 12.7 | 476 | 516 | 0.8 (@ @ @ ©@ ® Y Y
CNMG120412-DM | 129 (127 |476 |516 | 12 ¢ @ @ ®@ @ OO0 e
CNMG120416-DM | 129 | 12.7 | 476 | 516 | 1.6 e O @ o)
CNMG160608-DM | 16.1 [15.875/ 6.35 | 6.35| 0.8 (0 @ O @ @ e}
Medium Cut/
Mittl. Bearb. | CNMG160612-DM | 16.1 [15.875 6.35 [6.35| 12 |0 @ ® ® O o

CNMG160616-DM | 16.1 [15.875 6.35 | 635 | 16 |0 @ @ ® @

CNMG190608-DM | 19.3 |19.05| 6.35 | 7.94 | 0.8 T X o)
CNMG190612-DM | 19.3 [19.05| 6.35 | 7.94 | 1.2 o0 00 o)
CNMG190616-DM | 19.3 [19.05| 6.35 | 7.94 | 1.6 o000 o
CNMG120404-EM | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 [ I ® O e
CNMG120408-EM | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 eeOCe0eO0e@
CNMG120412-EM | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 ce @O0 e
CNMG160608-EM | 16.1 |15.875| 6.35 | 6.35 | 0.8 Y ° °
Medium Cut/ | CNMG160612-EM | 16.1 |15.875/ 6.35 | 6.35 | 1.2 e 0 e
Mittl. Bearb.
CNMG160616-EM | 16.1 |15.875| 6.35 | 6.35 | 1.6 o

Tool holder / Klemmhalter

DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNRI/L
Kr:95° Kr:75° Kr?s’ Kr:75° Kr:95° Kr:95°
Page

SaISR A3 A180 A181 A192 A193 A238

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

CN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

P 00BBH &8 @ 80 O

@ i
oM s COBBOOHBH O O
o .
i@ S OB#®
E.; e X
AN 35
Narmioster Sian. o0 @ @)
_% | __&| Uncoated 1
Dimension (mm) Coated Carbide g2 | 82| Carbide 2
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht. ‘O
Insert Shape T 5 £| Hartmetall Qo
! ype
Schneid ©
Typ ©] o 0}
HEEBE NN EN8 R8sy ads B ge!
L|{IC|S|d r [-r8Q8f=Rqccqa88222 2 |55 o<
QOO0 VVOO=S===0000/0 |0 =& c 0
DN OMMOMNMOonomonOmMm@M@O@Z (2 0Aa Yol
S>ES>>>>>>>>>>>>>>>5 |5 |[>> =
CNMG120404-TC | 12.9 | 12.7 | 476 | 5.16 | 0.4 ° E;GE’
= O
CNMG120408-TC | 12.9 | 12.7 | 476 | 5.16 | 0.8 ° g c
[}
c
TC CNMG120412-TC | 12.9 | 12.7 | 476 | 516 | 1.2 ° )
CNMG120416-TC | 12.9 | 12.7 | 476 | 5.16 | 1.6 o 0<
CNMG160608-TC | 16.1 |15.875 6.35 | 6.35 | 0.8 °
CNMG160612-TC | 16.1 |15.875 6.35 | 6.35 | 1.2 °
CNMG160616-TC | 16.1 [15.875 6.35 | 6.35 | 1.6 °
CNMG120404-NM | 12.9 | 12.7 | 476 | 5.16 | 0.4 oe
CNMG120408-NM | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 o e 1) 1)
CNMG120412-NM | 12.9 | 12.7 | 476 | 516 | 1.2 o e
Mittl. Bearb.
Medium Cut/
CNMG120408-DR | 12.9 | 12.7 | 476 | 516 | 08 |0 @ ® ® ® O eee
CNMG120412-DR | 129 | 12.7 | 4.76 | 5.16 | 1.2 e e 0 O o0 0
CNMG120416-DR | 12.9 | 12.7 | 4.76 | 516 | 1.6 o0 o0 0 PP
DR CNMG160608-DR | 16.1 [15.875 6.35 | 6.35 | 0.8 o0 0O PP
=] CNMG160612-DR | 16.1 [15.875/ 6.35 | 6.35 | 1.2
&Qﬂ Oeeeo0 ()
= CNMG160616-DR | 16.1 [15.875/ 6.35 | 6.35 | 1.6
\ o0 oo oe
Schruppen | CNMG190608-DR | 19.3 |15.875/ 6.35 | 7.94 | 0.8 Oe @O0 )
Roughing/ | cNMG190612-DR | 19.3 [19.05/6.35 | 7.94| 12 [0 e @ ® ® ™ .
CNMG190616-DR | 19.3 |{19.05| 6.35 | 7.94 | 1.6 o0 00 o e
CNMG190624-DR | 19.3 |19.05| 6.35 | 7.94 | 24 Oe e @ o O
CNMG250924-DR [25.79| 25.4 |9.525| 9.12 | 24 [elke)
Tool holder / Klemmhalter
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:9§° Kr:95°
@ g
P
o A173 A180 A181 A192 A193 A238

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code AS6-A57 Sortenauswahl A16/A41-A53 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A63



Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

CN** Negative Insert - Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen

Steel
- P Stai QOBBH BB * 80 O
g M RSEESE OOBBOOBRB O O
o .
i[@ S 0B%®
E.; r N
AN R et
armiostor Stan oo & o
1 _% | £| Uncoated
= Dimension (mm) Coated Carbide g2 |E82| Carbide
‘O Abmessung Beschichtetes Hartmetall 8% | 383 unbeschicht.
Q Insert Shape Type 5 2| Hartmetall
8 Schneid Typ %) I3
E platentorm L IiC S d r 5%&%%88%%535%%%%%5 i S o
()] . — ~ ~— = ~ v (v — o o
[O) O O O (O] (O] = = [aNalO] (O] -
g’é mmgmggmgmgmgm%gmmz > |28
c S>E>>>>>>>>>>>>>>>> |> [>>
E qc') CNMM120408-LR | 129 | 12.7 | 4.76 | 5.16 | 0.8 ° ° Y
g GE’ CNMM120412-LR | 12.9 | 12.7 | 476 | 5.16 | 1.2 ° ° °
GC,E) LR CNMM120416-LR | 12.9 | 12.7 | 476 | 5.16 | 1.6 ° ° o
O < CNMM160608-LR | 16.1 [15.875) 6.35 | 6.35 | 0.8 ° ° °
CNMM160612-LR | 16.1 [15.875) 6.35 | 6.35 | 1.2 ° ° °
CNMM160616-LR | 16.1 [15.875 6.35 | 6.35 | 1.6 ° °
CNMM160624-LR | 16.1 [15.875) 6.35 | 6.35 | 2.4 o o
CNMM190612-LR | 19.3 [19.05| 6.35 | 7.94 | 1.2 ° °
Roughing | CNMM190616-LR | 19.3 [19.05| 6.35 | 7.94 | 1.6 o o
Schruppen
CNMM190624-LR | 19.3 [19.05| 6.35 | 7.94 | 2.4 ° °
CNMM250924-LR [25.79| 25.4 |9.525| 9.12 | 24 o °
DR CNMM120412-DR | 129 | 12.7 | 476 | 516 | 1.2 ° °
CNMM160612-DR | 16.1 [15.875 6.35 | 6.35 | 1.2 o0 0 °
CNMM160616-DR | 16.1 15.875 6.35 |6.35| 16 @ @ o0
CNMM190612-DR | 19.3 |19.05/6.35 794 | 12 |0 e @ @ ® °
CNMM190616-DR | 19.3 |19.05/6.35 | 794 | 16 O @ @ @ ®
Roughing / CNMM190624-DR | 19.3 |19.05/6.35 | 794 | 24 |0 @ ® ® O
Schruppen | CNMM250924-DR |25.79| 25.4 |9.525/9.12 | 24 |0 @ ® ® O
ER CNMG120408-ER | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 o Y
CNMG120412-ER | 12.9 | 12.7 | 476 | 5.16 | 1.2 o °
XO’/ CNMG160612-ER | 16.1 [15.875) 6.35 | 6.35 | 1.2 o °
{ CNMG160616-ER | 16.1 [15.875) 6.35 | 6.35 | 1.6 o °
) CNMG190612-ER | 19.3 [19.05| 6.35 | 7.94 | 1.2 o o o °
Roughing /
Schruppen | CNMG190616-ER | 19.3 |19.05| 6.35 | 7.94 | 1.6 o o o °
CNMM250724-ER (25.79| 25.4 | 7.94 | 9.12 | 2.4 ° o o
CNMM250732-ER (25.79| 25.4 | 7.94 | 9.12 | 3.2 ° o o
CNMM250924-ER (25.79| 25.4 |9.525| 9.12 | 2.4 ° o °
Roughing
Schruppen | CNMM250932-ER |25.79| 25.4 |9.525| 9.12 | 3.2 ° o o
Tool holder / Klemmhalter
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:95° Kr:95°
P
o A173 A180 A181 A192 A193 A238

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

A64



Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

CN** Negative Insert- Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

Steel
- [P Stai Q0OBBE BB ® 80 O
Se M REHEESE OOLBBOOBER O O
o .
i@ S OB#®
E.; e X
§ Non. lile‘;rll\tleetr;\l?éenal %%‘\%’
armiostor Sian oo & o
g §| Uncoated
Dimension (mm) Coated Carbide g2 |£82| Carbide
Abmessung Beschichtetes Hartmetall 8% | 88% | unbeschicht.
Insert Sh_ape Type 5 £| Hartmetall Q
Schneid Typ o o 8
plattenform TN = N = O D e D= @My ~ o
L ICl s d|r 2200822822888 e8wrwe |© oo o<
QOO0 VVVLO==2=2=200000 O |=A c @
NN OM@OM@OAZ (2 00 =
S>> > > > > > > > cn0o
CNMM120408-HDR | 12.9 | 127 (476 | 516 | 08 |0 @ @ ® @ o E ‘q:)
CNMM120412-HDR| 12.9 | 12.7 | 476 | 516 | 1.2 |0 @ ® ® o © GE)
[0)
CNMM120416-HDR | 12.9 | 12.7 | 4.76 | 5.16 | 1.6 Oe eo0 OC) g;
HDR CNMM160612-HDR | 16.1 [15.875/6.35 | 6.35| 1.2 |0 @ @ @ O <
/b(" CNMM160616-HDR | 16.1 [15.875/ 6.35 | 6.35 | 1.6 oce e
%/ CNMM160624-HDR | 16.1 [15.875| 6.35 | 6.35 | 2.4 o e
CNMM190608-HDR | 19.3 |19.05| 6.35 | 7.94 | 0.8 o e
Roughing
Schruppen |CNMM190612-HDR | 19.3 [19.05| 6.35 | 7.94 | 1.2 o e
CNMM190616-HDR | 19.3 |19.05| 6.35 | 7.94 | 1.6 o0 fe)
CNMM190624-HDR | 19.3 |19.05| 6.35 | 7.94 | 24 o0
CNMM250924-HDR |25.79| 25.4 |9.525| 9.12 | 2.4 ) )
CNMM190616-HPR | 19.3 |[19.05| 6.35 | 7.94 | 1.6 )
CNMM250924-HPR [25.79| 25.4 |9.525| 9.12 | 2.4 )
Roughing
Schruppen
CNMM120404 129 | 12.7 | 476 | 516 | 04 |o [e)
— CNMM120408 12.9 | 12.7 | 476 | 5.16 | 0.8 o
€ ’ CNMM120412 | 12.9 | 127 | 476 | 5.16 | 1.2 e
CNMM190608 19.3 |19.05| 6.35 | 7.94 | 0.8 o
. CNMM190612 19.3 [19.05/6.35 | 7.94 | 1.2
Basic .
CNMM190616 19.3 |19.05| 6.35|7.94 | 1.6 o
CNMM190624 19.3 |19.05| 6.35 | 7.94 | 2.4
Tool holder / Klemmbhalter
DCLNR/L PCBNR/L PCLNR/L MCBNR/L MCLNR/L PCLNR/L
Kr:95° Kr:75° Kr:95° Kr:75° Kr:9£>° Kr:95°
Page  a173 A180 A181 A192 A193 A238
Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code AS6-A57 Sortenauswahl A16/A41-A53 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A65
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General Turning

A66

Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

CN** Negative Insert- Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen

- - [P Stef Q0OBBE B8 ® 80 O
M e 00BHOOBS o ©
é[a S, 0B%®
X Non-ferrite material
o
Warmfester Stahl O O % O
g €| Uncoated
Dimension (mm) Coated Carbide g2 | E8C| Carbide
Abmessung Beschichtetes Hartmetall 8% | 8835 | unbeschicht.
Inssecl;fgigpe -I:I};I%e . S . £ | Hartmetall
Ll s o - PERREILIEOBRRANNEE b oo
[CNONSNONSNONONONOI—I>b-—1b e NaNalal[0) O] -
S ol S < il o o o < < R F =~
CNMA120404 | 12.9 | 12.7 | 476 | 516 | 0.4 e e O o
CNMA120408 129 1127 | 476 | 516 | 0.8 |o e e 0 O o
CNMA120412 | 12.9 | 12.7 | 476|516 | 12 |o P
CNMA120416 129 | 127 | 476 | 516 | 1.6 o0 0
(IE:II:ttt CNMA160608 | 16.1 (15875 6.35 | 6.35 | 0.8 N
CNMA160612 | 16.1 [15.875 6.35 | 6.35 | 1.2 cee
™ , CNMA160616 | 16.1 [15.875 6.35 | 6.35 | 1.6 PRIPRIPS
CNMA160620 | 16.1 [15.875 6.35 | 6.35 | 2.0 o
CNMA160630 | 16.1 [15.875 6.35 | 6.35 | 3.0 o
CNMA190612 19.3 |119.05/6.35 | 794 | 1.2 |o e 0o 0 o
CNMA190616 19.3 |19.05/6.35 | 794 | 1.6 cOe e
CNMG120404 | 12.9 | 12.7 | 476 | 5.16 | 0.4 o
CNMG120408 | 12.9 | 12.7 | 476 | 5.16 | 0.8 oeo 0o o
CNMG120412 | 129 | 12.7 | 476 | 5.16 | 1.2 oeo 0o o
Basic CNMG160608 | 16.1 [15.875 6.35 | 6.35 | 0.8 o
CNMG160612 | 16.1 [15.875 6.35 | 6.35 | 1.2 o
CNMG160616 16.1 15.875 6.35 | 6.35 | 1.6
CNMG190608 19.3 |19.05]/ 6.35 | 7.94 | 0.8 o
CNMG190612 19.3 |19.05| 6.35 | 7.94 | 1.2 1) 1)
CNMG190616 | 19.3 |19.05| 6.35 | 7.94 | 1.6 o o

Tool holder / Klemmbhalter

DCLNR/L PCBNR/L
Kr:95° Kr:75°

PCLNR/L
Kr:95°

MCBNR/L
Kr:75°

MCLNR/L PCLNR/L
Kr:95° Kr:95°

Page  Aq73 A180 A181 A192 A193 A238
Seite

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

DN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

P 00BBH &8 @ 80 O

@ i
LM R 0OLBBOOBH O O
o .
i@ S OB%®
E.; e X
N €4
Narmioster Sian. oo & @)
& | __&| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 88¢ | unbeschicht.
Insert Shape T = £ | Hartmetall
. ype
Schneid T I3 I3}
BT P EOENEe8885858a8885 |5
L I.C S d F - A NN NS dNNS =« | — S o
[CHONONONSNONORONOI-I>—1b-3blaNaNaNalV] O - N
NN @m@O@AZ |Z2 |00
S>E>>>>>>>>>>>>>>>> (> |[>>
DNMG110404-DF | 11.6 |9.525| 4.76 | 3.81| 0.4 |0 @ O @
DNMG110408-DF | 11.6 |9.525|4.76 | 381 | 08 |0 @ O @
DNMG110412-DF | 11.6 [9.525| 4.76 | 3.81 | 1.2 @ 0O
DNMG150404-DF | 155 | 12.7 | 476 | 516 | 04 |0 @ O O
DNMG150408-DF | 155 | 12.7 | 476 | 516 | 08 |0 @ O @
Finishing DNMG150412-DF | 155 | 12.7 | 476 | 5.16 | 1.2 00 o
Schlichten
DNMG150604-DF | 155 [ 12.7 | 635|516 | 04 |0 @ @ @
DNMG150608-DF | 15.5 | 12.7 |6.35 516 | 08 |0 @ @ @
DNMG150612-DF | 155 | 12.7 | 6.35 | 5.16 | 1.2 ® O O
DNMX110404-WG | 11.6 |9.525| 4.76 | 3.81 | 0.4 |@ O
WG DNMX110408-WG | 11.6 |9.525/4.76 | 381 | 0.8 |0 @ O @
e DNMX150408-WG | 155 | 12.7 | 4.76 | 516 | 0.8 |0 ©
LY/,
[ DNMX150412-WG | 15.5 | 12.7 | 4.76 | 5.16 | 1.2 o
Wiper DNMX150608-WG | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 |0 @ O @
DNMX150612-WG | 155 | 12.7 | 6.35 | 5.16 | 1.2 [0 e
s DNMG110404-SF | 11.6 |9.525| 4.76 | 3.81 | 0.4 Y
F
DNMG150404-SF | 155 | 12.7 | 4.76 | 5.16 | 0.4 Y
g DNMG150408-SF | 15.5 | 12.7 | 4.76 | 5.16 | 08 .
Finishing DNMG150604-SF | 155 | 12.7 | 6.35 | 5.16 | 0.4 Y
Schlichten
DNMG150608-SF | 15.5 | 12.7 | 6.35 | 516 | 0.8 °
Tool holder / Klemmbhalter
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A174 A182 A183 A194 A195 A240 A241

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code AS6-A57 Sortenauswahl A16/A41-A53 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273
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General Turning




Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

DN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen

Steel
- P Stai Q0OBBE B8 * 80 O
gg M RS OOBLBOODBH o O
o .
i[@ S 0B%®
;g'g Non-’(le;r,i\;%g,z;éerial e’; %“%
armiostor Stan oo & o
o _% | __&| Uncoated
2 Dimension (mm) Coated Carbide g2 |£82| Carbide
‘O Abmessung Beschichtetes Hartmetall 88 | 88% | unbeschicht.
o e 2
Q Insert Shape Type s 2| Hartmetall
®© Schneid T o o
3 plattenform yp ENENEe8885858388885 |5 |-«
- — - N~ = e ~—
20 LIPS Td 1 580800005 SS30000 @ 28
= NN OoON@m@m@oAZ |Z |00
cn S>E>>>>>>>>>>>>>>>> |> [>>
= _“g’ DNMG110404-EF | 11.6 |9.525 4.76 | 3.81 | 0.4 0 eo0 o0
= 0
@©
oy GEJ DNMG110408-EF | 11.6 |9.525| 4.76 | 3.81 | 0.8 O ®0 o0
c
(o))
Q= DNMG110412-EF | 11.6 |9.525| 4.76 | 3.81 | 1.2 o
O <
DNMG150404-EF | 15.5 | 12.7 | 4.76 | 516 | 0.4 °
ﬂ DNMG150408-EF | 15.5 | 12.7 | 4.76 | 516 | 0.8 °
Finishing DNMG150412-EF | 155 | 12.7 | 4.76 | 5.16 | 1.2 o
Schlichten
DNMG150604-EF | 155 | 12.7 | 6.35 | 5.16 | 0.4 o Oeo0 e
DNMG150608-EF | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 o) Oe O @O0
DNMG150612-EF | 15.5 | 12.7 | 6.35 | 516 | 1.2 o e
NF DNEG150404-NF | 155 | 12.7 | 476 | 5.16 | 0.4 oo o
'g DNEG150408-NF | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 ole o
DNEG150604-NF | 155 | 12.7 | 6.35 | 5.16 | 0.4 o e o
finishing
Schlichten DNEG150608-NF | 155 | 12.7 | 6.35 | 5.16 | 0.8 TR ) e}
FM DNMG150604R-FM | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 Y ° °
’ DNMG150608R-FM| 15.5 | 12.7 | 6.35 | 516 | 08 | o o .
DNMG150604L-FM | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 o ° °
finishing
Schlichten | DNMG150608L-FM | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 ° ° °
Tool holder / Klemmhalter
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A174 A182 A183 A194 A195 A240 A241

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.

A68



Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

DN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen

P 00BBH &8 @ 80 O

@ i
M R 0OBBOOBEH O O
o .
i@ S OB%®
E.; e .
£ 0 " o
Hestrestant e 00 & o
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T = £| Hartmetall
Schneid T‘;f;) o o
Llicls | ol 2EREES88858R838885 & |- o
OO0V OOOSS=>an0000 0 R
NnoMomMoONM@OMOO@OMOoO@mM@m@oAZ |Z |00
S>> > > > > > > >>>>>>> |5 |>>
DNMG110404-PM | 11.6 |9.525| 4.76 | 3.81 | 0.4 ® O o o
DNMG110408-PM | 11.6 |9.525| 4.76 | 3.81 | 0.8 ® e O ® O
DNMG110412-PM | 11.6 |9.525| 4.76 | 3.81 | 1.2 o o0 16}
DNMG150404-PM | 155 | 12.7 | 4.76 | 5.16 | 0.4 ® O o
DNMG150408-PM | 155 | 127 | 476 | 516 | 08 ([0 @ @ @ cOe e
DNMG150412-PM | 155 | 12.7 | 4.76 | 5.16 | 1.2 o e ® O
DNMG150416-PM | 155 | 12.7 | 476 | 5.16 | 1.6 o 0O
Medium Cut/
Mittl. Bearb. | DNMG150604-PM | 155 | 12.7 | 635|516 | 04 |0 @ @ ®@ O ® ® O
DNMG150608-PM | 155 | 127|635 516 | 08 |0 e @ ®@ @ o0 0
DNMG150612-PM | 155|127 |635|516| 1.2 [0 @ ® ® coe e
DNMG150616-PM | 155 | 12.7 | 6.35 | 5.16 | 1.6 ® O o o
DNMG110404-DM | 11.6 |9.525/4.76 |3.81| 04 |0 @ @ ®@ O o
DNMG110408-DM | 11.6 |9.525/4.76 |3.81| 08 |0 @ @ ® O o
DNMG110412-DM | 11.6 |9.525| 4.76 | 3.81 | 1.2 ) °
DM DNMG150404-DM | 155 | 12.7 | 4.76 | 5.16 | 0.4 e 0o 0
é 7 DNMG150408-DM | 155 | 127 | 476 | 516 | 08 |0 @ O @ o
4 DNMG150412-DM | 155 | 127 | 476|516 | 12 | e 0 ® o
DNMG150416-DM | 155 | 12.7 | 476 | 5.16 | 1.6
Medium Cut/
Mittl. Bearb. DNMG150604-DM | 155 | 127 | 6.35 | 516 | 04 |0 @ @ ® O o o0
DNMG150608-DM | 155 | 127 |6.35|5.16| 08 [0 @e @ @ @ o o
DNMG150612-DM | 155 | 127 |635|516| 1.2 |0 e @ @ @ o
DNMG150616-DM | 155 | 12.7 | 6.35 | 5.16 | 1.6 e e 0 O
Tool holder / Klemmhalter
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNRI/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A174 A182 A183 A194 A195 A240 A241

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code AS6-A57 Sortenauswahl A16/A41-A53 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273
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General Turning




- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

Turning

DN** Negative Insefttegative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
- [P Stai Q0OBBE B8 ® 80 O
Se M REHEESE OOBBOOBRB O O
o .
i[@ S 0B%®
E.; r N
£ [ i Sebe
Heat-resi |
Warmfostar Stant o0 & o

2 _E | £| Uncoated

= Dimension (mm) Coated Carbide g2 | 82| Carbide

D Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.

Q2 Insert Shape Type = £| Hartmetall

® Schneid Typ O @]

— = = - M - ™ — -

S I Llicls ol  E2RRRSSSSEBRER888L b oo
o5 : T1IO0OOOBODOMOSSs=anano o 28
L = NNl @@@omZ (2 040
€0 S>E>>>>>>>>>>>>>>>> > |[>>
=" DNMG110404-EM | 11.6 |9.525| 476 | 3.81 | 0.4 ce e
— D
g = DNMG110408-EM | 11.6 |9.525| 4.76 | 3.81 | 0.8 o e ® O

(0]

c
) g DNMG110412-EM | 11.6 |9.525| 4.76 | 3.81 | 1.2 fe)
O < EM
DNMG150404-EM | 155 | 12.7 | 4.76 | 5.16 | 0.4 ° °
g DNMG150408-EM | 15.5 | 12.7 | 4.76 | 5.16 | 0.8 o o
Medium Cut/ DNMG150412-EM | 15.5 | 12.7 | 4.76 | 5.16 | 1.2 o 1)
Mittl. Bearb.
DNMG150604-EM | 15.5 | 12.7 | 6.35 | 5.16 | 0.4 e 0 e
DNMG150608-EM | 155 | 12.7 | 6.35 | 5.16 | 0.8 OO0 e@0 e
DNMG150612-EM | 155 | 12.7 | 6.35 | 5.16 | 1.2 ° e O @
DNMG150608-NM | 155 | 12.7 | 6.35 | 5.16 | 1.2 °
DNMG150612-NM | 155 | 12.7 | 6.35 | 5.16 | 1.2 3K ) e}
Medium Cut/
Mittl. Bearb.
DNMG150608-DR | 155 | 12.7 | 635|516 | 08 |0 @ @ ® O ce e
DR
] DNMG150612-DR | 155 | 12.7 | 635|516 | 12 |0 @ @ ® O P
—//{&Q‘ DNMG150616-DR | 155 | 12.7 | 6.35 | 5.16 | 1.6 ®@e O @O ® O
Roughing/
Schruppen
ER DNMG150608-ER | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 o °
~ 7 DNMG1 12-ER | 155|127 | 6.35 | 516 | 1.2
J® ‘ G1506 o o
Roughing
Schruppen
Tool holder / Klemmbhalter
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A174 A182 A183 A194 A195 A240 A241

@ Ex Stock / ab Lager

A70

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




DN** Negative Insert-Negative WSP

Turning

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
- [P Stai Q0BBH BB @ 80 ©
5 Stainless Steel
2o M Resireier stan QOBHBOOHBH o O
=05
i@ S OB#®
'E.; e .
£ L] i ebe
Heat-resistant steel
Warmfester Stan OO & @
_£|__g| Uncoated
Dimension (mm) Coated Carbide g2 | ggz| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape T E £| Hartmetall
. ype
Schneid Typ 13) I3)
plattenform y 5%5%588885858%8%%5 = _B
[CNONONONSNONONONOIIb-1b e laNaNall0) [©) — N
[oa Y 'a I o'a Y o'a [ o'a [ o'a [ o'a [ a'a [ o'a JRa'a i a a I a'a Y n a Y wa I n R wa Q' e Z [ala)
S>> > > > > > > > > > > >
DNMA150404 155|127 | 476 | 5.16 | 0.4 o
DNMA150408 156.5 | 12.7 | 476 | 5.16 | 0.8 o 0O
Flat DNMA150604 1565|1127 | 6.35| 516 | 0.4 ® ® O
Glatt DNMA150608 | 155 | 12.7 | 6.35 | 5.16 | 0.8 |o ol e
Q DNMA150612 1565|127 | 6.35 | 516 | 1.2 cOe e
)
J DNMA150616 15651127 | 6.35|5.16 | 1.6 ® O O
Tool holder / Klemmhalter
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNR/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A174 A182 A183 A194 A195 A240 A241

Insert code key ~ a5 A57

ISO Code

Grade selection reference
Sortenauswahl

A16/A41-A53

chip breaker selection reference
Spanbrecherauswahl

A31-A40

Recommended cutting parameters
Empfohlene Schnittparameter

A271-A273
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General Turning
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General Turning

A72

Turning

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

DN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

OGute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen %Ungi]nstige Bearbeitungsbedingungen
Steel
- P Stai QOBBH BB * 80 O
Se M REHEESE OOBBOOBRB O O
o .
i[@ S 0B%®
'E.; r N
&[0 " B
armiostor Stan OO0 & @)
_% | __g| Uncoated
Dimension (mm) Coated Carbide g2 | g82| Carbide
Abmessung Beschichtetes Hartmetall 38 |38 | unbeschicht.
Insert Shape T 5 £| Hartmetall
) ype
Schneid T o )
plattenform p R R R - R R e R D
L 1.C S d I [T AN - AN NYNS =« o N =
[CNONONONSNONONONOIIb-Ib e NaNaNall0) (O] - N
NN OoOONpMOoO@m@mo@Z |Z |00
S ES>>>>>>>>>>>>>>>5% |5 |>>
LR DNMM150608-LR | 15.5 | 12.7 | 6.35 | 5.16 | 0.8 ° ° Y
OB
= DNMM150612-LR | 155 | 12.7 | 6.35 | 5.16 | 1.2 e o °
Soatd | DNMM150616-LR | 15.5 | 12.7 | 6.35 | 516 | 16 | o o °
DR | DNMM150608-DR | 15.5 | 12.7 | 6.35 | 516 | 08 |0 ® O ® © o
DNMM150612-DR | 155|127 /1635|516 | 1.2 ([0 @ O @
R hi
Schruppon | DNMM150616-DR | 155 | 12.7 | 6.35 | 516 | 1.6 | e 0 @ ©
ER DNMM150608-ER | 155 | 12.7 | 6.35 | 5.16 | 0.8 o °
DNMM150612-ER | 155 | 12.7 | 6.35 | 5.16 | 1.2 o Y
Roughing
Schruppen
HDR |DNMM150608-HDR| 15.5 | 12.7 | 6.35 | 5.16 | 0.8 @000
Q;Qy/ DNMM150612-HDR| 155 | 127 | 635 | 516 | 12 | o0 o o
DNMM150616-HDR | 15.5 | 12.7 | 6.35 | 5.16 | 1.6 ®e O @O
Roughing
Schruppen
DNMG150604 1551 12.7 |1 6.35 | 516 | 04 o)
. DNMG150608 1565|127 | 6.35 | 516 | 0.8 o
Basic
T DNMG150612 155|127 |1 6.35 | 516 | 1.2
/ -
/—/
DNMG150616 1551127 | 6.35 | 516 | 1.6
DNMG190608 19.3 15.875/ 6.35 | 7.94 | 0.8 fe)
DNMG190612 19.3 |15.875 6.35 | 7.94 | 1.2 fe)
Tool holder / Klemmbhalter
DDJNR/L PDJNR/L PDNNR/L MDJNR/L MDPNN PDSNR/L PDUNRI/L
Kr:93° Kr:93° Kr:63° Kr:93° Kr:62°30' Kr:62°30' Kr:93°
Page/Seite A174 A182 A183 A194 A195 A240 A241

@ Ex Stock / ab Lager

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




SN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Normal Machining Condition

- Drehen

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
4 00° @ = oosex oo ® 0 ©
. oM s COBBOOBSB O O
X 7 \ o C .
(D ot 2[4 & OB#%®
t. / E‘g Non-lilerrli\tle tml?terial %%‘\%’
= el o e Metalle
r [ S = o
armiostor Sian oo & o
_£ | __£| Uncoated
Dimension (mm) Coated Carbide g g%; Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape S £ | Hartmetall
Schnel fLEE
lattenform Typ [To) [To) (32} I3} Q e
i Lilc|s|d|r RERRRSogQbeRgREREL b oo
: OCO0OVBOOOOSS==a0000 0 28
[sajfea lea Jea lfea Rea i oa lwa Qe Mwa Qi ea Wi ea Jca s Jaa Jrca lva | =4 z [ala)
SES>SS>>S>>>>>>>>>>> |5 [>>
DF SNMG090304-DF |9.525|9.525| 3.18 | 3.81 | 0.4 o
‘:\fﬁ\\{, SNMG090308-DF |9.525|9.525| 3.18 | 3.81 | 0.8 o
ﬁ SNMG120404-DF | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 o
Fini§hing SNMG120408-DF | 12.7 | 12.7 | 476 | 516 | 08 |0 @ O @
Schlichten | gNMG120412-DF | 12.7 | 12.7 | 476 | 516 | 1.2 |0 @ o ®
SNMG090304-EF |9.525(9.525| 3.18 | 3.81 | 04 o e °
EF SNMG090308-EF |9.525(9.525| 3.18 | 3.81 | 0.8 o e °
SNMG090312-EF |9.525|9.525| 3.18 | 3.81 | 1.2 fe) o
SNMG120404-EF | 12.7 | 12.7 | 476 | 5.16 | 0.4 o e °
SNMG120408-EF | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 Oe o e
SNMG120412-EF | 12.7 | 12.7 | 476 | 516 | 1.2 o e fe)
Finishing
Schiichten | SNMG150608-EF [15.875(15.875 6.35 | 6.35 | 0.8 oo o
SNMG150612-EF [15.875(15.875| 6.35 | 6.35 | 1.2 o o
Tool holder / Klemmbhalter
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L PSKNR/L
Kr.75° Kr:75°
Page/Seite A198 A199 A243
Insert code key A56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A73
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General Turning
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General Turning

A74

Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen

Steel
4 X - P Stai QOBBH BB @ 80 O
Jp—— ] feM R 0OBBOOBE o O
H v \ o .
Bt od ] K OB#S
r \ R 'L P 4 || ;g'g Non-’(le;r,i\;%gﬁéerial e}%
S i
= armiostor Stan OO0 & @)
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T = £| Hartmetall
. ype
Schneid
plattenform P ENrNENSNes8sRennSE B
LiIC| S| d|r P88 EsS8as=sqQda8282e 2 |55
[CNONONONSNONONONOI-I1b-—3b- el aNaNall0) 0] -
AnMoMOmMOOAdOdOomo@M@OoMmM@MZ |Z |00
S>>>>>>>>>>>>>>>>> > |[>>
SNMG090304-SF |9.525|9.525| 3.18 | 3.81 | 0.4 o °
SF SNMGO090308-SF |9.5259.525 3.18 | 3.81 | 0.8 o le
Q SNMG120404-SF | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 o °
SNMG120408-SF | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 o °
Fini_Shing SNMG120412-SF | 12.7 | 12.7 | 4.76 | 516 | 1.2 o o
Schlichten
SNMG150608-SF [15.875/15.875/ 6.35 | 6.35 | 0.8 o o
SNMG090304-PM |9.525|9.525| 3.18 | 3.81 | 0.4 ® O
SNMG090308-PM [9.525/9.525| 3.18 | 3.81 | 0.8 e 0O ce e
SNMG090312-PM [9.525|9.525| 3.18 | 3.81 | 1.2 O 0O
PM SNMG120404-PM | 12.7 | 127 | 476 | 516 | 04 |0 @ @ O o0
SNMG120408-PM | 12.7 | 127 | 476 | 516 | 08 |0 e @ @ @ C I )
SNMG120412-PM | 12.7 | 127 | 476 |[516 | 12 |0 e @ @ ® oOe e
SNMG120416-PM | 12.7 | 12.7 | 4.76 | 5.16 | 1.6 OO0 0O @O0 @
Medium Cut/
Mittl. Bearb. | SNMG150608-PM (15.87515.875 6.35 | 6.35 | 0.8 o
SNMG150612-PM |15.875[15.875/ 6.35 | 6.35 | 1.2 ® ® O cOe e
SNMG190612-PM [19.05|19.05/6.35 794 | 1.2 |0 e @ @ ® oce e
SNMG190616-PM |19.05/19.05| 6.35 | 7.94 | 1.6 fe)
Tool holder / Klemmhalter
DSBNR/L PSBNR/L PSKNR/L PSSNR/L MSBNRI/L MSRNRI/L
Kr:75° Kr:75° Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°
Page/Seite A198 A199 A243

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
a oo @ = oosex oo e 0 o
o1.c (S M (M At COBBOOBEH © ©
’ \ 9 C .
Bt o ] K oB#®
\ ’ 'E.; e .
e S AN et
S o
e armiostor Sian OO & @
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 3835 unbeschicht.
Insert Shape Toiae 5 2| Hartmetall
Schneid T‘;f;) o o
lattenform — — — 0 0~ M — -— -
’ Ljic|s|a|r |PBR3R8SSSRoRBREBED b oo
: CO0OVBOOOOSS==a0000 0 28
oy Iy Y o'a I o'a Y o'a [ o' I a'a [ a'a Y a'a J a a e a e a e a e a R e a R } o=d Z [alya)
SES>S>>>>>>>>>>>>>>5 |5 > >
SNMG090304-DM |9.525|9.525| 3.18 | 3.81 | 0.4 ° °
SNMG090308-DM (9.525(9.525| 3.18 | 3.81 | 0.8 e e @ O
SNMG120404-DM | 12.7 | 12.7 | 476 | 516 | 04 ([0 @ @ @ o
SNMG120408-DM | 12.7 | 12.7 | 476 | 516 | 0.8 ([0 @ @ @ @ o o o
SNMG120412-DM | 12.7 | 12.7 | 476|516 | 1.2 ([0 @ @ @ @ o [o}e)
SNMG120416-DM | 12.7 | 12.7 | 476 | 5.16 | 1.6 OO0 @O0
SNMG150608-DM [15.875(15.875 6.35 | 6.35 | 0.8 e o0 o
Medium Cut/
Mittl. Bearb. | SNMG150612-DM [15.875(15.875 6.35 | 6.35 | 1.2 o0 o
SNMG150616-DM [15.875(15.875 6.35 | 6.35 | 1.6 o)
SNMG190612-DM |19.05(19.05/6.35 794 | 12 |0 @ @ ® O o
SNMG190616-DM |19.05(19.05| 6.35 | 7.94 | 1.6 o0 00
SNMG120404-EM | 12.7 | 12.7 | 476 | 5.16 | 0.4 ° ° o
SNMG120408-EM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 o e e O e
SNMG120412-EM | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 [ K ) e O e
SNMG120416-EM | 12.7 | 12.7 | 4.76 | 5.16 | 1.6 o o)
Medium Cut/ | SNMG150612-EM [15.875|15.875| 6.35 | 6.35 | 1.2 ° ° o
Mittl. Bearb.
M. Beam- | SNMG150616-EM [15.875(15.875| 6.35 | 6.35 | 1.6 ° o
TC SNMG120408-TC | 12.7 | 12.7 | 476 | 5.16 | 0.8 °
SNMG120412-TC | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 °
Tool holder / Klemmbhalter
DSBNRI/L PSBNR/L PSKNRI/L PSSNR/L MSBNR/L MSRNR/L
Ki75’ Kr:75° — Kr75° Kr:45° Kr:75° Kr75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°
Page/Seite A198 A199 A243

Insert code key Grade selection reference chip breaker selection reference Recommended cutting parameters
ISO Code AS6-A57 Sortenauswahl A16/A41-A53 Spanbrecherauswahl A31-A40 Empfohlene Schnittparameter A271-A273

A75
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General Turning
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General Turning

A76

Turning

- Drehen

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition

@ Ex Stock / ab Lager

O Gute Bearbeitungsbedingungen S} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
a o0 @ = oocex o & 80 ©
J— M e QOBBOOBE 0 O
’ \ o N
=D od] T K et OB%®
o & E‘g Non-ferrite material S}%
r --L — ? § Ne Metalle
== amiestor Sian o0 & @
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 8% | 383 | unbeschicht.
Inssert Shape Type S £ | Hartmetall
chneid
Plattenform P ENn N8N es8zanNals B
LiIC| S |d|r frRd8Es8as=sqQda822e 2 |55
D000V OOO====00000 0O =&
faalyo'a Iy Y o'a I o'a Yo' [ o'a [ o'a [ a'a Ra'a Ja a e a e a Y wa e a e a R | o=d P4 [ala)
S>E>>>>>>>>>>>>>>>> > |[>>
SNMG120408-NM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 o0 o
SNMG120412-NM | 12.7 | 12.7 | 476 | 5.16 | 1.2 o
Medium Cut
Mittl. Bearb.
SNMG120408-DR | 12.7 | 127 | 476 |516 | 08 |0 @e @ @ ® o0
SNMG120412-DR | 127 | 127|476 |516 | 1.2 |0 @ @ @ ® o0
SNMG120416-DR | 12.7 | 12.7 | 476 | 516 | 16 |0 O @ @ O o0
DR
SNMG150608-DR [15.875|15.875| 6.35 | 6.35 | 0.8 e
~—>n
h@f‘]l SNMG150612-DR [15.875/15.875/ 6.35 |6.35| 1.2 |0 @ @ ® O o0
P
SNMG150616-DR |15.875|15.875| 6.35 | 6.35 | 1.6 ce e oo
SNMG150624-DR (15.875|15.875| 6.35 | 6.35 | 2.4 o)
Roughing | SNMG190612-DR |19.05|19.05/6.35 (794 | 12 |0 @ ®© ® ® °
Schruppen
SNMG190616-DR |19.05(19.05(/6.35|7.94 | 16 |0 @ @ ®@ ® o e
SNMG190624-DR [19.05|19.05/6.35 794 | 24 |0 0O @ O @
SNMG250924-DR | 25.4 | 25.4 |9.525| 9.12 | 2.4 ® O
SNMG120408-ER | 12.7 | 12.7 | 476 | 5.16 | 0.8 oo o
ER
SNMG120412-ER | 12.7 | 12.7 | 476 | 5.16 | 1.2 oo o
———"
alQ\ SNMG150608-ER |15.87515.875/ 6.35 | 6.35 | 0.8 oo o
y -
SNMG150612-ER |15.875(15.875 6.35 | 6.35 | 1.2 o o o
Roughing | SNMG190612-ER |19.05/19.05| 6.35 | 7.94 | 1.2 o o °
Schruppen
SNMG190616-ER [19.05(19.05| 6.35 | 7.94 | 1.6 oo o
Tool holder / Klemmbhalter
DSBNRI/L PSBNR/L PSDNN PSKNRI/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L MSDNN PSKNRI/L
Kr:75° Kr:45° Kr:75°
Page/Seite  A198 A199 A243

O On demand / auf Anfrage



SN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
a -0’ - P Stani Q0BBH BB ® 80 ©
gicl - Sy ] gg M S;aslpflreels'esrsgteaﬂl OO%%OO%% O O
, \ S -
St o] i@ S OB*®
S N _ o E‘; Non-ferrite material %%
r "L - ? <§> Ne Metalle
=] Heat-resi |
Warmfostar Stant OO & @
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape Toiae 5 2| Hartmetall
Schneid 'I%/ F:) (@) O
plattenform TN = N = WD N - on oo N =
L{IC| S |d|r |ReRgRBSER822QdRSRRe © oo
D000 OOOO====00000 0O =&
o[y’ Iy Y o'a [ o'a o' [ o'a [ a'a [ a'a [ a'a i a a e a Qe a Y e a R e a R e R | e Z (el
S>E>>>>>>>>>>>>>>>> > |>>
SNMM120408-LR | 12.7 | 12.7 | 476 | 5.16 | 0.8 e ° o)
SNMM120412-LR | 12.7 | 12.7 | 476 | 5.16 | 1.2 e Y o)
LR SNMM120416-LR | 12.7 | 127 | 476 | 516 | 16 | o o
SNMM150612-LR |15.875[15.875 6.35 | 6.35 | 1.2 e °
SNMM150616-LR [15.875[15.875 6.35 | 6.35 | 1.6 o) fe)
SNMM190612-LR |19.05/19.05| 6.35 | 7.94 | 1.2 o Y o)
Roughing N
Schruppen SNMM190616-LR |19.05/19.05| 6.35 | 7.94 | 1.6 o °
SNMM190624-LR |19.05/19.05| 6.35 | 7.94 | 2.4 o) °
SNMM250924-LR | 25.4 | 25.4 |19.525| 9.12 | 2.4 ° °
SNMM120408-DR | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 [e3Ne)
SNMM120412-DR | 12.7 | 12.7 | 476 | 5.16 | 1.2 [e3Ne)
SNMM120416-DR | 12.7 | 12.7 | 4.76 | 5.16 | 1.6
SNMM150608-DR |15.875(15.875/ 6.35 | 6.35 | 0.8 oe
DR SNMM150612-DR |15.875/15.875 6.35 | 6.35 | 1.2 °
SNMM150616-DR |15.875(15.875/ 6.35 | 6.35 | 1.6 o
SNMM190608-DR |19.05|19.05| 6.35 | 7.94 | 0.8 o
SNMM190612-DR [19.05|19.05| 6.35 | 7.94 | 1.2 °
Soughing | SNMM190616-DR |19.05/19.05| 6.35 | 7.94 | 16 °
chruppen
SNMM190624-DR |19.05/19.05| 6.35 | 7.94 | 24 |0 e °
SNMM250716-DR | 25.4 | 25.4 | 7.94 | 9.12 | 1.6 °
SNMM250724-DR | 254 | 25.4 | 7.94 | 912 | 24 e °
SNMM250924-DR | 25.4 | 25.4 |9.525| 9.12 | 2.4 Y
Tool holder / Klemmhalter
DSBNR/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr.75° — Kr:45° ’ Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L MSDNN PSKNR/L
Page/Seite A198 A199 A243
Insert code key A56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A77
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General Turning
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General Turning

A78

Turning

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

SN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
4 o0 @ = oosex e € 80 ©
oo LM R OOBLBOOBE © 0
< 7 \ 2 .
(D od] i[@ S OB%®
Y o .g'; Non-’(Ierr,i\;e tmﬁterial e}%
R o e Metalle
r [ S = o
B g rsantss 00 & o
iz £| Uncoated
Dimension (mm) Coated Carbide £2 | E82| Carbide
Abmessung Beschichtetes Hartmetall 8¢ | 88z | unbeschicht.
Insert Shape E £ | Hartmetall
Schneid s 5
plattenform Typ ‘_N\—N\—NLON'DFM\—@(\INNg‘_ ~
Lllc| s |d|r R8RS SRR2C888eRER 2 |59
‘ OOO0OVBOVOOOSS==a0000 |0 28
APMPmMOmMOmOONdOoMo@M@OMmM@MZ |Z |00
S>E>>>>>>>>>>>>>>>> |> [>>
ER SNMM250724-ER | 25.4 | 254 | 7.94 | 9.12 | 24 ° o o
i 5 SNMM250732-ER | 25.4 | 25.4 | 7.94 | 9.12 | 3.2 ° o
- | SNMM250924-ER | 25.4 | 25.4 |9.525| 9.12 | 2.4 ° o °
Roughing | SNMM250932-ER | 25.4 | 25.4 |9.525| 9.12 | 3.2 ° o
Schruppen
SNMM120408-HDR | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 ® O O
SNMM120412-HDR | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 e O @
SNMM120416-HDR | 12.7 | 12.7 | 4.76 | 5.16 | 1.6 o o
HDR | SNMM150608-HDR |15.87515.875| 6.35 | 6.35 | 0.8 N.E
SNMM150612-HDR [15.875(15.875/ 6.35 | 6.35 | 1.2 |o P
SNMM150616-HDR [15.875(15.875 6.35 | 6.35 | 1.6 oo
| gm  |SNMM150624-HDR 1587515875 6.35 | 635 | 2.4 o
% SNMM190608-HDR | 19.05|19.05| 6.35 | 7.94 | 0.8 o
SNMM190612-HDR [ 19.05|19.05| 6.35 | 7.94 | 1.2 o
Roughing
SNMM190616-HDR | 19.05|19.05| 6.35 | 794 | 16 |o P ) °
Schruppen
SNMM190624-HDR [ 19.05|19.05| 6.35 | 7.94 | 24 °
SNMM250724-HDR | 25.4 | 25.4 | 7.94 | 912 | 2.4 cCe e
SNMM250924-HDR | 25.4 | 25.4 |9.525| 9.12 | 24 °
SNMM190616-HPR | 19.05|19.05| 6.35 | 7.94 | 1.6 P
SNMM250924-HPR | 25.4 | 25.4 |9.525| 9.12 | 2.4 °
Roughing
Schruppen
Tool holder / Klemmhalter
DSBNRI/L PSBNR/L PSDNN PSKNR/L PSSNR/L MSBNR/L MSRNRI/L
Kr:75° Kr:75° Kr:45° Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°
Page/Seite A198 A199 A243

@ Ex Stock / ab Lager

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




SN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen

[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

A184

Page/Seite A175

MSKNR/L
Kr:75°

Page/Seite  A198 A199

Insert code key _
ISO Code AS6-AST

A185

PSKNR/L

Kr:75°

Grade selection reference
Sortenauswahl

A243

A16/A41-A53

chip breaker selection reference

A186

Spanbrecherauswahl

A187

A31-A40

Recommended cutting parameters

Kr:75°

A196

Empfohlene Schnittparameter

O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
a -0 - P Stant Q0OBBE BB * 80 O
glc(m 1 ggM Rt Sian OQOBLOOLS O O
N o :
B i@ S 0R%®
; \"\,'L_,"/ §'§ Non-lilzrrli\tleetr;\/alxéerial %%
] 00 & @)
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T E £| Hartmetall
Schneid T’;‘; o o
pltieniorm L |[IC| S d r Egﬁg’ggg%%égé%%g%%é § S o
: O0OO0OVBOOOOSS==a0000 |0 28
nNnOMomoooO0N@MOMoOMomom@oMm@MM@MMAMZ |Z2 |00
>>E>>>>>>>>>>>>>>>> |> [>>
SNMG090304 9.525|9.525| 3.18 | 3.81 | 04 |o fe)
SNMG090308 |9.525|9.525| 3.18 | 3.81 | 0.8 °
SNMG120404 12.7 | 12.7 | 476 | 516 | 04
SNMG120408 12.7 | 12.7 | 476 | 516 | 0.8 °
SNMG120412 12.7 | 12.7 | 476 | 516 | 1.2 o) fe)
Basic
SNMG120416 12.7 | 12.7 | 476 | 516 | 1.6 fe)
|®| SNMG150608 15.875(15.875| 6.35 | 6.35 | 0.8
B | SNMG150612 [1587515875 635 | 635 | 12 |0 o
SNMG190612 |19.05/19.05| 6.35 | 7.94 | 1.2 o
SNMG190616 19.05(19.05| 6.35 | 7.94 | 1.6 fe)
SNMG250724 254 1254|794 1912 | 24 °
SNMG250924 254 | 254 (195251912 | 24 °
SNMM090304 9.525|9.525| 3.18 | 3.81 | 04
Basic SNMMO090308 9.525|9.525| 3.18 | 3.81 | 0.8
i\ ’ SNMM120408 | 12.7 | 12.7 | 476 | 5.16 | 0.8 °
— SNMM120412 12.7 | 12.7 | 476 | 516 | 1.2 o
SNMM120416 12.7 | 127 | 476 | 516 | 1.6
Tool holder / Klemmhalter
DSBNRI/L PSBNR/L PSKNR/L PSSNR/L MSBNRI/L MSRNR/L
Kr:75° Kr:75° Kr:75° Kr:45° Kr:75°

A197

A271-A273
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General Turning

A80

Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

SN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen

Steel
a o0 - P Stai QOBBH BB * 80 O
oic[~T Se M REHEESE OOBBOOBYB O O
~JZ N S 3
TP o i[@ S OB%®
8, X 'E.; e q
i . - = ;g Non’(le;rll\;%gﬁéenal e’;%“%
armiostor Stan oo & o
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T = £| Hartmetall
. ype
Schneid Typ o o
platentorm L |I.C| S d 5%%%%8§§§§§§§§S%$§ § S o
: "00003vbowDOSS==a0000 0 28
[aa i aa Jyaa I a'a I a I a'a Y ' I a'a [ o' e a Qo' e a QY a'a e a I a'a i a a i a'a | e =z [ala)
S>>>>>>>>>>>>>>>>> > |[>>
SNMM190608 19.05(19.05| 6.35 | 7.94 | 0.8 fe)
Basic SNMM190612 19.05/19.05| 6.35 | 7.94 | 1.2 ® O
‘ SNMM190616 |19.05/19.05| 6.35 | 7.94 | 1.6 PYNe)
| & ’ SNMM250724-1 | 254 | 254 | 7.94 | 912 | 24 P
_ SNMM250924 254 | 25.4 (9.525/9.12 | 2.4 o e
SNMA120408 12.7 | 12.7 | 476 | 516 | 0.8 P o o
Flat SNMA120412 12.7 1127 | 476 | 516 | 1.2 |o ee® 0O
Glatt
SNMA120416 12.7 | 12.7 | 476 | 516 | 1.6 o0 @
9 ) SNMA150608 |15.875/15.875/ 6.35 | 6.35 | 0.8 o
_ SNMA150612 15.875(15.875| 6.35 | 6.35 | 1.2 °
SNMA190612 [19.05(19.05| 6.35 | 7.94 | 1.2 e e
SNMA190616 |19.05(19.05| 6.35 | 7.94 | 1.6 o e
Tool holder / Klemmhalter
DSBNR/L PSBNR/L PSKNR/L PSSNR/L MSBNR/L MSRNR/L
Kr:75° Kr:75° Kr:75° Kr:45° Kr:75° Kr:75°
Page/Seite A175 A184 A185 A186 A187 A196 A197
MSKNR/L MSDNN PSKNR/L
Kr:75° Kr:45° Kr:75°
Page/Seite A198 A199 A243

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



SN** Negative Insert-Negative WSP

Turning

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
a 90" @ = oosex oo e 0 o
B Stainless S
glcl. - S, %g M R:waslpflree/s:rgtea?':l OOSSS}OOSS% O O
~K %% Cast iron
—Ai S é m Gusseisen .** *
: = ferrte mater
e £ L] i o
Heat-resi: |
Warmiestor Stah oo & @)
_£|__g| Uncoated
Dimension (mm) Coated Carbide g2 | ggz| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape Tvoe S £ | Hartmetall
Schneid T’;‘:) o
plattenform c N - A NN - ® e Qle |2
Lic|s | dlr 2858538830858 88880 b |-
QOO0 OOOSO==a0000 0 &
[aa Y 'a I o'a Y o'a [ o'a [ o'a [ o'a [ a'a [ a'a [Ra'a I a'a I a'a R aa R wa R a a R wa R e Z [aNa)
S>> > > > > > > > > >
SNUNO090304 9.525|9.525| 3.18 - 0.4
SNUNO090308 9.525|9.525| 3.18 - 0.8 o
SNUN120408 12.7 | 12.7 | 4.76 - 0.8 °
Flat SNUN120412 | 127 (127 (476 | - |12 |0 e o o o o
Glatt
SNUN150408 |15.875/15.875/ 4.76 | - 0.8
SNUN150412 15.875(15.875| 4.76 - 1.2
SNUN190408 19.05(19.05| 4.76 | - 0.8
| SNUN190412 |19.0519.05/ 476 | - | 1.2 o o0
SNUN190424 19.05|19.05| 4.76 | - 24
SNUN250724 254 | 254 | 7.94 - 2.4 fe)
SNUN250924 254 | 25.4 |19.525| - 2.4
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-Ad0 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

As1
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General Turning




- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

Turning

TN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
s - [P Stai Q0BBH VW ® 80 O
] 2eM e OOBHBOOHBEH o 0
o .
A ald s OB#S
@d t .g'; Non-ferrite material e’; %
L § Ne Metalle
i amrostar Stany o0 & o
2 _E | £| Uncoated
= Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Qo Insert Shape Type 5 £| Hartmetall
(] Schneid o
@ plattenform Typ — — —AD N - ®—m Sl < —
Q m%m%mOOQOmmmm%S%Sm w0
o< L |IC| S d I [ T AN AN dAO - = [ (5o
c @ QCOOOOOOOO=S=>=>00000 0O =&
Za [va Jwa Jwa Jera Jea Bwa Qi aa [ wa Qs B o o a Rt aa Qi aa Jaa Qo lfaa aa] =d z [alfa
= S>> > > > > > > > > > > > > > > > > > >
P2 TNMG160404-DF | 16.5 (9525 476 | 381 | 04 |0 ® O ®
g 2 TNMG160408-DF | 16.5 |9.525 476 | 3.81 | 08 |0 & ® ®
o ga TNMG160412-DF | 16.5 |9.525/4.76 {381 | 12 |0 @ @ ®
O < i
Finishing TNMG220408-DF | 22 | 127|476 |516| 08 |0 @ O @
Schlichten | TNMG220412-DF | 22 | 12.7 | 476|516 | 0.8 |0 @ @ O
e TNMX160404-WG | 16.5 |9.525| 4.76 | 3.81 | 0.4 ([0 0 O
R TNMX160408-WG | 16.5 |9.525| 4.76 | 3.81 | 0.8 °
A = N
',@\ TNMX160412-WG | 16.5 |9.525| 4.76 | 381 | 1.2 |0 0 O o
NN
Wiper
TNMG110304-SF 11 |6.35|3.18 226 | 04 o
SF TNMG160404-SF | 16.5 |9.525| 4.76 | 3.81 | 0.4 °
TNMG160408-SF | 16.5 |9.525| 4.76 | 3.81 | 0.8 °
p TNMG220408-SF | 22 |12.7 | 476 | 516 | 0.8
Finishing
Schlichten | TNMG220412-SF | 22 | 12.7 | 4.76 | 516 | 1.2
TNMG110304-EF 11 |16.35|3.18 226 | 04 o
EF TNMG110308-EF 11 |16.35|3.18 226 | 0.8 °
TNMG160404-EF | 16.5 |9.525| 4.76 | 3.81 | 0.4 Oe O e
TNMG160408-EF | 16.5 |9.525| 4.76 | 3.81 | 0.8 OeO0 e
TNMG160412-EF | 16.5 |9.525| 4.76 | 3.81 | 1.2 o0 )
TNMG220404-EF | 22 | 12.7 | 476 | 5.16 | 0.4 oe o
Finishing
Schlichten | TNMG220408-EF | 22 | 12.7 | 476 | 5.16 | 0.8 oe o
TNMG220412-EF | 22 | 12.7 | 476 | 5.16 | 1.2 P )
Tool holder / Klemmbhalter
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
Ve X £
Page/Seite A176 A188 A189 A190 A200 A201 A203

PTFNR/L
Kr:90°

Page/Seite A244

@® Ex Stock /ab

A82

Lager

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




TN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

OGute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen %UngﬂnstigeBearbeitungsbedingungen
Steel
4 s - P Stai Q0BBH BB ® 80 O
— ZeM s OOBBOOBEH ole
o .
i@ S OB%®
g; Non-lilzrrli\tlee tr;\lalléerial $ %
Heat-resi: |
Warmfostar Stant OO & @
_E | €| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 3835 unbeschicht.
Insert Shape S £| Hartmetall
Schneid TTS;T o o
lattenform = - - 0 O — O — — =
’ Liic|s | d| r 025858 c8cbbR 888880 & oo
VOO0V OOOOS=SS=a0000 |0 28
(ol I Y o'a I o'a Y o'a [ o'a [ a'a [ a'a [ a'a i a a e a Qe a Y wa R a a R aa R | e Z [alya)
S>E>>>>>>>>>>>>>>>% |5 |[>>
FM TNMG160404R-FM | 16.5 |9.525| 4.76 | 3.81 | 0.4 @) ° °
TNMG160408R-FM | 16.5 |9.525| 4.76 | 3.81 | 0.8 @) ° PY
TNMG160404L-FM | 16.5 |9.525| 4.76 | 3.81 | 0.4 o) ° °
Finishing
Schlichten TNMG160408L-FM | 16.5 |9.525| 4.76 | 3.81 | 0.8 fe) ° °
TNMG110304-PM 11 |6.35]3.18|226| 04 |o )
PM TNMG110308-PM 11 |6.35]3.18 | 226 | 0.8 )
TNMG160404-PM | 16.5 |9.525| 4.76 | 3.81 | 04 |o o0 0 o o0 0
_‘(53_’ TNMG160408-PM | 16.5 (9.525/ 4.76 | 3.81 | 08 |0 @ @ @ @ o LA
‘_-' TNMG160412-PM | 16.5 |9.525/ 4.76 | 3.81 | 12 |0 @ ® O o cOe e
Medium Cut/ TNMG220408-PM | 22 | 127 |476 516 | 08 |0 O @ @ @ o coe e
Mittl. Bearb. | TNMG220412-PM | 22 | 12.7 | 476 (516 | 12 [0 0 © © ® cee
TNMG220416-PM | 22 | 12.7 | 476 | 516 | 1.6 ® O O OO0 e
TNMG110308-DM | 11 | 6.35|3.18 | 226 | 0.8 ° °
TNMG160404-DM | 16.5 |9.525/4.76 |3.81| 04 |0 @ @ ® O o
TNMG160408-DM | 16.5 |9.525| 4.76 | 3.81 | 0.8 o0 00 o)
TNMG160412-DM | 16.5 |9.525| 4.76 | 3.81 | 1.2 o000 o
TNMG220404-DM | 22 | 12.7 | 4.76 | 516 | 0.4 e e 0 O o
Medium Cut/ TNMG220408-DM | 22 | 127|476 |516| 08 [0 e @ @ @ o
Mittl. Bearb | T\NMG220412-DM | 22 | 127 | 476|516 | 12 [0 e @ ® ® o
TNMG220416-DM | 22 | 12.7 | 476 | 5.16 | 1.6 o0 00 o
Tool holder / Klemmbhalter
DTGNR/L PTFNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:90° Kr:90° Kr:93° Kr:90°
Page/Seite A176 A188 A189 A190 A200 A201 A203
PTFNR/L
Kr:90°
Page/Seite A244
Insert code key A56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A83
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General Turning




Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

TN** Negative Insert-Negative WSP

(@]
C
=)
5=
(0]
o]
—
©
(0]
QO
e
(0]
—
a
(0]
£
(0]
£
(0]
2
<

General Turning

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
s - (P Stan Q0BBH VW ® 80 ©
] 5eM R OOBHOOBSH ole
o .
i[@ S 0B%®
od ;g'g Non-’(le;r,i\;%gﬁéerial e’; %
e o0 & o
_E | €| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape T E £| Hartmetall
A ype
Schneid T 13) [3)
plattenform yp 5%%%%8@%%5@5%%%%%5 5 -B
LIICI S dir ood080000SSSS800al0 0 128
fanlyaa iy iy o'a I o'a Y o'a o a I a'a [ o a R aa J a a e a e a e a R a a e a R a | 0=d P4 [ala)
P> > > > > > > > > > > > > > > > > > >
TNMG160404-EM | 16.5 |9.525| 4.76 | 3.81 | 0.4 3K ) Y o
EM TNMG160408-EM | 16.5 |9.525| 4.76 | 3.81 | 0.8 3K ) e O e
TNMG160412-EM | 16.5 |9.525| 4.76 | 3.81 | 1.2 [ K ) Y Y
TNMG220408-EM | 22 | 12.7 | 476 | 5.16 | 0.8 o e e O @
Medium Cut/ | TNMG220412-EM | 22 | 12.7 | 476 | 516 | 1.2 [ ) O [}
Mittl. Bearb.
TNMG220416-EM | 22 | 12.7 | 476 | 516 | 1.6 o e Y
TNMG160404-TC | 16.5 |9.525| 4.76 | 3.81 | 0.4 Y
TC TNMG160408-TC | 16.5 |9.525| 4.76 | 3.81 | 0.8 Y
TNMG160412-TC | 16.5 |9.525| 4.76 | 3.81 | 1.2 Y
TNMG220412-TC 22 | 127|476 | 516 | 1.2 °
TNMG160408-DR | 16.5 |9.525| 4.76 | 3.81 | 0.8 o0 0 o0
TNMG160412-DR | 16.5 |9.525/4.76 | 381 | 1.2 |0 @ @ ® @ o e
DR TNMG220408-DR | 22 | 12.7 | 476 | 516 | 0.8 e 0 o0 o 0O
','//s:u\\\\ TNMG220412-DR | 22 (127|476 |516| 12 |0 @ @ @ @ o e
,/\Q N
ﬁ TNMG220416-DR | 22 | 127 | 476|516 | 16 [0 e @ @ ® o e
Roughing/ | TNMG270608-DR | 27.5 [15.875 6.35 | 6.35 | 0.8 fe)
Schruppen
TNMG270612-DR | 27.5 |15.875| 6.35 | 6.35 | 1.2 )
TNMG270616-DR | 27.5 [15.875/ 6.35 | 6.35 | 1.6 fe)
Tool holder / Klemmhalter
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
S
Page/Seite A176 A188 A189 A190 A200 A201 A203
PTFNR/L
Kr:90°

Page/Seite A244

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



TN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
- P Stal Q0OBBE BB * 80 O
LM R COBHBOOHE o O
o .
) i@ S OB#®
ad,; ez o .
N Lo
Narmioster Sian. oo & o
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38% | unbeschicht.
Insert Sh_ape Type E £| Hartmetall
Schneid Typ (@) O
pltientorm L |[IC| S d r §%§§§S§§§§§§§§S%$§ E S S
: OOOOVBOOOOSS==aaooano o0 €8
NomomMoooO0NoMMo@OM@omommMm@MmMmMMAMmZ |2 |00
SE>>S>>>>>>>>>>>>>> > [>>
TNMM160408-LR | 16.5 [9.525| 4.76 | 3.81 | 0.8 ° ° °
TNMM160412-LR | 16.5 |9.525| 4.76 | 3.81 | 1.2 ° ° Y
TNMM160416-LR | 16.5 |9.525| 4.76 | 3.81 | 1.6 o o fe)
Roughing
Schruppen
DR TNMM160408-DR | 16.5 |9.525| 4.76 | 3.81 | 0.8 |o ® 0 O
TNMM160412-DR | 16.5 |9.525| 4.76 | 3.81 | 1.2 ® O
TNMM220408-DR | 22 | 12.7 | 476 | 5.16 | 0.8 O e 0 O
TNMM220412-DR | 22 | 12.7 | 476 | 516 | 1.2 ® O O
TNMM220416-DR | 22 | 12.7 | 476 | 516 | 1.6 O 0 O
Roughing | TNMM270612-DR | 27.5 [15.875 4.76 | 5.16 | 1.2 oo
Schruppen | TNMM270616-DR | 27.5 [15.875/ 4.76 | 5.16 | 1.6 o0
ER TNMG160408-ER | 16.5 |9.525| 4.76 | 3.81 | 0.8 o o
J/Q\\ TNMG160412-ER | 16.5 |9.525| 4.76 | 3.81 | 1.2 o fe)
@ | TNMG220408-ER | 22 | 127 | 4.76 | 5.16 | 0.8 o o
Roughing
Schruppen | TNMG220412-ER | 22 | 127 | 476 | 516 | 12 o o
Tool holder / Klemmhalter
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
\ f
Page/Seite A176 A188 A189 A190 A200 A201 A203

PTFNR/L
Kr:90°

Page/Seite A244

Insert code key ~ a5 A57

ISO Code

Grade selection reference
Sortenauswahl

A16/A41-A53

chip breaker selection reference

Spanbrecherauswahl

A31-A40

Recommended cutting parameters
Empfohlene Schnittparameter

A271-A273

A85
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General Turning

A86

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

Turning

TN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
- P Stai Q0OBBE B8 * 80 O
— Se M RS OOBEBOOBE o O
o .
i[@ S 0B%®
od ez e R
;g Non. ’(le;rll\;%gﬁéenal e}%
armiostor Stan oo & o
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 38 | 83% | unbeschicht.
Insert Shape T 5 £| Hartmetall
) ype
Schneid Typ 13) [3)
plattenform el s ; §%§§§g§§§§§§§§g%$§ E i
: OO0 0OBOVOOOSS==0ca0000 |0 28
nmooooONoMNo@OMOmom@OM@M@MMAMZ (2 |0A
S>E>>>>>>>>>>>>>>>> > |[>>
TNMM160408-HDR | 16.5 |9.525| 4.76 | 3.81 | 0.8
HDR TNMM160412-HDR | 16.5 |9.525| 4.76 | 3.81 | 1.2
TNMM220408-HDR| 22 | 12.7 | 4.76 | 5.16 | 0.8
TNMM220412-HDR | 22 |12.7 | 4.76 | 516 | 1.2
Heavy TNMM220416-HDR | 22 | 12.7 | 476 | 516 | 1.6 o
Turning
Schwer TNMM270612-HDR | 27.5 (15.875/ 6.35 | 6.35 | 1.2
zerspan
nung TNMM270616-HDR | 27.5 (15.875| 6.35 | 6.35 | 1.6 )
TNMM270624-HDR | 27.5 (15.875/ 6.35 | 6.35 | 2.4 )
TNMG110308 11 [6.35(318|226| 0.8 |o
TNMG160404 16.5 19.525| 4.76 | 3.81 | 04 ® O
TNMG160408 16.5 19.525| 4.76 | 3.81 | 0.8 e e 0 O
TNMG160412 16.5 19.525| 4.76 | 3.81 | 1.2 o0 0
Basic TNMG220404 | 22 | 12.7 | 476 | 5.16 | 0.4 - B
TNMG220408 22 |12.7|4.76 | 516 | 0.8 ® O
TNMG220412 22 | 12.7|4.76 | 516 | 1.2 O 0 O
() TNMG220416 22 | 127|476 |5.16 | 1.6 o0
B TNMG270612 | 275 [15.875| 6.35 | 6.35 | 1.2 N R
TNMG270616 27.5 |15.875 6.35 | 6.35 | 1.6 OO0 e
TNMG330916 33 [19.05|9.525| 7.94 | 1.6 o0 o0
TNMG330924 33 [19.05|9.525| 7.94 | 2.4 00 O
Tool holder / Klemmbhalter
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNRI/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
"V >
Page/Seite A176 A188 A189 A190 A200 A201 A203
PTFNR/L
Kr:90°

Page/Seite A244

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



TN** Negative Insert-Negative WSP

Turning

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
a - P Stol Q0OBBE BB * 80 O
Se M REHEESE OOLBBOOBER O O
o .
i@ S OB#®
E.; e X
N Lo
Heat-resi I
Warmfostar Stant oo & o
_E | £| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Insert Shape Type = 2| Hartmetall
Schneid Typ O O
— - - - M — — -
plattenform . c S ; ) £%g§g§§§§ﬁ£tﬂ§§§%§£ 5 =
OOOOBOOOOSS==aaooano0 o0 €8
[safea lwa Jea lfea Rea i ea Mwa Qo ltwa Jea i wa Baa s laa Jrsa lva =4 z [alia)
S>E>>>>>>>>>>>>>>>> > [>>
TNMM160404 16.5 |9.525| 4.76 | 3.81 | 0.4 |o ® O
TNMM160408 16.5 19.525| 4.76 | 3.81 | 0.8 O 0 O
Basic TNMM160412 16.5 |9.525| 4.76 | 3.81 | 1.2 o
/I\ TNMM220408 22 | 127 | 476 |5.16 | 0.8 ® O O
———_ N TNMM220412 22 | 127 | 476|516 | 1.2 ® O O
I
TNMM220416 22 127|476 | 516 | 1.6 o o0
TNMM270616 275 |15.875/ 6.35 | 6.35 | 1.6 00 @
TNMA160404 16.5 |9.525| 4.76 | 3.81 | 0.4 00 e
TNMA160408 16.5 |9.525| 4.76 | 3.81 | 0.8 e 0o 0
Flat TNMA160412 | 16.5 |9.525| 4.76 | 3.81 | 1.2
Glatt T ) ) ) °H°*
TNMA160416 16.5 |9.525| 4.76 | 3.81 | 1.6 e ® O
(4 ] TNMA220404 22 | 127|476 | 516 | 0.4 00 @
W | TNmA220408 | 22 | 127 | 476 | 546 | 08 olle
TNMA220412 22 [ 127|476 | 516 | 1.2 cCeee@
TNMA220416 22 | 127 | 476|516 | 1.6 00 0
TNMA270616 27.5 |15.875/ 6.35 | 6.35 | 1.6 oo
Tool holder / Klemmhalter
DTGNR/L PTFNR/L PTTNR/L PTGNR/L MTGNR/L MTJNR/L MTFNR/L
Kr:91° Kr:90° Kr:60° Kr:90° Kr:90° Kr:93° Kr:90°
Page/Seite A176 A188 A189 A190 A200 A201 A203

PTFNR/L
Kr:90°

Page/Seite A244

Insert code key ~ a5 A57

ISO Code

Grade selection reference
Sortenauswahl

A16/A41-A53

chip breaker selection reference
Spanbrecherauswahl

A31-A40

Recommended cutting parameters

Empfohlene Schnittparameter

A271-A273

As87
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General Turning




Turning

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

VN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

OGute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen %Ungi]nstige Bearbeitungsbedingungen
Steel
- [P Stan Q0BBH VW ® 80 O
§§ M =S OOBHBOODBDH O O
S 3
i[@ S 0B%®
'E.; r N
Nt €4k
Heat-resi |
Warmfostar Stant o0 & o
2 _E | £| Uncoated
=] Dimension (mm) Coated Carbide g2 | 82| Carbide
D Abmessung Beschichtetes Hartmetall 88 | 882 | unbeschicht.
Q2 Insert Shape Type = £| Hartmetall
® Schneid Typ O @]
8 plattenform . el s g 5%§§§8§§§§§§§§g%$§ § .
e : 500000 b00o0OSS==80000 |0 28
c < [ea Jea Jrwa Jera Yo Rwa Qi wa [ aa QY oa B a o a aa Jyaa R ea e iy aa i aa] =d z [alfa)
€0 S>E>>>>>>>>>>>>>>>> > |[>>
S Q VNMG160404-DF | 16.6 |9.525/4.76 | 381 | 04 |0 @ @ @
F s DF
< @
g e T VNMG160408-DF | 16.6 |9.525/ 4.76 | 3.81 | 0.8 |0 @ @ @
[0) [ =2
s o
= Finishing
O < Schlichten
EF VNMG160404-EF | 16.6 |9.525| 4.76 | 3.81 | 0.4 O ®@ 0O O
@ VNMG160408-EF | 16.6 |9.525| 4.76 | 3.81 | 0.8 o e o
VNMG160412-EF | 16.6 |9.525| 4.76 | 3.81 | 1.2 o) o
Finishing
Schlichten
NF VNEG160404-NF | 16.6 |9.525| 4.76 | 3.81 | 0.4 P ) 1)
X > VNEG160408-NF | 16.6 |{9.525| 4.76 | 3.81 | 0.8 o e o
e
L VNEG160408-NGF | 16.6 |9.525| 4.76 | 3.81 | 0.8 ° o
Finishing
Schlichten
SF VNMG160404-SF | 16.6 |9.525| 4.76 | 3.81 | 0.4 o °
E,, VNMG160408-SF | 16.6 |9.525| 4.76 | 3.81 | 0.8 o o
Finishing
Schlichten
Tool holder / Klemmhalter
DVVNN DVJNR/L MVVNN MVJNR/L
Kr:72°30' Kr:93° Kr:72°30' Kr:93°
Page/Seite A177 A179 A204 A205

@ Ex Stock / ab Lager

A88

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




Turning : Drehen
(CementedfcarbidefandicermetiinsertsEhantmetalllundl€ermetAW.SP

VN** Negative Insert-Negative WSP

Ideal Machining Condition Normal Machining Condition

Unfavorable Machining Condition
OGute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen %UngijnstigeBearbeitungsbedingungen
Steel
a - P Stani Q0BBH BB ® 80 O
5 Stainless Steel
2o M Resireier stan OOHBHOOHBEH o O
=05
3 Casti
i@ S OB#®
£ L] i he
Heat-resistant steel
Warmfester Stahl OO & @
_£|__g| Uncoated
Dimension (mm) Coated Carbide g2 | ggz| Carbide
Abmessung Beschichtetes Hartmetall 88 | 3835 unbeschicht.
Insert Shape Tiae E 2| Hartmetall
Schneid yp
plattenform . c S § ) Egﬁﬁﬁegggﬁﬁgﬁgg?’%ﬁ 5 i
: OCO0OBOVOOOSS==a0000 0 28
ol Iy Y o'a [ o'a o' [ o' I a'a [ a'a Raa J a a e a e a e a e a e a R | o=d P4 [alya)
S>E>>>>>>>>>>>>>>>> > |[>>
PM VNMG160404-PM | 16.6 |9.525/4.76 |3.81 | 04 |0 @ @ @ [ 3}
<<P5> VNMG160408-PM | 16.6 |9.525|/4.76 |3.81| 0.8 |0 @ @ @ o0 0
VNMG160412-PM | 16.6 |9.525| 4.76 | 3.81 | 1.2 T K ) o0 )
Medium Cut/
Mittl. Bearb.
DM VNMG160408-DM | 16.6 |9.525| 4.76 | 381 | 0.8 ([0 @ @ ®
T VNMG160412-DM | 16.6 |9.525| 4.76 | 3.81 | 1.2 e o0 0
.“\vk-
Medium Cut/
Mittl. Bearb.
EM VNMG160404-EM | 16.6 |9.525| 4.76 | 3.81 | 0.4 o e °
9 VNMG160408-EM | 16.6 9.525| 4.76 | 3.81 | 0.8 ce e
Medium Cut/
Mittl. Bearb.
NM VNMG160412-NM | 16.6 |9.525| 4.76 | 3.81 | 1.2 o e
Medium Cut/
Mittl. Bearb.
VNMG160404 16.6 |9.525|/4.76 | 3.81 | 04 |0 O ©
Basic VNMG160408 | 16.6 |9.525 4.76 | 3.81| 08 |0 0 o
S
Tool holder / Klemmbhalter
DVVNN DVJNR/L MVVNN MVJNR/L
Kr:72°30' Kr:93° Kr:72°30' Kr:93°
Page/Seite A177 A179 A204 A205
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-Ad0 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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General Turning




Turning

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

WN** Negative Insert-Negative WSP

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Normal Machining Condition
Normale Bearbeitungsbedingungen

Unfavorable Machining Condition
% Unglinstige Bearbeitungsbedingungen

(@]
C
=)
5=
(0]
o]
—
©
(0]
QO
e
(0]
—
a
(0]
£
(0]
£
(0]
2
<

General Turning

Steel
s |8 @ = oosex e
So M Bente @)
%‘% Cast iron
d gﬁm Gusseisen .***
’ N R B
= Heat-resistant steel O
Warmfester Stahl
_% | __g| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Type 5 2| Hartmetall
Typ 8} O
Llic|s o 2P2RRRSSSREERBREBEL 2 oo
OOO0OVBVOOOSS==aa0000 |0 28
NnomoMooo0NoANoOM@omommMm@MmM@mMM@MZ |2 |00
>E>>>>>>>>>>>>>>>> > [>>
WNMGO06T304-DF | 6.5 |9.525| 3.97 | 3.81 | 0.4
WNMGO06T308-DF | 6.5 |9.525| 3.97 | 3.81 | 0.8
WNMGO06T312-DF | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMG060404-DF | 6.5 |9.525| 4.76 | 3.81 | 0.4
WNMG060408-DF | 6.5 |9.525| 4.76 | 3.81 | 0.8
WNMGO060412-DF | 6.5 |9.525| 4.76 | 3.81 | 1.2
WNMGO080404-DF | 8.7 | 12.7 | 4.76 | 5.16 | 0.4
WNMGO080408-DF | 8.7 | 12.7 |4.76t| 5.16 | 0.8
WNMGO080412-DF | 8.7 | 12.7 | 476 | 5.16 | 1.2
WNMG060404-WG | 6.5 |9.525| 4.76 | 3.81 | 0.4
WNMGO060408-WG | 6.5 |9.525| 4.76 | 3.81 | 0.8
WNMG060412-WG | 6.5 |9.525| 4.76 | 3.81 | 1.2
WNMGO080404-WG | 8.7 | 12.7 | 4.76 | 5.16 | 0.4
WNMGO080408-WG | 8.7 | 12.7 | 4.76 | 5.16 | 0.8
WNMGO080412-WG | 8.7 | 12.7 | 4.76 | 5.16 | 1.2

@ Ex Stock / ab Lager

Tool holder / Klemmbhalter

PWLNR/L
Kr:95°

Page/Seite A179 A191

O On demand /auf Anfrage

MWLNR/L
Kr:95°

A206

PWLNR/L
Kr:95°

4

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




WN** Negative Insert-Negative WSP

Ideal Machining Condition

Turning

Normal Machining Condition

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
4 S - [P Ston Q0BBH BB @ 80 ©
Se M REHEESE OOLBBOOBER O O
o .
o] i@ S OB%®
'E.; e .
N €4
i armisstor Stnr OO & @
_% | __&| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape S £ | Hartmetall
Schneid TTS;F;* o o
lattenform — - - — ™ « — =
’ Liic s |d| r 2838588850088 838885 & |-
O0OO0OO0OO0OOOVO==2==20000/0 0O |=Q
(e [ ra s B wa Jwa Qe o Y ra MY e R wa S wa e iy ca e Ry e R aa e | =4 z [ala]
S>> > > > > > > >
WNMGO06T304-SF | 6.5 |9.525| 3.97 | 3.81 | 0.4 °
SF WNMGO06T308-SF | 6.5 |9.525| 3.97 | 3.81 | 0.8 °
WNMGO06T312-SF | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMG060404-SF | 6.5 |9.525| 4.76 | 3.81 | 0.4 °
WNMG060408-SF | 6.5 [9.525| 4.76 | 3.81 | 0.8 °
o WNMGO080404-SF | 8.7 | 12.7 | 476 | 516 | 0.4 °
Finishing
Schlichten | WNMGO080408-SF | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 °
WNMGO080412-SF | 8.7 | 12.7 | 476 | 5.16 | 1.2
WNMGO06T304-EF | 6.5 |9.525| 3.97 | 3.81 | 04
WNMGO06T308-EF | 6.5 |9.525| 3.97 | 3.81 | 0.8 Y
WNMGO06T312-EF | 6.5 |9.525| 3.97 | 3.81 | 1.2
WNMGO060404-EF | 6.5 |9.525| 4.76 | 3.81 | 0.4 O @ 0 O
WNMGO060408-EF | 6.5 |9.525| 4.76 | 3.81 | 0.8 O @ 0 O
Finishing
Schlichten WNMGO080404-EF | 8.7 | 12.7 | 476 | 5.16 | 0.4 O @ 0 O
WNMGO080408-EF | 8.7 | 12.7 | 476 | 5.16 | 0.8 O e 00
NF WNMGO060408-NF | 6.5 | 12.7 | 476 | 5.16 | 0.8 o o
WNEGO080404-NF | 8.7 | 12.7 | 476 | 5.16 | 0.4 o0
WNEGO080408-NF | 8.7 | 12.7 | 4.76 | 5.16 | 0.8
Finishing
Schlichten
Tool holder / Klemmhalter
DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95° Kr:95°
v \>s
Page/Seite A179 A191 A206 A245
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-Ad0 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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General Turning
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General Turning

A92

Turning

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

WN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 8} Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
S - P Stai Q0OBBE B8 * 80 O
Se M REHEESE OOBBOOBRB O O
o .
ol i[@ S 0B%®
'E.; r N
£ 01 M o
armiostor Stan oo & o
_% | __&| Uncoated
Dimension (mm) Coated Carbide g g%; Carbide
Abmessung Beschichtetes Hartmetall 8% | 383 unbeschicht.
Insert Shape T 5 £| Hartmetall
. ype
Schneid
plattenform Typ — N o ch\nm‘—m‘—mmwmg‘— 8
Lllc|s | d|r RRRgR22Sg228882RRe |2 oo
' OO0OOBOOVOOSS==a0000 0 €8
NN omoMoOm@@mAZ |2 |00
SE>>>>>>>>>>>>>>>> |> |>>
WNMG060408-PM | 6.5 [9.525|4.76 |3.81| 0.8 |0 @ @ ® O oce e
PM
WNMGO060412-PM | 6.5 (9525|476 |381| 12 |0 @ @ ® O oOe e
WNMGO080404-PM | 8.7 | 127 |476 |516 | 04 |0 @ @ ® O ce e
WNMGO080408-PM | 87 | 127|476 /516 | 08 |0 @ @ ® ® o0 0
Medium Cut/ | WNMGO080412-PM | 8.7 | 127 | 476 | 516 | 12 |10 @ @ ® ® oOe e
Mittl. Bearb. | \WNMG080416-PM | 8.7 | 12.7 | 4.76 | 5.16 | 1.6 o o cCee
WNMGO06T304-DM | 6.5 |9.525|3.97 | 3.81 | 0.4
WNMGO06T308-DM | 6.5 |9.525|3.97 | 3.81 | 0.8 ® O
DM WNMGO6T312-DM | 65 |9.525|3.97 | 3.81 | 1.2
/g WNMG060408-DM | 6.5 (9525|476 |381| 08 |0O e @ ®@ @ o) o o
|/‘l/\/'1\ WNMG060412-DM | 6.5 (9525|476 | 381 | 12 |0 @ @ ® O o) o)
WNMGO080404-DM | 8.7 | 127 (476|516 | 04 |0 @e @ @ @ o
Medium Cut/
Mittl. Bearb. WNMGO080408-DM | 8.7 | 127|476 | 516 | 08 |0 @ @ ® @ o o o o
WNMGO080412-DM | 8.7 | 127 |476 |516 | 12 |0 @e @ @ @ o o O
WNMGO080416-DM | 8.7 | 12.7 | 476 | 5.16 | 1.6 ° °
WNMGO06T304-EM | 6.5 |9.525| 3.97 | 3.81 | 0.4 °
WNMGO06T308-EM | 6.5 |9.525| 3.97 | 3.81 | 0.8 °
WNMGO06T312-EM | 6.5 |9.525| 3.97 | 3.81 | 1.2 fe) Y
WNMGO060404-EM | 6.5 |9.525| 4.76 | 3.81 | 0.4 o e ° °
WNMGO060408-EM | 6.5 |9.525| 4.76 | 3.81 | 0.8 o e e O e
Medium Cut/ | WNMGO080404-EM | 8.7 | 12.7 | 476 | 5.16 | 0.4 Oe O eo0 e
Mittl. Bearb. | \yNMG080408-EM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 ceocleoe
WNMGO080412-EM | 8.7 | 12.7 | 476 | 5.16 | 1.2 o e ° °
Tool holder / Klemmbhalter
DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kr:95° Kr:95° Kr:95° Kr:95°
Page/Seite A179 A191 A206 A245

@ Ex Stock / ab Lager

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




WN** Negative Insert-Negative WSP

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen

[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen €9 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
- [P Stai Q0OBBE BB ® 80 O
oM R OCOBBOOBE o ©
o .
i@ S OB%®
g; Non-l(grli\tlee tr;\l?éerial g} %“IS
armiostor Sian OO & @
_E | €| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape T 5 2| Hartmetall
Schneid T{f;) o o
lattenform — = = 0 0 — M «— — -
’ Llic|s|a|r |PBRRR8SSSR0RBREBED b oo
: CO0OBOOOOSS==a0000 0 28
fan iy Iy Y o'a I o'a Y o'a [ o' I a'a [ a'a R aa l a a e a e a e a e a e a R | 0=d Z [alya)
S>E>>>>>>>>>>>>>>>> > |[>>
TC WNMG080404-TC | 8.7 | 12.7 | 476 | 5.16 | 0.4 o
‘ WNMG080408-TC | 8.7 | 12.7 | 476 | 5.16 | 0.8 °
WNMG080412-TC | 8.7 | 12.7 | 476 | 516 | 1.2 °
NM WNMG080404-NM | 8.7 | 12.7 | 476 | 5.16 | 0.4 Y
WNMGO080408-NM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 o e
WNMGO080412-NM | 8.7 | 12.7 | 476 | 516 | 1.2 o e
Medium Cut/
Mittl. Bearb.
DR WNMG060408-DR | 6.5 (9.525 4.76 | 3.81| 08 |0 @ ® ® O PR
/A\ WNMGO060412-DR | 6.5 [9.525/ 476 |381| 12 |0 @ ©@ ® O o0
»Q’\ WNMGO080408-DR | 8.7 | 127 | 476|516 | 08 ([0 @ @ @ ® o0
e
WNMGO080412-DR | 87 [ 127 | 476 |516 | 12 |0 @ @ ® ® o0
Roughing/
Schruppen WNMGO080416-DR | 8.7 | 12.7 | 476|516 | 16 [0 O @ @ ® O
WNMAO06T308 6.5 [9.525| 3.97 | 3.81| 0.8 o
WNMA060404 6.5 [9.525| 476 | 3.81 | 04
Flat WNMA060408 6.5 (9.525| 4.76 | 3.81 | 0.8 oo o
Glatt WNMA060412 6.5 [9.525| 4.76 | 3.81 | 1.2 °
O WNMAO080404 8.7 127|476 | 516 | 0.4 O e e O
— WNMAO080408 8.7 | 127 | 476 | 5.16 | 0.8 ®e® e O
WNMAO080412 8.7 127|476 | 516 | 1.2 ®e® e O
WNMAO080416 8.7 | 127|476 | 516 | 1.6 o0 O
Tool holder / Klemmhalter
DWLNR/L PWLNR/L MWLNR/L PWLNR/L
Kv Kr:95° — Kr:95° Kr:95°
Page/Seite A179 A191 A206 A245
Insert code key A56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-A40 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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General Turning
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General Turning

A94

Turning

- Drehen
[CementedicarbidefandlcermetjinsertsEliartmetallfjundiCerme tAWS Pl

RN** Negative Insert-Negative WSP

@)

Ideal Machining Condition
Gute Bearbeitungsbedingungen

Normale Bearbeitungsbedingungen

Normal Machining Condition Unfavorable Machining Condition
83 %g Unglinstige Bearbeitungsbedingungen

Steel
s - P Stai QOBBH BB * 80 O
15 Stainl Steel
2o M Resireier s OOBHOOMBES o O
=0 :
» Cast
i[@ S 0B%®
;g'; Non-’(Ieerrlic’eeg,elléerial $ %“I)é
Heat-resistant steel
Warmiaster Stahi oo & o
_2 | __g| Uncoated
Dimension (mm) Coated Carbide g2 | gg2| Carbide
Abmessung Beschichtetes Hartmetall 8% | 833 unbeschicht.
Insert Shape Type S £ | Hartmetall
Schneid 'I!;/ 0 o N
plattenform C N N NN = @ - |=
Lc|s|a|r 2EREpS88308RRS880 o |- o
OOOO0OBVOOOSS==0a0000 |0 28
NN pddoo@m@m@AZ |(Z2 00
S>E>>>>>>>>>>>>>>>> > |>>
. RNMG120400 12.7 | 12.7 | 4.76 | 5.16
Basic ® °K
Tool holder / Klemmbhalter
MRGNR/L MRDNN

Page/Seite A207

@ Ex Stock / ab Lager

A207

O On demand /auf Anfrage

YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.




KN** Negative insert-Negative Inserts

Ideal Machining Condition

Normal Machining Condition

Turning

- Drehen

[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition

O Gute Bearbeitungsbedingungen 69 Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
4 s L@ = oesss e ® e0 ©
E‘l " feM R COEBHOOBSB o O
A b 5 i
I vgmr Bl K (Y'Y X
o 8=z et .
< Example R type12 § Non’(’e‘;%‘zg’?éenal ss*
Rechtsausfihrung e ] 00 & @)
_£ | £| Uncoated
Dimension (mm) Coated Carbide g2 gé; Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape S £ | Hartmetall
Schneid T%f;)e o o
plattenform PN N8N8 RNl |5
lLa|] L [IW|S |bn| r s rdAdm-sraN--qQAasSLls = [SS
[CNONSNONSNONONONOI-—I>—b-—1balaNaNal[0) O] -
NN o@m@O@@OA@Z |2 |00
SE>>>S>>>>>>>>>>>>> | [>>
KNUX160405L11 | 16 [16.15/9.525/4.76| 2.2 | 0.5 |o o0 0 °
KNUX160410L11 | 16 [16.15/9.525|/4.76 | 2.2 | 1.0 |o Y °
KNUX | KNUX160405L12 | 16 |16.159.525/4.76| 22 | 05 |0 e o
=/ KNUX160410L12 | 16 |16.15/9.525(4.76| 22 | 1.0 |0 o @ o
KNUX160405R11 | 16 [16.15/9.525/4.76| 2.2 | 0.5 | o ® ® O °
Finishing/
Schlichten KNUX160410R11 | 16 |16.15/9.525/4.76| 2.2 | 1.0 | o ° °
KNUX160405R12 | 16 [16.15|9.525|4.76 | 2.2 | 0.5 | o ° Y
KNUX160410R12 | 16 |16.15/9.525|4.76| 2.2 | 05 |0 O @ o
Chipbreaker / Spanbrecher
1 Finishing - Medium
Schlichten - Mittlere Bearbeitung
12 Medium - Roughing
Mittlere Bearbeitung - Schruppen
Tool holder / Klemmbhalter
CKJNR/L CKNNR/L
Kr:93° Kr:63°
Page/Seite A226 A226
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-Ad0 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter
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General Turning
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General Turning

A96

Turning : Drehen
Cameniae] carbik anel camet Sers = MermeEll ume Cammnet WP

Railway Wheel Machining/
Radsatz Bearbeitung

Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen 83 Normale Bearbeitungsbedingungen % Unglinstige Bearbeitungsbedingungen
Steel
gt - [P Stan Q0BBH VW ® 80 O
5 Stainless Steel
B M Rstioer stan QOBHBOOBHB o O
1 TS 23 Casti
@ i[@ S 0B%®
l Eg tgoo ;g'; Non-’(Ie;rlic’eeg,elléerial %%“%
LW Heat-resistant steel
D sakrosiion sos 00 & @)
_£ | _£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 383 unbeschicht.
Insert Shape Tvoe 5 £ | Hartmetall
Schneid T{f;) o o
lattenform = - - - ™ «— - =
P FEs0598380353A8885 b |o.
D000 OVOOO====0000/0 |O -
[oa s e B e Jea Qe o e R e R wa S o e iy oa e Ry e M aa e a | =4 z [ala)
>>>>>>>>>>>>>>>>> > |>>
— 175.32-191940-22 [19.05| 10 |19.05|/6.35| 4.0 |o °
“ 175.32-191940-227 | 19.05| 10 |19.05 7.2 | 4.0 o
Railway
Wheel
Machining/
Radsatz
Bearb.

175.32-191940-24 |19.05| 10 [19.05/6.35| 4.0 |o °

“ 175.32-301940-24 | 30 | 10 |19.05/6.35| 40 |0 0 @ ©

Railway

Wheel
Machining/

Radsatz
Bearb.

r 175.32-191940-25 [19.05| 10 |19.05| 6.35 | 4.0 o

Railway
Wheel
Machining/

Radsatz
Bearb.

e, | 175.32-191940-28 [19.05| 10 |19.05/6.35| 40 |0 @ @ @

™

175.32-30194031 | 30 | 10 |19.05|6.35 | 4.0 o o

lA

Railway
Wheel

Machining/
Radsatz

Bearb.

@ Ex Stock /ab Lager O On demand /auf Anfrage YBC152F, YBC252F, YBM153F, YBM253F available / verfligbar.



TN** Negative Insert/ Negative WSP

@)

Ideal Machining Condition

Gute Bearbeitungsbedingungen

&

Turning

Normal Machining Condition

Normale Bearbeitungsbedingungen

o

- Drehen
[CementedfcarbidefandlcermetjinsertsElbiartmetallliund(Cermet]

Unfavorable Machining Condition
Ungiinstige Bearbeitungsbedingungen

Steel
s - [P Stai Q0BBH BB ® 80 O
B Stainless Steel
ég M Rostireer stan QOBHBOOHBH o O
o
3 Casti
" i@ S OB%®
2 §'§ Non-lile‘_}rrli\tlee tr;\l?éerial g} %“IS
Heat-resistant steel
Warmfester Stahl OO & @
_£|__g| Uncoated
Dimension (mm) Coated Carbide g2 | gg2| Carbide
Abmessung Beschichtetes Hartmetall 88 | 3835 unbeschicht.
Insert Shape T 5 £| Hartmetall
. ype
Schneid Typ & o
lattenform = - - - - - -
2 R R - R R R L D
L I.C S d r T AN T T ANNT T ANANO «~ «— — o o
[CNONSNONSNONONONOIIb—1b e laNaNall0) (O] - N
[va wa Jrwa Y oa e ywa i wa [ wa Qi a e iy wa e a Sy aa e o e i aa ) e z [alya)
S>> > > > > > > > > > > > > > > >
TNMX1106-2 11.3 15.875 6.35 | 6.35 | 1.6 o
Basic
TNMX1509-2 15.9 22.225/9.52 | 794 | 1.6 o)
/p\ TNMX15T916-2 | 15.9 22225 9.72 | 7.94 | 1.6 o
Ideal Machining Condition Normal Machining Condition Unfavorable Machining Condition
O Gute Bearbeitungsbedingungen @ Normale Bearbeitungsbedingungen % Ungiinstige Bearbeitungsbedingungen
Steel
a - P Stai Q0DBH VW ® 80 ©
° 5 Stainless Steel
w Yao | Iw §% M Rt stan OQOLBLOONBS O O
B 5 Cast i
/ [ K 0B%®
Heat-resistant steel
Warmfoster Stahi o0 & o
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | 82| Carbide
Abmessung Beschichtetes Hartmetall 38 88§ unbeschicht.
Insert Shape T E £| Hartmetall
. ype
Schneid Typ O O
plattenform Lo EnS8385l850RSNRE B |-
L |IC| S d I " PAAOMS-TANC- - NANS S22 = |85
D000V OOO==2==200000 0 =&
[va Jea Jrwa Ja e ywa i wa [ a Qi a B e o a e a Jyaa Ry e o g aa i an ) e z [alfa)
S>E>>>>>>>>>>>>>>>> > |[>>
YNMX1812L 18 22 12 | 20° )
YNMX2518173L 25 25 18 7° )
’ YNUX1812150L | 18 | 18 | 12 | 15° o o
Insert code key AB56-A57 Grade selection reference A16/A41-A53 chip breaker selection reference A31-Ad0 Recommended cutting parameters A271-A273

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

A97
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General Turning






