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5 6 7 8 9

1 2 3 4

1. Shape 4. Type

T A Without chipbreaker, with hole

80° I'TT1G Chipbreaker on both sides, with hole

[T M, S Chipbreaker on one side, with hole

T 7R Chipbreaker on one side, without hole

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

57 TH Chipbreaker on one side, with

58° hole and countersink

60°

KTt P Neg./pos. on one or both sides, with hole

80° Z, X Special

75° @
90° s || s <)>

m0l=l®

80°/100° @
5. Cutting Edge Length
2. Clearance Angle
»L

N E c s | Lo L
<— SN IC Symbol (L)
B P
5m$; ﬁk»;;

inch) mm | C | D| R | S T|V| W[ Q
5/32| 3.97 04 03 | 06 | 06 [02M
7/32| 556 | 05 09
1/4 | 6.35 | 06 | 07 11| 11
9/32| 7.15 12
8.00 08
3/8 1| 952 | 09 | 11 09 [ 16 [16 | 06 | 09
Other 10.00 10
12.00 12
3. Tolerance 1/2 | 12.70 | 12 | 15 12 | 22 |22 | 08 | 12
— 5/8 | 15.88 | 16 15 | 27
A(Ekrg /}m}4« 16.00 16
) 3/4 1 19.05 | 19 19 | 33 13
20.00 20
J IC L —IC — s 25.00 25
m s Ic 1 25.40 25
E +0.025 +0.025 +0.025 ) WEMT 06. .
G +0.025 £0.13 +0.025
M from +0.08 +0.13 from| +0.05
to +0.18(1 to | +0.130
U from +0.13 +0.13 from| +0.08
to +0.380) to | +0.25(

(1) Exact tolerance depends on insert size

Tolerance in mm

Onm OnIC

IC Class M| Class U Class M Class U

6.35 +0.08 +0.13 +0.05 +0.08

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

V72 ISCAR




USER GUIDE

LLJ
6. Thickness 9. Chipformer Designation z
T SF AS/AF TF NM -
PF JZ-RFLF PP TNM o
NF WF GN NR
ST =
X SM WG NMS RP —
14 L @)
_:('T‘ Right-hand Left-hand )

01 = 159mm
T = 1.98mm
02 = 238mm
03 = 318mm
T3 = 397mm
04 = 476mm
06 = 6.35mm
07 = 7.94mm

7. Corner Radius

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

8. Cutting Edge (Optional)
F Sharp

|
N | E  Honed Rounded)
N
N

T Chamfered (Negative Land)

S Chamfered + Honed

Member IMC Grou
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Selection Guide for Chipformers and Grades

Selection Guide for Chipformers and Grades

SF

Medium

‘ M4PW

Finishing

Positive

\

14
Open

ISO P-Steel

GN

NR

[l First Choice

Recommended Carbide Grades

Hard

IC8150

S

[ IC807

P05 P10

* For CBN and Ceramic grades for hardend steel see page 239

ISCAR

P15

P20

IC8350

|

P30

IC830 }



ISO M- Stainless Steel

Finishing

Medium

Roughing

Negative

Open

Finishing

Positive

\

Open

[l First Choice

Recommended Carbide Grades

Hard

—
—

IC6015

Tough

Mo05

M10

M15

M20

M25

M30

M35

Member IMC Group.
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Selection Guide for Chipformers and Grades
ISO K-Cast Iron

Finishing Medium Roughing

Negative

Finishing

Tight

[l First Choice

Recommended Carbide Grades

Hard

Tough

IC5005

IC8150

K05 K10 K15 K20 K25 K30 K35

* For CBN and Ceramic grades for hardend steel see page 239

ISCAR
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Selection Guide for Chipformers and Grades

ISO S-High Temp. Alloys

Medium

Finishing

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

Negative

Finishing

Positive

[l First Choice

Recommended Carbide Grades

Hard

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

* For CBN and Ceramic grades for hardend steel see page 239
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Selection Guide for Chipformers and Grades

Finishing Medium Roughing

Tight [y
I NF
== I

Negative

@p)
|_
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Z
Z
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[l First Choice

Recommended Carbide Grades

Hard
—

—

NO5 N10 N15 N20 N25 N30 N35

ISCAR
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Chipformers
Negative Chipformers

SF Chipformer

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

F3P Chipformer

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

NF Chipformer

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

F3M Chipformer

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

GN Chipformer

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

F3S Chipformer

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

F3N Chipformer

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

WF Chipformer

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

M4PW Chipformer

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

M3P Chipformer

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

Member IMC Grou

P
o=
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Negative Chipformers

M4MW Chipformer

0.3 (=

fo
\1‘30 ; ‘ Chipformer for heavy machining applications on stainless steel. The inserts
\\! 21° feature a very positive radial helical cutting edge and a positive rake angle.

TF Chipformer

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

M3M Chipformer

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

VL Chipformer

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

olchoe ]

PP Chipformer

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

2.0 |
i*/i
13°

A Chipformer

90°

Flat inserts, used for short chipping materials such as cast iron.

EM-M Chipformer

1.1 ‘

Double-sided sharp cutting edge with a 16° positive rake angle
for machining high temperature alloys at a,<3 mm.

M3N Chipformer

24°

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

12 Chipformer

21" 27 ‘ 1=
10° )Y
0.08 &(Q/ Single-sided for medium to rough machining on aluminum and soft materials.

‘

R3P Chipformer

Chipbreaker for rough machining on steel with a positive rake angle and
reinforced cutting edge for better performance and longer tool life.

kU8 ISCAR




NR Chipformer

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

R3M Chipformer

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

T3P Chipformer

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

TNM Chipformer

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

EM-R Chipformer

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

HT/WG Chipformer

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

HM Chipformer

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

H3P Chipformer

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

H4P Chipformer

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

H5P Chipformer

+ For heavy roughing applications

« For large depth of cut and high feed

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

Member IMC Group.
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Negative Chipformers

H6P Chipformer

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

Positive Chipformers

F3P Chipformer

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

0.1

20°
—

PF Chipformer

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

SM Chipformer

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

F3M Chipformer

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

0.1

o

14 Chipformer

.

—

Semi-finishing and finishing. Medium feeds.

AS Chipformer

For general use machining on aluminum and soft materials.

MB3P Chipformer

M3M Chipformer

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

26°
0.65
1.3 |
o Chipbreaker with reinforced cutting edge and positive rake
angles for medium machining steel conditions.
12° \6 )
1.3
19°

kP8 ISCAR
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PCBN Grades
Hard

Tough

Hardened Materials

R o Fes e

IB10H

ISO

Hardene
Materi

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

Gray Cast Iron

— IB9OA

1B20KD
Solid CBN

Ductile Cast Iron

KO1 K010 K20 K30

Heat Resistant Alloys / Nickel Base

ISO

S01 S010 S20 S30

Cintered Materials

ISO

Cintered

Materials

NO1 NO10 N20 N30

Member IMC Group.
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Ceramic Grades

Hard

USER GUIDE

Tough

ISO

Hardened Materials

H
grﬁs

Hard
Mat

Riee \PX

IN420

HO1 H10 H20 H30
Cast Iron (Gray Cast Iron / Nodular Cast Iron)
1S80
K01 K10 K20 K30
Heat-Resistant Alloys / Inconel
ISO
S01 S10 S20 S30

ISCAR
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POSITIVE‘ DOUBLE SIDED

WNGP-F2P
Double-Sided Trigon Inserts
for Super Finish Machining
Conditions on Alloyed Steel

80°

> Sl

Designation

Dimensions

IC S

IC530N

RE

Recommended Machining Data

ap f
(mm) (mm/rev)

WNGP 040302R/L-F2P
WNGP 040304R/L-F2P
WNGP 040308R/L-F2P

4.35
4.35
4.35

6.35 3.18
6.35 3.18
6.35 3.18

0.20
0.40
0.80

0.30-2.00 0.08-0.30
0.30-2.00 0.08-0.30
0.30-2.00 0.08-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-SWLNR/L-04 e NQCH-SWLNR/L-S-JHP e PWLNR/L-S

ISCTUnN
WNMG-F3P
Double-Sided Trigon Inserts
for Semi-Finishing and
Finishing Applications

2
&

Designation

WNMG 060404-F3P
WNMG 060408-F3P
WNMG 060412-F3P
WNMG 080404-F3P
WNMG 080408-F3P
WNMG 080412-F3P

Dimensions Tough <— Hard Recommended Machining Data
2(8(2|2|8|5 2 f
L Ic S RE 3|8 | 8|2 |8 |8 (mm) (mm/rev)
6.52 9.562 476 0.40 o o o [ o o 0.50-2.50 0.07-0.25
6.52 9.52 4.76 0.80 [} o ° ° [} o 0.90-3.00 0.08-0.25
6.52 9.52 476 1.20 o o o o 1.30-3.00 0.10-0.25
8.70 12.70 4.76 0.40 [} o ° o 0.50-3.50 0.07-0.25
8.70 12.70 4.76 0.80 () ° ° o 0.90-3.50 0.08-0.25
8.70 12.70 4.76 1.20 [} o ° o 1.30-3.50 0.10-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G & A/S-MWLNR/L-W e A/S-PWLNR/L ¢ C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

* DWLNR/L ¢ HSK A6BWH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW

* PWLNR/L-08-JHP  PWLNR/L-X ® PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC ¢ S-DWLNR/L * S-MULNR-MW e DWLNR/L-JHP-MC

* HSK AG3WH-MUMNN-MW e MULNR/L-12MW & MWLNR/L-W * PWLNR/L

iSCTURN o

WNMG-M3P >

Double-Sided Trigon Inserts

for Medium Machining

Conditions on Steel

RE #
~—IC— = ~sle
Dimensions Tough <— Hard Recommended Machining Data
S|B|(8|2 |5 % f

Designation L IC S RE 8|8|8|8]|8 (mm) (mm/rev)
WNMG 06T304-M3P 6.52 9.52 3.97 0.40 [ . o 0.45-2.50 0.10-0.45
WNMG 06T308-M3P 6.52 9.62 3.97 0.80 [ . [ 0.50-3.00 0.15-0.50
WNMG 06T312-M3P 6.52 9.52 3.97 1.20 o ° 0.80-3.00 0.18-0.60
WNMG 060404-M3P 6.52 9.52 4.76 0.40 ) ° . . 0.45-2.50 0.10-0.45
WNMG 060408-M3P 6.52 9.52 476 0.80 [ . o . 0.50-3.00 0.16-0.50
WNMG 060412-M3P 6.52 9.52 4.76 1.20 ° . ° 0.80-3.00 0.18-0.60
WNMG 080404-M3P 8.70 12.70 4.76 0.40 . ° . ° 0.40-3.50 0.10-0.45
WNMG 080408-M3P 8.70 12.70 476 0.80 [ . [ . ° 0.50-4.00 0.15-0.50
WNMG 080412-M3P 8.70 12.70 4.76 1.20 . ° . . ° 0.80-4.00 0.18-0.60
WNMG 080416-M3P 8.70 12.70 4.76 1.60 ° ° ° 1.00-4.00 0.23-0.65

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G ¢ A/S-MWLNR/L-W e A/S-PWLNR/L ® C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L ® E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW ¢ HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W
o PWLNR/L ® PWLNR/L-08-JHP e PWLNR/L-X ¢ PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC e S-DWLNR/L ¢ S-MULNR-MW e DWLNR/L-JHP-MC

Member IMC Group,
|
L4 11 ]
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WNMG-CERMET
Double-Sided Trigon Cermet
Grade Inserts for Semi-Finishing
and Finishing Applications

Dimensions Tough <— Hard Recommended Machining Data
z | & % f
Designation L Ic s RE 3] 8 (mm) (mmirev)
WNMG 06T302-FFC 6.52 9.52 397 0.20 ° ° 1.00-2.50 0.05-0.25
WNMG 06T304-FFC 6.52 9.52 397 0.40 ° ° 1.00-2.50 0.05-0.25
WNMG 06T304-FFG 6.52 9.52 397 0.40 ° 1.00-2.50 0.05-0.25
WNMG 06T304-FWA (1) 6.52 9.52 397 0.40 ° 0.50-3.00 0.12-0.50
WNMG 06T308-FFC 6.52 9.52 3.97 0.80 ° 1.00-2.50 0.05-0.25
WNMX 060404-FWA (1) 6.52 9.52 476 0.40 ° 0.50-3.00 0.12-0.50
WNMG 06T302-FFA 6.52 9.92 397 0.20 ° 0.30-1.50 0.05-0.16
WNMG 080404-FFC 8.70 12.70 476 0.40 ° ° 1.00-2.50 0.05-0.25
WNMG 080408-FFC 8.70 12.70 476 0.80 ° 1.00-2.50 0.05-0.25
WNMG 080408-FWT 8.70 12.70 476 0.80 ° 1.40-5.00 0.15-0.60

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

) Insert with wiper geometry

Tools: A/S-MWLNR/L-W e A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e DWLNR/L ¢ E-PWLNR/L-HEAD e HSK A63WH-MULNR-J12MWX2

o HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W ¢ PWLNR/L ¢ PWLNR/L-08-JHP ¢ PWLNR/L-X e PWLNR/L-X-JHP
e S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

D.0.C (mm)
6
FWT
0 1
0.6 Feed (mm/rev)
povelOruan

FEEDTURN

WOMG-10-T3P-1Q

ol
@@
High Feed Turning of Steel IC— - 5 l=

Double-Sided 6° Negative
Side Flank Trigon Inserts for

Dimensions Tough «<— Hard Recommended Machining Data
o o o
S| 8|2 ap f
=] © [
Designation L IC S RE 2|l e | e (mm)@ (mm/rev)®
WOMG 100716-T3P-1Q 10.86 15.88 7.94 1.60 ° ° . 1.00-2.80 1.50-3.00

* The specified machining recommendations in the above table are valid only for PWXOR/L-TF-IQ tools. For PWLOR/L-IQ tools: ap= 3-7 mm, ft= 0.3-0.8 mm/rev.
e For user guide, see pages 122-134, 236-254

() Fast feed cutting condition. For 95° app. See more info.

(2 Fast feed cutting condition. For 95° app. See more info.

Tools: PWLOR/L-IQ ¢ PWXOR/L-TF-IQ

ISCAR
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A
95°

WOMG-13-R3P-IQ
Double-Sided 7° Negative
Side Flank Trigon Inserts for
Heavy Turning of Steel

Dimensions Tough «— Hard Recommended Machining Data

o o

3 ﬁ ap f

[~} [+=]
Designation L IC S RE © 2 (mm) (mm/rev)
WOMG 130612-R3P-1Q 13.03 19.05 6.35 1.20 (] (] 3.50-8.00 0.30-0.80
WOMG 130616-R3P-1Q 13.03 19.05 6.35 1.60 (] (] 4.00-8.00 0.40-0.85
WOMG 130624-R3P-1Q 13.03 19.05 6.35 2.40 ° . 4,00-8.00 0.40-1.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-PWLOR/L-IQ ¢ PWLOR/L-IQ

7.y v J¥y/ _vVv)
DV I Ui
95°
mMnIPrurN =
POSITIVEI DOUBLE SIDED
WNGP-F2M
Double-Sided Trigon Inserts
for Super Finish Machining
Conditions on Stainless Steel
Dimensions Recommended Machining Data
§ ap f
Designation L IC S RE &} (mm) (mm/rev)
WNGP 040302R/L-F2M 4.35 6.35 3.18 0.20 o 0.30-2.00 0.08-0.30
WNGP 040304R/L-F2M 4.35 6.35 3.18 0.40 [ 0.30-2.00 0.08-0.30
WNGP 040308R/L-F2M 4.35 6.35 3.18 0.80 [ 0.30-2.00 0.08-0.30
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-SWLNR/L-04 ¢ NQCH-SWLNR/L-S-JHP e PWLNR/L-S
NS A mwy IFaAs
VI VRN
WNMG-F3M
Double-Sided Trigon
Inserts for Stainless Steel
Finishing Applications
Iy .
Dimensions Tough «— Hard Recommended Machining Data
o 8 = © N~ ap f
2| 8|8|8|8
Designation L IC S RE Sl | |9 (mm) (mm/rev)
WNMG 060404-F3M 6.52 9.52 4.76 0.40 [ o ° o o 0.10-1.50 0.05-0.30
WNMG 060408-F3M 6.52 9.52 4.76 0.80 . ° ° ° ° 0.10-1.50 0.10-0.40
WNMG 060412-F3M 6.52 9.52 4.76 1.20 ° ° ° o 0.20-2.50 0.15-0.50
WNMG 080404-F3M 8.70 12.70 4.76 0.40 ° ° ° ° ° 0.10-1.50 0.05-0.30
WNMG 080408-F3M 8.70 12.70 476 0.80 o o o o o 0.10-1.50 0.10-0.40
WNMG 080412-F3M 8.70 12.70 476 1.20 o [ [ [ [ 0.20-2.50 0.15-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G & A/S-MWLNR/L-W e A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

o DWLNR/L e HSK AB3WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW  MWLNR/L-W ¢ PWLNR/L
o PWLNR/L-08-JHP ® PWLNR/L-X ® PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC ¢ S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

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

and Low Carbon Steel

L

>l Sl

. . Recommended
Dimensions Tough <— Hard Machining Data

2| 8|2|sgls|= % f
Designation L IC S RE 5 <§ § § 5 § (mm) (mm/rev)
WNMG 060404-M3M 6.52 9.52 476 0.40 . . (] . (] 0.50-3.50 0.12-0.40
WNMG 060408-M3M 6.52 9.52 476 0.80 o o o [ o 0.50-3.50 0.15-0.50
WNMG 060412-M3M 6.52 9.52 476 1.20 o o o o o 0.50-3.50 0.20-0.60
WNMG 080404-M3M 8.70 12.70 4.76 0.40 o ° 0.50-5.00 0.12-0.40
WNMG 080408-M3M 8.70 12.70 476 0.80 . . (] . . (] 0.50-5.00 0.15-0.50
WNMG 080412-M3M 8.70 12.70 476 1.20 o o o o 0.50-5.00 0.20-0.60
WNMG 080416-M3M 8.70 12.70 4.76 1.60 o 0.50-5.00 0.25-0.70

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G ® A/S-MWLNR/L-W e A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP
o DWLNR/L ® HSK AB3WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW

¢ PWLNR/L-08-JHP * PWLNR/L-X ® PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC ¢ S-DWLNR/L * S-MULNR-MW e DWLNR/L-JHP-MC

* HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W * PWLNR/L

1907 Ui 80°

WNMG-F3S L

Double-Sided 80° Trigon

Inserts for Titanium and

Heat Resistant Materials

for Finishing Applications BE~ e 1o el

Dimensions Tough <— Hard Recommended Machining Data
S =3 ap f

Designation L IC S RE 3 3 (mm) (mm/rev)
WNMG 060404-F3S 6.52 9.52 476 0.40 . . 0.10-1.50 0.05-0.30
WNMG 060408-F3S 6.52 9.52 476 0.80 o ° 0.10-1.50 0.10-0.35
WNMG 080404-F3S 8.70 12.70 476 0.40 . . 0.10-1.50 0.05-0.30
WNMG 080408-F3S 8.70 12.70 4.76 0.80 ° ° 0.10-1.50 0.10-0.35

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G & A/S-MWLNR/L-W e A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L ¢ DWLNR/L-JHP-MC e HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W
e PWLNR/L e PWLNR/L-08-JHP e PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC e S-DWLNR/L ¢ S-MULNR-MW

7.
PV iI VRN

WNMG-SF
Double-Sided Trigon Inserts
for Super Finishing

Dimensions Tough <— Hard Recommended Machining Data
= =
S|8|5|5 2 f
Designation L IC S RE 5 5 § 3 (mm) (mm/rev)
WNMG 06T302-SF 6.52 9.52 3.97 0.20 . 0.30-1.50 0.02-0.15
WNMG 06T304-SF 6.52 9.52 3.97 0.40 [ ° ° [ 0.30-1.50 0.05-0.15

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-MWLNR/L-W e A/S-PWLNR/L e DWLNR/L e E-PWLNR/L-HEAD ¢ MWLNR/L-W ¢ PWLNR/L

ISCAR




Y Y
VI VRN 80°

WNMG-NF

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

Dimensions Tough <— Hard I\F;I(;(c::?\m?r:;nggti
218 s[z|l23|=18|s(B|E|5lg| = | f
Designation L 1 s R |[8|8|8|8|8|5[8|3[8|8|8|8| mm |mmry
WNMG 06T301-NF B 9.52 3.97 0.10 ° 0.20-1.00 | 0.05-0.15
WNMG 06T302-NF [Gx 9.52 397 0.20 . . . ° . . ° ° ® |0.30-1.50 | 0.08-0.17
WNMG 06T304-NF JGEY: 9.52 3.97 0.40 . . ° ° ° . . . ° ° ® | 0.40-2.50 | 0.07-0.25
WNMG 06T308-NF 6.52 9.52 3.97 0.80 o o o o 0.60-3.00 | 0.08-0.25
WNMG 060402-NF B 9.52 476 0.20 ° e |0.30-3.00 | 0.05-0.20
WNMG 060404-NF 6.52 9.52 476 0.40 o [ ® | 0.60-3.00 [ 0.08-0.25
WNMG 060408-NF 6.52 9.52 476 0.80 ° 0.80-3.00 | 0.08-0.25
WNMG 080404-NF [:N( 12.70 4.76 0.40 ° ° ° 0.40-3.50 | 0.07-0.25
WNMG 080408-NF 8.70 12.70 4.76 0.80 o o o 0.80-3.50 | 0.08-0.25
WNMG 080412-NF 8.70 12.70 4.76 1.20 ° 1.20-3.50 | 0.08-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G ® A/S-MWLNR/L-W ¢ A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L e E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 ® HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW ¢ MULNR/L-12MW & MWLNR/L-W
o PWLNR/L e PWLNR/L-08-JHP e PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC e S-DWLNR/L ¢ S-MULNR-MW e DWLNR/L-JHP-MC

.y Ny vy
OV § Ui 80°
95°

WNMG-VL s =

Double-Sided Trigon Inserts

with a Chipformer for High

Temperature Alloys and

Stainless Steel Valves RE ~ Lod glk:

Dimensions Tough <— Hard Recommended Machining Data
28185 2 f

Designation L IC S RE 3| 8|8 (mm) (mm/rev)
WNMG 06T308-VL 6.52 9.52 3.97 0.80 (] 0.50-3.00 0.07-0.25
WNMG 080404-VL 8.70 12.70 4.76 0.40 o o 0.30-3.00 0.05-0.15
WNMG 080408-VL 8.70 12.70 4.76 0.80 o o 0.50-4.00 0.10-0.25
WNMG 080412-VL 8.70 12.70 4.76 1.20 o 1.00-4.50 0.12-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-MWLNR/L-W e A/S-PWLNR/L ¢ C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e DWLNR/L ¢ E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2

o HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W ¢ PWLNR/L ® PWLNR/L-08-JHP e PWLNR/L-X ® PWLNR/L-X-JHP
e S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

VI Ui
95°
WNMG-WG =
Double-Sided Trigon Wiper
Inserts for High Surface Finish
at High Feed Turning
Iy .
. . Recommended
Dimensions Tough Hard Machining Data
3 3 3 = 3z © 8 ~ ™~ ap f
R IR | KR IRINFIB| |8
Designation IC L S RE S| |9 || |(lo|leo|lo| o (mm) (mm/rev)
WNMG 06T304-WG 9.52 6.52 3.97 0.40 () ° ° ° ° 0.40-3.00 0.10-0.35
WNMG 06T308-WG 9.52 6.52 3.97 0.80 [ . ° [ . 0.60-3.50 0.10-0.50
WNMG 060404-WG 9.52 6.52 4.76 0.40 o ° ° o 0.40-3.00 0.10-0.35
WNMG 060408-WG 9.52 6.52 476 0.80 [ ° [ 0.60-3.50 0.10-0.50
WNMG 080408-WG 12.70 8.70 4.76 0.80 (] . o . o . o 1.00-3.50 0.10-0.50
WNMG 080412-WG 12.70 8.70 476 1.20 [J [ [ [ 1.20-4.00 0.30-0.80

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G ® A/S-MWLNR/L-W e A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

o DWLNR/L e E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW ¢ HSK A63WH-MUMNN-MW e MULNR/L-12MW  MWLNR/L-W
o PWLNR/L ® PWLNR/L-08-JHP ¢ PWLNR/L-X ¢ PWLNR/L-X-JHP ® PWLNR/L-X-JHP-MC e S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

Member IMC Group,
|
L4 11 ]
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Y Y
VI VRN 80°

WNMG-WF
Double-Sided Trigon
Wiper Inserts for Finishing
Operations at High Feeds

Dimensions Tough <— Hard Recommended Machining Data

% 8 ~ ~

2l =|8|8 % f
Designation L IC S RE || |L (mm) (mm/rev)
WNMG 060402-WF 6.52 9.52 476 0.20 L] 0.20-3.00 0.06-0.25
WNMG 060404-WF 6.52 9.52 4.76 0.40 (] L] 0.50-3.00 0.05-0.30
WNMG 060408-WF 6.52 9.52 476 0.80 L] 0.80-3.50 0.07-0.30
WNMG 080408-WF 8.70 12.70 4.76 0.80 o o 0.80-3.50 0.07-0.35
WNMG 080412-WF 8.70 12.70 4.76 1.20 o 0.80-3.50 0.07-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G ¢ A/S-MWLNR/L-W e A/S-PWLNR/L ® C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

o DWLNR/L e HSK AB3WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W ¢ PWLNR/L
* PWLNR/L-08-JHP * PWLNR/L-X  PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC ¢ S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

ISOT ViR

WNMG-PP

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

) . Recommended

Dimensions Tough «— Hard Machining Data

<s|8|8|8|z|8|=|2|8|8|<|2|lc|s|s| = f
Designation L Ic sSRE|S|B|S|8|8|38|8|a|8|8|8|a|8|8|8|38 (mm) (mm/rev)
VL (e oy eo B0 6.52 9.52 3.97 0.40 () ° ° ° ° [ o 1.00-3.00 0.14-0.30
L (R o B 2120 6.52 9.52 3.97 0.80 o [} [ ° [ o 1.00-3.00 0.14-0.30
VL[ EDER N 652 952 4.76 0.40 ° ° ° o 1.00-3.00 0.14-0.30
WNMG 060408-PP [EaNX Ak} o ° ° 1.00-3.00 0.14-0.30
L (el oz 0ER 2ol 870 12.70 4.76 0.40 o o [ ° () ° ° [ o 1.00-3.50 0.14-0.30
T [eRofTo DB o 870 12.70 476 080 © | @ | o | © [ @ o | o | o | o o | o (o ° 1.00-4.00 0.14-0.30
L (el [0 EE PR Sl 8.70 12.70 4.76 1.20 ° ° ° 1.50-5.00 0.18-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G & A/S-MWLNR/L-W e A/S-PWLNR/L ¢ C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L e E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 e HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW & MWLNR/L-W
o PWLNR/L e PWLNR/L-08-JHP e PWLNR/L-X ¢ PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC e S-DWLNR/L ¢ S-MULNR-MW e DWLNR/L-JHP-MC

ISCAR



ISOT UninN 80° s
WNMG-TF

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

) . Recommended

Dimensions Tough <— Hard Machining Data

2 8|8|8|z|2|8|8|<|2|8]le|s]s % f

o (] «© (=] [*23 (%=} 5 w0 N N [Tl (=] [} D

Designation L IC 8§ RE|o|o|o|o|c|o|o|e|o|(o|le|o|o]|o (mm) (mm/rev)
WNMG 06T304-TF 652 952 397 040| e ° ° o | o 1.00-3.00 0.12-0.35
WNMG 06T308-TF 652 952 397 080 e ° ° o | o o | o | o 1.00-3.00 0.12-0.35
WNMG 06T312-TF 652 952 397 120 o | o 1.00-4.00 0.15-0.40
WNMG 060404-TF 6.52 952 476 040 . o | o 1.00-3.00 0.12-0.35
WNMG 060408-TF 6.52 952 476 080 | e ° ° o | o 1.00-3.00 0.12-0.35
WNMG 060412-TF 652 952 476 1.20 o | o 1.00-4.00 0.15-0.35
WNMG 080404-TF 870 1270 476 040 | e . . . . . . . . 1,00-4.00 0.12-0.35
WNMG 080408-TF 870 1270 476 080 @ | @ | @ [ @ | @ | @ [ @ [ @ | @ o | o (o | o 1.00-4.00 0.12-0.35
WNMG 080412-TF 870 1270 476 1.20| e . ] . . . . . ° 1.50-4.50 0.15-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G & A/S-MWLNR/L-W e A/S-PWLNR/L & C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L e E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 ® HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW & MWLNR/L-W
o PWLNR/L e PWLNR/L-08-JHP e PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC e S-DWLNR/L ¢ S-MULNR-MW e DWLNR/L-JHP-MC

1907 Ui M
95°
WNMG-GN =

Double-Sided Trigon Inserts
for General Applications

. . Recommended
Dimensions Tough < Hard Machining Data
slsl8|8|8|2|8|<|B|8|5|5]| = f
(> [=2] [>2] © (=] © 0 N [Te) 0 0 [=2]
Designation L IC S RE ||| |||l |||l |o|C (mm) | (mm/rev)
WNMG 06T304-GN 6.52 9.52 3.97 0.40 () o ° [} 1.00-3.50 | 0.14-0.40
WNMG 06T308-GN 6.52 9.52 3.97 0.80 [} ° ° ° 1.00-3.50 | 0.16-0.45
WNMG 06T312-GN 6.52 9.52 3.97 1.20 o 1.50-4.00 | 0.18-0.45
WNMG 060404-GN 6.52 9.52 476 0.40 o 1.00-3.50 | 0.14-0.40
WNMG 060408-GN 6.52 9.52 4.76 0.80 (] 1.00-3.50 | 0.16-0.45
WNMG 060412-GN 6.52 9.52 476 1.20 ° 1.50-4.00 | 0.18-0.45
WNMG 080404-GN 8.70 12.70 4.76 0.40 [ ° ° ° 1.00-4.50 | 0.14-0.40
WNMG 080408-GN J:R(] 12.70 4.76 0.80 . . . . . . . . ° . ° ® | 1.00-4.50 | 0.16-0.45
WNMG 080412-GN 8.70 12.70 476 1.20 o [ o o o o 1.50-4.50 | 0.22-0.50
WNMG 080416-GN 8.70 12.70 4.76 1.60 L] 2.00-6.00 | 0.25-0.60
WNMG 130612-GN BRENk} 19.05 6.35 1.20 o (] 2.50-5.50 | 0.30-0.50
WNMG 130616-GN JREN] 19.06 6.35 1.60 [ 2.50-6.00 | 0.30-0.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G ¢ A/S-MWLNR/L-W e A/S-PWLNR/L ® C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L e E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 ® HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW & MWLNR/L-W
o PWLNR/L e PWLNR/L-08-JHP e PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC e S-DWLNR/L ¢ S-MULNR-MW e DWLNR/L-JHP-MC

Member IMC Group,
|
L4 11 ]
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PV I VN 80°

WNMM-NM
Single-Sided Trigon Inserts
for Roughing Applications

L B 1=

RE#
la— |C—»] - Sl
Dimensions Recommended Machining Data
% ap f
Designation L IC S RE o (mm) (mm/rev)
WNMM 080408-NM 8.70 12.70 4.76 0.80 [ 1.50-5.00 0.20-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-MWLNR/L-W e A/S-PWLNR/L ¢ C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e DWLNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
¢ HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-W e PWLNR/L ® PWLNR/L-08-JHP ¢ PWLNR/L-X ® PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC

e S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

r.J
PV I VN

WNMG-NR
Double-Sided Trigon Inserts
with a Special Chipformer
for Heavy Machining

Dimensions Tough <— Hard Recommended Machining Data
T 2|5 |55 % f
Designation L IC S RE 5 23 5 5 3 (mm) (mm/rev)
WNMG 080408-NR 8.70 12.70 476 0.80 ° ° ° o 1.00-5.00 0.18-0.50
WNMG 080412-NR 8.70 12.70 476 1.20 o ° ° ° o 2.00-5.00 0.23-0.55
WNMG 080416-NR 8.70 12.70 4.76 1.60 [ [ 2.00-5.00 0.30-0.60

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-MWLNR/L-W e A/S-PWLNR/L e C#MULNR/L-MW e C#-PWLNR/L-08-JHP e DWLNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
* HSK A63WH-MUMNN-MW e MULNR/L-12MW  MWLNR/L-W e PWLNR/L  PWLNR/L-08-JHP ® PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC

142

e S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

1907 Ui
WNMG-TNM
Double-Sided Trigon Inserts
for Semi-Roughing and
Roughing Applications

@
e—Ic—  =lsle
Dimensions Tough <— Hard Recommended Machining Data
S| B8 (5|5 % f
Designation L IC S RE S| 8|8 |8 |3 (mm) (mm/rev)
WNMG 080408-TNM 8.70 12.70 4.76 0.80 o 2.00-4.50 0.25-0.45
WNMG 080412-TNM 8.70 12.70 4.76 1.20 o 2.00-4.50 0.256-0.45
WNMG 130612-TNM 13.03 19.05 6.35 1.20 ° ° ° o 2.50-7.00 0.25-0.65
WNMG 130616-TNM 13.08 19.05 6.35 1.60 (] L] 2.50-7.00 0.25-0.65
WNMG 130624-TNM 13.03 19.05 6.35 2.40 [ [ 3.00-7.00 0.30-0.65

e This inserts should be used with SEAT IWSN 635M3 only!

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-MWLNR/L-W e A/S-PWLNR/L e C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e DWLNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
* HSK A6BWH-MUMNN-MW e MULNR/L-12MW  MWLNR/L-13W ¢ MWLNR/L-W  PWLNR/L ¢ PWLNR/L-08-JHP ¢ PWLNR/L-X * PWLNR/L-X-JHP

* PWLNR/L-X-JHP-MC ¢ S-DWLNR/L * S-MULNR-MW e DWLNR/L-JHP-MC

ISCAR




7.y v /¥y VvV

VI Ui 80°
WNMA/WNMA-WG
Double-Sided Trigon Inserts

for Short Chipping Materials
such as Cast Iron

RE ¥
IC—  —»lsle
Dimensions Tough <— Hard Recommended Machining Data

(=] o 0

ﬁ S g 8 ap f

[+=] [Y2] < 0
Designation L IC S RE 2| 2|9 |2 (mm) (mm/rev)
WNMA 06T304 6.52 9.52 3.97 0.40 (] L] (] 0.50-2.00 0.03-0.30
WNMA 06T308 6.52 9.52 3.97 0.80 o ° o 1.00-3.00 0.03-0.40
WNMA 06T312 6.52 9.52 3.97 1.20 o 1.50-3.50 0.03-0.45
WNMA 060404 6.52 9.52 4.76 0.40 o ° 1.00-3.00 0.03-0.50
WNMA 060408 6.52 9.52 476 0.80 . ° (] 1.00-3.00 0.03-0.50
WNMA 060412 6.52 9.52 476 1.20 L] (] 1.00-3.00 0.03-0.50
WNMA 080408 8.70 12.70 4.76 0.80 ° ° ° o 1.00-4.00 0.03-0.48
WNMA 080408-WG 8.70 12.70 476 0.80 [ 1.00-3.50 0.10-0.60
WNMA 080412 8.70 12.70 476 1.20 . ° [ 1.50-4.00 0.03-0.55
WNMA 080416 8.70 12.70 4.76 1.60 o ° 2.00-5.00 0.03-0.55
WNMA 130616 13.03 19.05 6.35 1.60 ° [ 3.00-8.00 0.03-0.80

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-PWLNR/L-X/G ¢ A/S-MWLNR/L-W e A/S-PWLNR/L ® C#-MULNR/L-MW e C#-PWLNR/L-08-JHP e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP

e DWLNR/L e E-PWLNR/L-HEAD ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW ¢ HSK A63WH-MUMNN-MW e MULNR/L-12MW e MWLNR/L-13W
o MWLNR/L-W e PWLNR/L ¢ PWLNR/L-08-JHP ¢ PWLNR/L-X ¢ PWLNR/L-X-JHP ® PWLNR/L-X-JHP-MC e S-DWLNR/L ® S-MULNR-MW e DWLNR/L-JHP-MC

HELiTURN

WNMX-M3/4PW @i
Double-Sided Trigon Inserts
with High Helical Cutting Edge

for High Metal Removal Rates

| S [

. . Recommended

Dimensions Tough <— Hard Machining Data

2|8(28|8|5 % :
Designation IC RE S L 8|8|8|8 |8 (mm) (mm/rev)
WNMX 060604-M3PW 9.52 0.40 441 6.50 () ° ° 1.00-4.00 0.20-0.50
WNMX 060608-M3PW 9.52 0.80 441 6.50 [} ° [} ° o 1.50-4.00 0.25-0.60
WNMX 080708-M4PW 12.70 0.80 6.78 8.70 ° ° [} 1.50-5.00 0.25-0.60
WNMX 080712-M4PW 12.70 1.20 6.78 8.70 [ . 2.00-5.00 0.30-0.80
WNMX 080716-M4PW 12.70 1.60 6.78 8.70 o [ 2.00-5.00 0.30-1.00

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP e DWLNR/L ¢ DWLNR/L-JHP-MC e PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC

HELiTUnn LD
95°
WNMX-M3/4MW =
Double-Sided Trigon Inserts
for Machining Stainless Steel,
High Temperature Alloys and
Soft, Low Carbon Steel
Dimensions Recommended
Machining Data
'e] (=3 0 (=3
l8 | 8|5 | 2|88 a f
Designation IC RE S L 5 5 5 § 5 5 5 (mm) (mm/rev)
WNMX 060604-M3MW 9.52 0.40 4.41 6.50 o ° ° 0.80-4.00 0.15-0.50
WNMX 060608-M3MW 9.52 0.80 4.41 6.50 ° ° ° 1.00-5.00 0.20-0.60
WNMX 080704-M4MW 12.70 0.40 6.78 8.70 o ° ° ° ° o 0.80-5.00 0.15-0.50
WNMX 080708-M4MW 12.70 0.80 6.78 8.70 . ° ° ° . 1.00-5.00 0.20-0.60
WNMX 080712-M4MW 12.70 1.20 6.78 8.70 o ° ° o 1.20-5.00 0.25-0.70

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G e C#-PWLNR/L-X e C#-PWLNR/L-X-JHP e DWLNR/L ¢ DWLNR/L-JHP-MC e PWLNR/L-X ¢ PWLNR/L-X-JHP ¢ PWLNR/L-X-JHP-MC

Member IMC Group,
|
L4 11 ]
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ISOTURN
CNMG-F3P

Double-Sided 80° Rhombic
Inserts for Semi-Finishing

and Finishing Applications ha
> S -

. . Recommended

Dimensions Tough Hard Machining Data

s|8(8|8|z|8 5| = f
Designation L IC S RE § § § § § ué § (mm) (mm/rev)
CNMG 090404-F3P 9.67 9.52 476 0.40 o [} ° ° ° o 0.50-3.50 0.07-0.25
CNMG 090408-F3P 9.67 9.52 4.76 0.80 ° ° . ° ° ) 0.90-3.50 0.08-0.25
CNMG 120404-F3P 12.90 12.70 4.76 0.40 . o . [ [ 0.50-3.50 0.07-0.25
CNMG 120408-F3P 12.90 12.70 476 0.80 . . [ . [ 0.90-3.50 0.08-0.25
CNMG 120412-F3P 12.90 12.70 4.76 1.20 o ° ° o 1.30-3.50 0.10-0.25

For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L ¢ HSK AB3WH-MULNR-J12MWX2 ® HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW ¢ PCBNR/L ¢ PCLNR/L
e PCLNR/L-12-JHP e PCLNR/L-X  PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW e AVC-PCLNR/L e DCLNR/L-JHP-MC

ISOTURN
CNMG-M3P

Double-Sided 80° Rhombic
Inserts for Medium Machining

Conditions on Steel ha
Dimensions Tough <— Hard Recommended Machining Data
2| E|2|2|8 |5 3 f
0 159 ) el Irsd 53] P
Designation L IC S RE ORRONRONNONRONRO (mm) (mm/rev)
CNMG 090404-M3P 9.67 9.52 476 0.40 o o o o 0.40-4.00 0.10-0.30
CNMG 090408-M3P 9.67 9.52 476 0.80 [ o [ . 0.50-4.50 0.15-0.50
CNMG 120404-M3P 12.90 12.70 476 0.40 o o [ ° 0.40-5.50 0.10-0.30
CNMG 120408-M3P 12.90 12.70 4.76 0.80 ° ° ° ° ° ° 0.50-5.50 0.15-0.50
CNMG 120412-M3P 12.90 12.70 476 1.20 o o [ o 0.80-5.50 0.18-0.60
CNMG 160612-M3P 16.12 15.88 6.35 1.20 ° . [ L] 0.80-7.20 0.18-0.60
CNMG 160616-M3P 16.12 15.88 6.35 1.60 . [ [ o 0.80-7.20 0.18-0.60
CNMG 190608-M3P 19.30 19.05 6.35 0.80 ° . . 0.50-8.60 0.15-0.50
CNMG 190612-M3P 19.30 19.05 6.35 1.20 [ o [ 0.80-8.60 0.18-0.60

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L ® A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2 ® HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MCLNR/L ¢ MULNR/L-12MW e PCBNR/L

e PCLNR/L ¢ PCLNR/L-12-JHP e PCLNR/L-X ® PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e AVC-PCLNR/L e DCLNR/L-JHP-MC

iISCTURN
CNMG-R3P

Double-Sided 80° Rhombic
Inserts with a Chipformer

for Rough Machining
Dimensions Tough «— Hard Recommended Machining Data
o o o [Xe)

Bl | 2|58 8 ap f

(2] 0 oo 0 (Yol (<]
Designation L IC S RE ele|e|e|e e (mm) (mm/rev)
CNMG 120408-R3P 12.90 12.70 4.76 0.80 o 1.00-5.00 0.18-0.50
CNMG 120412-R3P 12.90 12.70 476 1.20 [ 1.00-5.00 0.23-0.55
CNMG 120416-R3P 12.90 12.70 4.76 1.60 o 1.00-5.00 0.30-0.60
CNMG 160608-R3P 16.12 15.88 6.35 0.80 o ° ° 1.50-6.00 0.25-0.50
CNMG 160612-R3P 16.12 15.88 6.35 1.20 o ° o 2.00-7.00 0.30-0.60
CNMG 160616-R3P 16.12 15.88 6.35 1.60 ° ) ° ° 2.50-7.00 0.30-0.70
CNMG 160624-R3P 16.12 15.88 6.35 2.40 o [ 2.50-7.00 0.30-0.70
CNMG 150616-R3P 16.12 15.88 6.35 1.60 o 2.50-7.00 0.30-0.70
CNMG 190612-R3P 19.30 19.05 6.35 1.20 [ 3.50-8.00 0.30-0.80
CNMG 190616-R3P 19.30 19.05 6.35 1.60 o ° ° ° 4.00-10.00 0.40-0.85
CNMG 190624-R3P 19.30 19.05 6.35 2.40 [ 4.00-10.00 0.40-0.85

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L e DCLNR/L-JHP-MC ¢ HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e [HSR ¢ MCLNR/L

e MULNR/L-12MW e PCBNR/L ¢ PCLNR/L ® PCLNR/L-12-JHP e PCLNR/L-X e PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW

ISCAR
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CNMG-CERMET PP~ F T
Double-Sided 80° Rhombic - @ ’ﬁé‘;
Cermet Grade Inserts M M
for Semi-Finishing and 7! ' il o

Finishing Applications EWT FFC
Dimensions Tough <— Hard Recommended Machining Data
g | 8 i f
Designation L IC S RE &) o (mm) (mm/rev)
CNMG 120402-FFG 12.90 12.70 4.76 0.20 o 0.40-3.50 0.07-0.25
CNMG 120404-FFC 12.90 12.70 4.76 0.40 ° ° 0.50-3.50 0.07-0.25
CNMG 120408-FFC 12.90 12.70 476 0.80 . 1.00-2.50 0.05-0.25
CNMG 120408-FWT 12.90 12.70 4.76 0.80 [ 0.00-5.00 0.15-0.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L ® A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2 ® HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW ¢ MULNR/L-12MW e PCBNR/L * PCLNR/L
® PCLNR/L-12-JHP e PCLNR/L-X ¢ PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e DCLNR/L-JHP-MC

D.0.C (mm)
5 -4
FWT
FFC
FFG
0 }
0.6 Feed (mm/rev)
povelrurn
HEAVY DUTY LINE
COMG-R3P-1Q
Double-Sided 7° Negative Side
Flank 80° Rhombic Inserts
for Heavy Turning of Steel
Dimensions Tough «<— Hard Recommended Machining Data
o o
g = % f

Designation L IC S RE e 9 (mm) (mm/rev)

COMG 160608-R3P-1Q 16.12 15.88 6.35 0.80 [ [ 2.00-9.00 0.25-0.50

COMG 160612-R3P-1Q 16.12 15.88 6.35 1.20 [ [ 2.00-9.00 0.30-0.60

COMG 160616-R3P-1Q 16.12 15.88 6.35 1.60 ° o 2.00-9.00 0.30-0.70

COMG 190612-R3P-1Q 19.34 19.05 6.35 1.20 [ [ 3.00-12.00 0.30-0.80

COMG 190616-R3P-1Q 19.34 19.05 6.35 1.60 o . 3.50-12.00 0.35-0.90

COMG 190624-R3P-1Q 19.34 19.05 6.35 2.40 ) ) 3.50-12.00 0.35-0.90

COMG 250924-R3P-1Q 25.79 25.40 9.52 2.40 ° ° 4,00-15.00 0.40-1.00
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-PCLOR/L-IQ * PCBOR/L-IQ * PCLOR/L-IQ

DOVE TAIL GEOMETRY
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povel(Ururn

COMM-R3P-1Q
Single-Sided 7° Negative Side
Flank 80° Rhombic Inserts
for Heavy Turning of Steel

Dimensions Tough «— Hard Recommended Machining Data
(=4 (=4
S = ap f
(=} (==}
Designation L IC S RE © © (mm) (mm/rev)
COMM 190624-R3P-1Q 19.34 19.05 6.35 2.40 o o 3.50-12.00 0.35-1.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-PCLOR/L-IQ ¢ PCBOR/L-IQ ¢ PCLOR/L-IQ

oV I VN

CNMG-F3M
Double-sided 80° Rhombic
Inserts for Stainless Steel

Finishing Applications -
> S -
. . Recommended
Dimensions Tough Hard Machining Data
[Xe] n

8|S |s/8|5 =S 3 f
Designation L IC S RE 3 5 5 § § § § (mm) (mm/rev)
CNMG 090404-F3M 9.67 9.52 4.76 0.40 ° [} ° ° ° 0.10-1.50 0.05-0.30
CNMG 090408-F3M 9.67 9.52 476 0.80 ° ° ° ° ° 0.10-1.50 0.10-0.40
CNMG 120404-F3M 12.90 12.70 4.76 0.40 o ° ° ° ° 0.10-1.50 0.05-0.30
CNMG 120408-F3M 12.90 12.70 4.76 0.80 ° ° . . ° . 0.10-1.50 0.10-0.40
CNMG 120412-F3M 12.90 12.70 4.76 1.20 ° ° ° ° ° ° ° 0.20-2.00 0.15-0.50

For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP e DCBNR/L

e DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L * PCLNR/L
® PCLNR/L-12-JHP e PCLNR/L-X ¢ PCLNR/L-X-JHP ¢ PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e AVC-PCLNR/L e DCLNR/L-JHP-MC

ISOT Uinid
80°

CNMG-M3M /7

Double-Sided 80° Rhombic !

Inserts for Machining Stainless IC 95”

and Low Carbon Steel =]

RE L S e
Dimensions Tough <— Hard ammgngzt:
s | S8|12|gls]|3 % f

Designation L IC S RE § § § § 3 § (mm) (mm/rev)
CNMG 090404-M3M 9.67 9.52 476 0.40 o o o o o 0.40-4.00 0.12-0.40
CNMG 090408-M3M 9.67 9.52 4.76 0.80 . ° ° . . 0.50-4.50 0.15-0.50
CNMG 120404-M3M 12.90 12.70 476 0.40 o o 0.50-5.00 0.15-0.50
CNMG 120408-M3M 12.90 12.70 4.76 0.80 . ° ° ° . . 0.50-5.00 0.15-0.50
CNMG 120412-M3M 12.90 12.70 4,76 1.20 [ o ° ° ° [ 0.50-5.00 0.20-0.60
CNMG 120416-M3M 12.90 12.70 476 1.60 o o o o 0.50-5.00 0.25-0.70
CNMG 160608-M3M 16.12 15.88 6.35 0.80 o [ o o 0.50-7.00 0.15-0.50
CNMG 160612-M3M 16.12 15.88 6.35 1.20 o o o o o 0.50-7.00 0.20-0.60
CNMG 160616-M3M 16.12 15.88 6.35 1.60 o [ o o o 0.50-7.00 0.25-0.70
CNMG 190608-M3M 19.34 19.05 6.35 0.80 . ° ° . 3.00-10.00 0.30-0.70
CNMG 190612-M3M 19.34 19.05 6.35 1.20 [ o ° [ 3.00-10.00 0.35-0.80

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L e HSK AB3WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MCLNR/L * MULNR/L-12MW e PCBNR/L
e PCLNR/L e PCLNR/L-12-JHP e PCLNR/L-X ® PCLNR/L-X-JHP ¢ PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e AVC-PCLNR/L

e DCLNR/L-JHP-MC

IEN ISCAR




7.y v /¥y’ 7V}
IOV I UiV
CNMG-R3M
Double-Sided 80° Rhombic

Inserts for Rough Machining of
Stainless and Low Carbon Steel

Designation

CNMG 160612-R3M
CNMG 160616-R3M
CNMG 160624-R3M
CNMG 190612-R3M
CNMG 190616-R3M
CNMG 190624-R3M

Dimensions Tough <— Hard Recommended Machining Data
s|8|s 2 f
L Ic S RE &l 8| & (mm) (mm/rev)
16.12 15.88 6.35 1.20 ° (] 2.00-9.00 0.30-0.90
16.12 15.88 6.35 1.60 [ [ 2.00-10.00 0.40-1.00
16.12 15.88 6.35 240 ° 2.00-11.00 0.50-1.20
19.34 19.05 6.35 1.20 ° ° o 2.00-9.00 0.30-0.90
19.34 19.05 6.35 1.60 ° ° o 2.00-10.00 0.40-1.00
19.34 19.05 6.35 240 [ [ 2.00-11.00 0.50-1.20

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L e C#-PCLNR/L-X ¢ DCBNR/L ¢ DCLNR/L ) ® MCLNR/L ¢ PCBNR/L  PCLNR/L ® PCLNR/L-X e A/S-PCLNR/L-X/G

IS0T Uning
CNMG-F3S
Double-Sided 80° Rhombic
Inserts for Titanium and
Heat Resistant Materials for
Finishing Applications

80°

Designation

CNMG 090404-F3S
CNMG 090408-F3S
CNMG 120404-F3S
CNMG 120408-F3S

Dimensions Tough <— Hard Recommended Machining Data
g g % i
@ Q
L IC S RE o o (mm) (mm/rev)
9.67 9.52 476 0.40 (] (] 0.10-1.50 0.05-0.30
9.67 9.52 4.76 0.80 ° ° 0.10-1.50 0.05-0.30
12.90 12.70 4.76 0.40 ° o 0.10-1.50 0.05-0.30
12.90 12.70 4.76 0.80 ° [ 0.10-1.50 0.05-0.30

For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G ® AVC-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X ® C#-PCLNR/L-X-JHP
e DCBNR/L ¢ DCLNR/L e DCLNR/L-JHP-MC e HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW

e PCBNR/L ¢ PCLNR/L e PCLNR/L-12-JHP e PCLNR/L-X e PCLNR/L-X-JHP ¢ PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW

ISOT Ui

CNMG-VL

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

80°

Designation

CNMG 120404-VL
CNMG 120408-VL

Dimensions Tough <— Hard Recommended Machining Data
g | 2 % f
L IC S RE o o (mm) (mm/rev)
12.90 12.70 476 0.40 o 0.30-3.00 0.05-0.15
12.90 12.70 4.76 0.80 [ o 0.50-4.00 0.10-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L  DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
* HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L ® PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X e PCLNR/L-X-JHP

® PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e A/S-PCLNR/L-X/G ¢ DCLNR/L-JHP-MC

Member IMC Group,
|
L4 11 ]

147



148

Y Y
VI VRN

CNMG/CNGG-SF
Double-Sided 80° Rhombic

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

Designation

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

Dimensions Tough <— Hard Recommended Machining Data
w0 =
SI8(8l5| = f
L IC S RE 2| 2|9 |2 (mm) (mm/rev)
12.90 12.70 476 0.20 . o 0.30-2.00 0.03-0.25
12.90 12.70 476 0.40 [ 0.30-2.00 0.06-0.25
12.90 12.70 476 0.10 o 0.20-1.50 0.03-0.15
12.90 12.70 4.76 0.20 ° 0.30-2.00 0.03-0.20
12.90 12.70 4.76 0.40 ° 0.30-2.00 0.03-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP  DCBNR/L ¢ DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
* HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L ® PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X ¢ PCLNR/L-X-JHP

® PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW e A/S-PCLNR/L-X/G ¢ DCLNR/L-JHP-MC

ISOTURN
CNMG-NF

Double-Sided 80° Rhombic
Inserts for Semi-Finishing

and Finishing Applications i
Dimensions Recommended
Machining Data
8lgl2|8|z|s]s 3 f
Designation L IC S RE 5 5 5 5 §> 5 3 (mm) (mm/rev)
CNMG 120404-NF 12.90 12.70 4.76 0.40 . . . . ° . . 0.40-3.50 0.08-0.25
CNMG 120408-NF 12.90 12.70 4.76 0.80 . ° ° ° . 0.80-3.50 0.08-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L * DCLNR/L
* HSK A6BWH-MULNR/L-MW & HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L * PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X ¢ PCLNR/L-X-JHP

® PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW e A/S-PCLNR/L-X/G ¢ DCLNR/L-JHP-MC

* HSK A63WH-MULNR-J12MWX2

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

S =
Dimensions Tough <— Hard Recommended Machining Data
o o
& = ap f
[>o] o]
Designation L IC S RE © © (mm) (mm/rev)
CNMG 120408-WF 12.90 12.70 476 0.80 [ [ 0.80-3.50 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP  DCBNR/L ¢ DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
* HSK A6BWH-MULNR/L-MW & HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L * PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X ¢ PCLNR/L-X-JHP

® PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW e A/S-PCLNR/L-X/G ¢ DCLNR/L-JHP-MC

ISCAR
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CNMG-WG/NRW
Double-Sided 80° Rhombic

Wiper Inserts for High Feed

Turning and High Surface Finish ha

. . Recommended

Dimensions Tough Hard Machining Data

3 3 = © 8 ~ ~ ap f

LI | [ I | B| |8

Designation L IC S RE || |lo|lo]|lo| o (mm) (mm/rev)
CNMG 120408-WG 12.90 12.70 476 0.80 . [ . o [ o o 0.80-3.50 0.10-0.50
CNMG 120412-WG 12.90 12.70 476 1.20 ° o 1.50-4.00 0.30-0.80
CNMG 120416-NRW 12.90 12.70 4.76 1.60 ° . 2.00-4.50 0.30-0.80

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L  DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
* HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L ® PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X e PCLNR/L-X-JHP

® PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e A/S-PCLNR/L-X/G ¢ DCLNR/L-JHP-MC

ISOT Ui

CNMA
Double-Sided 80° Rhombic
Inserts for Short Chipping

Materials such as Cast Iron hal
. . Recommended
BLuEE e Machining Data
2Blol2|8|8 55 % f
Designation L IC S RE 3 § 5 § E 3 5 (mm) (mm/rev)
CNMA 120404 12.90 12.70 4.76 0.40 . ) . 1.00-4.00 0.03-0.34
CNMA 120408 12.90 12.70 4.76 0.80 . . . ° ° 1.00-4.00 0.05-0.43
CNMA 120408F (1) 12.90 12.70 476 0.80 . . 1.00-4.00 0.05-0.50
CNMA 120412 12.90 12.70 476 1.20 ° o ° ° ° 1.50-4.50 0.08-0.60
CNMA 120416 12.90 12.70 476 1.60 ° ° . 2.00-6.00 0.30-0.60
CNMA 160612 16.12 15.88 6.35 1.20 . . 2.00-10.00 0.10-0.80
CNMA 160616 16.12 15.88 6.35 1.60 . . 2.00-10.00 0.30-0.60
CNMA 190612 19.30 19.05 6.35 1.20 . . . 2.00-10.00 0.10-0.80
CNMA 190616 19.30 19.05 6.35 1.60 o 2.50-10.00 0.30-1.00
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
() Sharp edge
Tools: A/S-PCLNR/L * A/S-PCLNR/L-X/G ® C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP « DCBNR/L
o DCLNR/L  DCLNR/L-JHP-MC * HSK A63WH-MULNR-J12MWX2 * HSK AB3WH-MULNR/L-MW ® HSK AB3WH-MUMNN-MW  MCLNR/L  MULNR/L-12MW
e PCBNR/L ® PCLNR/L ® PCLNR/L-12-JHP * PCLNR/L-X ® PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L * S-MULNR-MW
ember IMC Group
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ISOT UninN
CNMG/CNGG-PP
Double-Sided 80° Rhombic

Inserts for Machining Very

Ductile Materials at Medium 2l
Cutting Conditions
Dimensions Tough «— Hard I\F;I(;(c::?\m?r:;nggti
o ‘el (=] w0 o
[=3 (Y] N Y] — (2] (=] © N~ N~ <
o | @ || Ss|ld|lo|S|2|ld|a|s|s|S ap f
N [=] [se] © (] ~— © () < (=) [==] (=23 (==}
Designation L Ic S RE |f|L|Le|e|e|e(ele|le || |C (mm) (mm/rev)
CNMG 120404-PP BRPXl) 12.70 4.76 0.40 o o o o o o 1.00-4.00 0.14-0.30
CNMG 120408-PP [ERPXVI.PR(1] 4.76 0.80 o (o (o | o | o o o |0 o e 1.00-4.00 0.14-0.30
[ )

CNMG 120412-PP RPXD] 12.70 4.76 1.20
CNMG 190612-PP EREKN] 19.05 6.35 1.20
CNGG 120401-PP 12.90 12.70 4.76 0.10
CNGG 120402-PP 12.90 12.70 4.76 0.20
(o [clemPLELZE LN 1200  12.70 4.76 0.40 0.80-3.00 0.10-0.30
[of [clcmPLELER 0 1290  12.70 4.76 0.80 ° ° 1.00-4.00 0.10-0.30

CNGG 120412-PP gRPXel] 12.70 4.76 1.20 L] 1.00-4.00 0.10-0.30
CNGG 190612-PP RIkN 19.05 6.35 1.20 . 2.00-9.00 0.30-0.60

1.50-4.00 0.18-0.40
2.00-8.00 0.30-0.60
0.40-2.00 0.05-0.20
0.40-2.50 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L e HSK AB3WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MCLNR/L  MULNR/L-12MW e PCBNR/L
e PCLNR/L ® PCLNR/L-12-JHP e PCLNR/L-X ® PCLNR/L-X-JHP ¢ PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e DCLNR/L-JHP-MC

ISOT URiN
CNMG/CNGG-TF
Double-Sided 80° Rhombic

Inserts for Machining a

Wide Range of Materials at =l
Medium Cutting Conditions
> S -
Dimensions Tough <— Hard I\?Ig(é?\rirr‘lir:geng:ti
LI N3NN8 %|KRIKRNLS[8]8 %
Designation L IC S RE || |e|e|e|e|e|e|e|e || (mm) (mm/rev)
CNMG 090304-TF 9.70 9.52 3.18 0.40 . ° 1.00-3.00 0.12-0.35
CNMG 090308-TF 9.70 9.52 3.18 0.80 o ° ° 1.00-4.00 0.12-0.35
[\ ["[cRPLZOES I 12.90 12.70 4.76 0.40 . o | o . ° o | o | o 1.00-4.00 0.12-0.35
CNMG 120408-TF 12.90 12.70 4.76 0.80 o o o ° ° ° ° ° [} 1.00-4.00 0.12-0.35
(" [cRPLZEPRISE 1290 12.70 4.76 1.20 . o | o (] o | o 1.50-4.50 0.15-0.40
CNMG 160608-TF 16.12 15.88 6.35 0.80 o o 1.00-6.00 0.12-0.35
CNMG 160612-TF 16.12 15.88 6.35 1.20 . 1.50-6.00 0.15-0.45
CNMG 190612-TF 19.30 19.05 6.35 1.20 ° 1.50-6.50 0.20-0.55
CNGG 120408-TF 12.96 12.70 4.76 0.80 [ 1.00-4.00 0.12-0.35

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L ® A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L ¢ DCLNR/L-JHP-MC ¢ HSK A63WH-MULNR-J12MWX2 * HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MCLNR/L * MULNR/L-12MW
e PCBNR/L e PCLNR/L e PCLNR/L-12-JHP ¢ PCLNR/L-X e PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW

IS0 |[SCAR




7.y v /¥y’ 7V}

OV I Ui

CNMG-GN 7

Double-Sided 80° Rhombic %

Inserts for General Applications —+ 75°

7 -
7,
> S -
. . Recommended
Dimensions Tough Hard Machining Data
o | B KB 2|3 S|l o | 8| ~ | ~ B f
R S8R | BB | K| B[S | B3| 8 P

Designation L IC S RE |2 |2 ||| ||| |2 | |22/ mm|mr
CNMG 120404-GN P2l 12.70 4.76 0.40 o o ° ° ° ° 1.00-4.00 [ 0.14-0.40
CNMG 120408-GN Pl 12.70 4.76 0.80 . . . ° . . . ° ° . ® | 1.00-450 | 0.16-0.45
CNMG 120412-GN P 12.70 4.76 1.20 ° . ° . ° . ° ® | 1.50-5.00 | 0.22-0.50
CNMG 160612-GN JREAV 15.88 6.35 1.20 o ° ° ° 2.00-7.00 | 0.22-0.60
CNMG 160616-GN ERAY 15.88 6.35 1.60 o 2.00-7.00 | 0.22-0.75
CNMG 190608-GN Ik 19.05 6.35 0.80 . 1.50-8.00 | 0.20-0.70
CNMG 190612-GN [RIXD) 19.06 6.35 1.20 (4 [ [ [ 2.00-7.98 | 0.25-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L

e DCLNR/L ¢ DCLNR/L-JHP-MC e HSK A63WH-MULNR-J12MWX2 * HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MCLNR/L ¢ MULNR/L-12MW
e PCBNR/L e PCLNR/L e PCLNR/L-12-JHP ¢ PCLNR/L-X  PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW

7
oV I UniN

CNMG-NR
Double-Sided 80° Rhombic
Inserts with a Special Chipformer

for Heavy Machining ha
) . Recommended
EInE IR Machining Data
s |8 8|8 2|82 |s|8|s|s]| a f
o 19 © 129 15 1) 0 < 0 1) P P
Designation L IC S RE elele | ||| Q| Q| my | (mmhy
CNMG 120408-NR 12.90 12.70 476 0.80 . (] . . (] . (] . (] (] 1.00-5.00 [ 0.15-0.50
CNMG 120412-NR 12.90 12.70 4.76 1.20 o L) o ° ° o 1.00-5.00 | 0.23-0.55
CNMG 120416-NR 12.90 12.70 4.76 1.60 o 1.00-5.00 | 0.30-0.60
CNMG 160608-NR 16.12 15.88 6.35 0.80 o o 1.50-6.00 | 0.25-0.50
CNMG 160612-NR 16.12 15.88 6.35 1.20 [ ° ° o 2.00-7.00 | 0.30-0.60
CNMG 160616-NR 16.12 15.88 6.35 1.60 ° ° ° ° ° ° . e | 250-7.00 | 0.30-0.70
CNMG 190608-NR 19.30 19.06 6.35 0.80 o [ 3.50-8.00 | 0.30-0.72
CNMG 190612-NR 19.30 19.05 6.35 1.20 o o o [ 3.50-8.00 | 0.30-0.80
CNMG 190616-NR 19.30 19.06 6.35 1.60 o o o o o ® | 400-10.00 [ 0.40-0.85
CNMG 190624-NR 19.30 19.05 6.35 2.40 L] 4.00-10.00 | 0.40-1.20
CNMG 250924-NR 25.79 25.40 9.52 2.40 (] 6.00-12.00 | 0.40-1.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X ® C#-PCLNR/L-X-JHP  DCBNR/L ¢ DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
o HSK A63WH-MULNR/L-MW ¢ HSK A63WH-MUMNN-MW e MCLNR/L ¢ MULNR/L-12MW e PCBNR/L ¢ PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X

e PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW e A/S-PCLNR/L-X/G * DCLNR/L-JHP-MC

ISOTURN
CNMG-MR

Double-Sided 80° Rhombic
Inserts for Rough Turning on

Stainless Steel and Soft Materials ha
Dimensions Tough <— Hard Recommended Machining Data
o o o
(Yol [Ye) 0 ~
o | g [ = [ 9 ap f
(2] =] o] 0
Designation L IC S RE 2le|e e (mm) (mm/rev)
CNMG 160612-MR 16.12 15.88 6.35 1.20 o o o 2.00-10.00 0.30-0.90
CNMG 190612-MR 19.03 19.05 6.35 1.20 ° ° ° ° 2.00-10.00 0.30-0.90
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-PCLNR/L-X « DCBNR/L * DCLNR/L e MCLNR/L  PCBNR/L ¢ PCLNR/L ® PCLNR/L-X e A/S-PCLNR/L-X/G
Member C Group
- o
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HELiTunn LD

CNMX-M3/4PW
Double-Sided 80° Rhombic

Inserts with a High Helical
Cutting Edge for High
Metal Removal Rates

. . Recommended

Dimensions Tough <— Hard Machining Data

2| 83| 8|8|z|8|~|r~ f

LIS | K| DS 8 %

Designation L IC S RE ON RORRONBONRONRONRONRO (mm) (mm/rev)
CNMX 090604-M3PW 9.67 9.52 4.40 0.40 B . ° 1.00-4.50 0.20-0.50
CNMX 090608-M3PW 9.67 9.52 4.40 0.80 o ° ° ° ° 1.50-5.00 0.25-0.60
CNMX 120708-M4PW 12.90 12.70 6.78 0.80 . ° ° ° . 1.50-6.00 0.25-0.60
CNMX 120712-M4PW 12.90 12.70 6.78 1.20 [} o ° [} o 2.00-6.00 0.30-0.80
CNMX 120716-M4PW 12.90 12.70 6.78 1.60 o o o 2.00-6.00 0.30-1.00
CNMX 160712-M4PW 16.12 15.88 6.40 1.20 o ° ° 2.00-8.00 0.30-0.80
CNMX 160716-M4PW 16.12 15.88 6.40 1.60 o ° ° 2.00-8.00 0.30-1.00

® PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L-X/G e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP e DCLNR/L ® DCLNR/L-JHP-MC e PCLNR/L-X ¢ PCLNR/L-X-JHP ¢ PCLNR/L-X-JHP-MC

HELiTUniN
CNMX-M3/4MW -
Double-Sided 80° Rhombic

Inserts with a High Helical Cutting

Edge for High Metal Removal
Rates of Stainless Steel

Dimensions Tough <— Hard a:am::sng:ti
e} w0 (=]
s|8|2|8|gls 5 i
(=) o © () [+=] (=)
Designation L IC S RE ON RONRONRONRON RO (mm) (mm/rev)
CNMX 090604-M3MW 9.67 9.52 4.40 0.40 (] . . 0.80-4.00 0.15-0.45
CNMX 090608-M3MW 9.67 9.52 4.40 0.80 [ ° ° 1.00-5.00 0.20-0.60
CNMX 120704-M4MW 12.90 12.70 6.78 0.40 o o [ 0.80-5.00 0.15-0.45
CNMX 120708-M4MW 12.90 12.70 6.78 0.80 [ o ° [} 1.00-6.00 0.20-0.60
CNMX 120712-M4MW 12.90 12.70 6.78 1.20 . . 2.00-6.00 0.30-0.80

® PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L-X/G e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP e DCLNR/L  DCLNR/L-JHP-MC e PCLNR/L-X ¢ PCLNR/L-X-JHP ¢ PCLNR/L-X-JHP-MC

HELiT RN
™S I~ 95°
CNMM-M4PW p;
Very Positive Radial Insert
with a Helical Cutting Edge
and Positive Rake for Heavy
Machining Applications
Dimensions Tough <— Hard Recommended Machining Data
o o
S = ap f
o ©
Designation IC S RE L 2 2 (mm) (mm/rev)
CNMM 120408-M4PW 12.70 4.76 0.80 12.90 o ° 1.50-5.00 0.24-0.59

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP & C#-PCLNR/L-X e C#-PCLNR/L-X-JHP ¢ DCBNR/L  DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
* HSK AB3WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MULNR/L-12MW e PCBNR/L ® PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X e PCLNR/L-X-JHP

® PCLNR/L-X-JHP-MC e S-DCLNR/L ¢ S-MULNR-MW e DCLNR/L-JHP-MC

IsZ8 ISCAR




VI VRN

CNMM-R3P
Single-Sided 80° Rhombic
Inserts for Rough Turning

Applications on Steel ha
> S -
Dimensions Tough «<— Hard Recommended Machining Data
g| 8|8 % f
Designation L IC S RE S 5 § (mm) (mm/rev)
CNMM 120408-R3P 12.90 12.70 476 0.80 o o o 0.70-7.50 0.20-0.55
CNMM 120412-R3P 12.90 12.70 476 1.20 [ o o 1.00-7.50 0.25-0.70
CNMM 120416-R3P 12.90 12.70 4.76 1.60 ° . ° 1.50-7.50 0.30-0.90
CNMM 160608-R3P 16.12 15.88 6.35 0.80 . . . 2,00-9.50 0.20-0.55
CNMM 160612-R3P 16.12 15.88 6.35 1.20 ° . . 2.00-9.50 0.30-0.70
CNMM 160616-R3P 16.12 15.88 6.35 1.60 ° ° ° 2.00-9.50 0.30-0.90
CNMM 190612-R3P 19.34 19.05 6.35 1.20 [ ° [} 3.00-12.00 0.25-0.80
CNMM 190616-R3P 19.34 19.05 6.35 1.60 o o o 3.50-12.00 0.30-0.90
CNMM 190624-R3P 19.34 19.05 6.35 2.40 [ o o 3.50-12.00 0.30-1.20
CNMM 250924-R3P 25.79 25.40 9.52 2.40 ° ° ° 4,00-15.00 0.40-1.20

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PCLNR/L e C#-MULNR/L-MW e C#-PCLNR/L-12-JHP e C#-PCLNR/L-X ® C#-PCLNR/L-X-JHP ¢ DCBNR/L ¢ DCLNR/L ¢ HSK A63WH-MULNR-J12MWX2
¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW e MCLNR/L ® MULNR/L-12MW e PCBNR/L ¢ PCLNR/L ¢ PCLNR/L-12-JHP ¢ PCLNR/L-X

® PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e S-DCLNR/L ® S-MULNR-MW e A/S-PCLNR/L-X/G * DCLNR/L-JHP-MC

PV I VRN

CNMM-H3P

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

Dimensions Tough «— Hard Recommended Machining Data
Designation L IC S RE [$] [$] (mm) (mm/rev)
CNMM 190624-H3P 19.34 19.05 6.35 2.40 o o 4.00-9.00 0.55-1.20
CNMM 250924-H3P 25.79 25.40 9.52 2.40 [ [ 5,00-12.00 0.55-1.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L ¢ DCBNR/L ¢ DCLNR/L  MCLNR/L  PCBNR/L ® PCLNR/L

oV I VN

CNMM-H4P

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

¥ . K
Ri [

Dimensions Tough <— Hard Recommended Machining Data
Designation L IC S RE o o (mm) (mm/rev)
CNMM 190624-H4P 19.34 19.05 6.35 2.40 . o 4.00-12.00 0.50-1.10
CNMM 250924-H4P 25.79 25.40 9.52 2.40 ° [ 5.00-15.00 0.55-1.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L ¢ DCBNR/L ® DCLNR/L ¢ MCLNR/L * PCBNR/L ¢ PCLNR/L

Member IMC Group,
|
[ 4 11 ]
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VI VRN

CNMM-H5P

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

d| 80°
IC :E}
RE/ |le—L— Sle

Dimensions Tough <— Hard Recommended Machining Data
(=2 (=2
& = ap f
o [
Designation L IC S RE 8 © (mm) (mm/rev)
CNMM 250924-H5P 25.79 25.40 9.52 2.40 [ o 5.00-15.00 0.55-1.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PCLNR/L

PV I VN

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

2
~Is
Dimensions Tough <— Hard Recommended Machining Data
o
o S p f
o (=73
Designation L IC S RE (] 2 (mm) (mm/rev)
CNMM 190616-NR 19.03 19.05 6.35 1.60 [ o 2.00-10.00 0.40-1.00

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DCBNR/L ¢ DCLNR/L ¢ MCLNR/L ¢ PCBNR/L ¢ PCLNR/L

VI Ui A-A

ool B
XNMG-F3P =Y |
Double-Sided 70° Rhombic
Inserts for Semi-Finishing
and Finishing Applications

Dimensions Tough <— Hard Recommended Machining Data
s|8|2 |5 3 f
Designation L IC S RE 8|88 |8 (mm) (mm/rev)
XNMG 090404-F3P 10.14 9.53 4.76 0.40 o ° ° o 0.50-3.50 0.07-0.25
XNMG 090408-F3P 10.14 9.53 476 0.80 (] (] L] (] 0.90-3.50 0.08-0.25
XNMG 120404-F3P 13.62 12.70 4.76 0.40 o ° ° o 0.50-3.50 0.07-0.25
XNMG 120408-F3P 13.52 12.70 4.76 0.80 [ ° . [ 0.90-3.50 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DXINR/L-X-JHP-MC

.y ¥/ _ 7V}
VI VRN A-A
- S|
XNMG-M3P
Double-Sided 70° Rhombic
Inserts for Medium Machining
Conditions on Steel || & 94 | O/
Dimensions Tough <— Hard Recommended Machining Data
(=] o
s|8|E2s % :
Designation L IC S RE || Q| o (mm) (mm/rev)
XNMG 090404-M3P 10.14 9.53 476 0.40 [ [ [ [ 0.50-3.50 0.07-0.25
XNMG 090408-M3P 10.14 9.53 476 0.80 [ [ [ [ 0.90-3.50 0.08-0.25
XNMG 120404-M3P 13.52 12.70 4.76 0.40 () ° o o 0.50-3.50 0.07-0.25
XNMG 120408-M3P 13.52 12.70 476 0.80 [ [ [ 0.90-3.50 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DXINR/L-X-JHP-MC

28 ISCAR




VI VRN A-A lllm

XNMG-F3M
Double-sided 70° Rhombic
Inserts for Stainless Steel
Finishing Applications

Dimensions Tough <— Hard Recommended Machining Data
s 8|2|sls % f
Designation L IC S RE 5 <§ § § § (mm) (mm/rev)
XNMG 090404-F3M 10.14 9.53 476 0.40 . [ . [ . 0.10-1.50 0.05-0.30
XNMG 090408-F3M 10.14 9.53 476 0.80 L] o L] . . 0.10-1.50 0.10-0.40
XNMG 120404-F3M 13.52 12.70 4.76 0.40 ° . . . ° 0.10-1.50 0.05-0.30
XNMG 120408-F3M 13.52 12.70 476 0.80 o [ [ o [ 0.10-1.50 0.10-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DXJNR/L-X-JHP-MC

ISCTURN o
=5 ki
XNMG-M3M =Y |

Double-Sided 70° Rhombic
Inserts for Machining Stainless
and Low Carbon Steel

70

Dimensions Tough <— Hard Recommended Machining Data
['e] n
2l8|z/8|8 % !
Designation L IC S RE S | Q| Q|9 | ©C (mm) (mm/rev)
XNMG 090404-M3M 10.14 9.53 4.76 0.40 o [} ° ° o 0.40-4.00 0.12-0.40
XNMG 090408-M3M 10.14 9.53 476 0.80 . ° ° ° ° 0.50-4.50 0.15-0.50
XNMG 120404-M3M 13.52 12.70 4.76 0.40 o ° ° ° o 0.50-5.00 0.15-0.50
13.52 12.70 476 0.80 [} ° [} ° o 0.50-5.00 0.15-0.50
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DXUNR/L-X-JHP-MC
NS SmEy IFRR N
DV Ui
100°|
mviPrurn jﬂ N
POSITIVEI DOUBLE SIDED
DNGP-F2P
Double-Sided 55° Rhombic
Inserts for Semi-Finishing
and Finishing Applications
on Alloyed Steel
Dimensions Recommended Machining Data
=
§ ap f
Designation L IC S RE o (mm) (mm/rev)
DNGP 070302R/L-F2P 7.70 6.35 3.18 0.20 o 0.30-2.00 0.08-0.30
DNGP 070304R/L-F2P 7.70 6.35 3.18 0.40 . 0.30-2.00 0.08-0.30
DNGP 070308R/L-F2P 7.70 6.35 3.18 0.80 o 0.30-2.00 0.08-0.30
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-SDXNR/L-07 e A/E-SDZNR/L-07 * NQCH-SDJINR/L-S-JHP « PDJNR/L-S
——
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DNMG-F3P
Double-Sided 55° Rhombic
Inserts for Semi-Finishing
and Finishing on Steel

(I

Dimensions Tough <— Hard Recommended Machining Data
o o

8 g ‘I.t_7 B ap f

[+=] [} (o) (==}
Designation L IC S RE 2|l 2|9 |2 (mm) (mm/rev)
DNMG 110404-F3P 11.63 9.52 476 0.40 o . o [ 0.80-3.00 0.07-0.25
DNMG 110408-F3P 11.63 9.52 476 0.80 o ° ° ° 1.00-3.50 0.08-0.25
DNMG 110412-F3P 11.63 9.52 4.76 1.20 . ) ) . 1.40-4.00 0.10-0.25
DNMG 150404-F3P 15.50 12.70 4.76 0.40 ) . . . 0.80-3.00 0.07-0.25
DNMG 150408-F3P 15.50 12.70 476 0.80 () ° ° ° 1.00-3.50 0.08-0.25
DNMG 150412-F3P 15.50 12.70 476 1.20 o ° [ o 1.40-4.00 0.10-0.25
DNMG 150604-F3P 15.50 12.70 6.35 0.40 ° ° ° o 0.80-3.00 0.07-0.25
DNMG 150608-F3P 15.50 12.70 6.35 0.80 o ° ° ° 1.00-3.50 0.08-0.25
DNMG 150612-F3P 15.50 12.70 6.35 1.20 ° ° ° o 1.40-4.00 0.10-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP e DDJNR/L ¢ HSK A63WH-DDJNR/L * HSK A63WH-DDNNN

e PDJNR/L ¢ PDJNR/L-JHP ¢ S-DDUNR/L ¢ AVC-DDUNR/L e DDJNR/L-JHP-MC

Y Y
VI VRN

DNMG-M3P

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

. . Recommended
Dimensions Tough <— Hard Machining Data
o o o [Yo)

g|l&|2|5|8|5 2 f
Designation L IC S RE 5 5 S 5 <i3 S (mm) (mm/rev)
DNMG 110408-M3P 11.63 9.52 476 0.80 [ ° . ° 0.50-5.00 0.15-0.50
DNMG 110412-M3P 11.63 9.52 476 1.20 [ [ . 0.80-5.00 0.18-0.60
DNMG 150408-M3P 16.50 12.70 4.76 0.80 o o o o o o 0.50-6.00 0.15-0.50
DNMG 150412-M3P 15.50 12.70 4.76 1.20 o o 0.80-6.00 0.18-0.60
DNMG 150608-M3P 15.50 12.70 6.35 0.80 L] [ o 0.50-6.00 0.15-0.50
DNMG 150612-M3P 15.50 12.70 6.35 1.20 [ [ [ [ 0.80-6.00 0.18-0.60

For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP e DDJNR/L

e PDJNR/L ¢ PDJNR/L-JHP ¢ S-DDUNR/L ¢ DDJNR/L-JHP-MC

* HSK A63WH-DDJNR/L ® HSK A63WH-DDNNN

Y Yy
VI VRN

DNGP-F2M
Double-Sided 55° Rhombic

Inserts for Semi-Finishing and
Finishing on Stainless Steel

b il |2

Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE 3 (mm) (mm/rev)
DNGP 070302R/L-F2M 7.70 6.35 3.18 0.20 . 0.30-2.00 0.08-0.30
7.70 6.35 3.18 0.40 . 0.30-2.00 0.08-0.30
7.70 6.35 3.18 0.80 ) 0.30-2.00 0.08-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-SDXNR/L-07 e A/E-SDZNR/L-07 ® NQCH-SDJNR/L-S-JHP ¢ PDJNR/L-S
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DNMG-F3M
Double-Sided 55° Rhombic

Inserts for Finish on Turning
Stainless and Low Carbon Steel

[ [eoe
&

) . Recommended
Dimensions Tough <— Hard Machining Data
[Te) w0
Sl 858|853 ap f
Designation L IC S RE § § § E § § (mm) (mm/rev)
DNMG 110404-F3M 11.63 9.52 4.76 0.40 o ° ° ° [ 0.10-1.50 0.05-0.32
DNMG 110408-F3M 11.63 9.52 4.76 0.80 . . ° . . 0.10-1.50 0.10-0.42
DNMG 110412-F3M 11.63 9.52 476 1.20 o o [ o 0.15-2.00 0.15-0.52
DNMG 150404-F3M 15.50 12.70 4.76 0.40 ° ° ° ° . ° 0.10-1.50 0.05-0.30
DNMG 150408-F3M 16.50 12.70 4.76 0.80 o ° ° ° [ 0.10-1.50 0.10-0.40
DNMG 150412-F3M 15.50 12.70 476 1.20 o o o o 0.20-2.50 0.15-0.50
DNMG 150604-F3M 15.50 12.70 6.35 0.40 [ o o o o 0.10-1.50 0.05-0.30
DNMG 150608-F3M 15.50 12.70 6.35 0.80 . . ° ° . 0.10-1.50 0.10-0.40
DNMG 150612-F3M 16.50 12.70 6.35 1.20 o ° ° ° [ 0.20-2.50 0.15-0.50
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJINR/L-JHP e DDJNR/L e HSK A63WH-DDJNR/L ® HSK A63WH-DDNNN
o PDINR/L * PDINR/L-JHP ¢ S-DDUNR/L ¢ AVC-DDUNR/L e DDJINR/L-JHP-MC
ISOT UnN ;
e
DNMG-M3M 8452

Double-Sided 55° Rhombic
Inserts for Machining Stainless
and Low Carbon Steel

) . Recommended
Dimensions Tough <— Hard Machining Data
0 0
2| 2|23 2|8|8 % !
Designation L IC S RE Q||| |o| e (mm) (mm/rev)
DNMG 110404-M3M 11.63 9.52 476 0.40 (] L] (] (] (] 0.50-3.50 0.12-0.40
DNMG 110408-M3M 11.63 9.52 4.76 0.80 . . . . . 0.50-4.00 0.15-0.50
DNMG 110412-M3M 11.63 9.52 476 1.20 (] . . . (] 0.50-4.00 0.20-0.60
DNMG 150408-M3M 15.50 12.70 4.76 0.80 o o o o o o 0.50-5.00 0.15-0.50
DNMG 150412-M3M 16.50 12.70 4,76 1.20 o ° ° ° o 0.50-5.00 0.20-0.60
DNMG 150608-M3M 15.50 12.70 6.35 0.80 . . . . . 0.50-5.00 0.15-0.50
DNMG 150612-M3M 16.50 12.70 6.35 1.20 o ° ° ° o 0.50-5.00 0.20-0.60
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L-VH e C#-DDJNR/L ® C#-PDJINR/L-JHP e DDJNR/L ¢ HSK A63WH-DDJNR/L ® HSK A63WH-DDNNN
e PDJUNR/L e PDJNR/L-JHP e S-DDUNR/L e AVC-DDUNR/L e DDJNR/L-JHP-MC
NS Ay IFeAs
oV I Unn |||| ﬁﬁ IR
DNMG-F3S el

Double-Sided 55° Rhombic
Inserts for Titanium and
Heat Resistant Materials for
Finishing Applications

Dimensions Tough <— Hard Recommended Machining Data
8 =S 3 f
Designation L IC S RE S 5 (mm) (mm/rev)
DNMG 110404-F3S 11.63 9.52 4.76 0.40 o [ 0.10-1.50 0.05-0.32
DNMG 110408-F3S 11.63 9.52 476 0.80 . . 0.10-1.50 0.10-0.40
DNMG 150404-F3S 156.50 12.70 4.76 0.40 o ° 0.10-1.50 0.05-0.32
DNMG 150408-F3S 156.50 12.70 476 0.80 o ° 0.10-1.50 0.10-0.40
DNMG 150604-F3S 16.50 12.70 6.35 0.40 . . 0.10-1.50 0.05-0.32
DNMG 150608-F3S 15.50 12.70 6.35 0.80 [ [ 0.10-1.50 0.10-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L e AVC-DDUNR/L-VH e C#-DDJINR/L e C#-PDJNR/L-JHP e DDJNR/L e DDJINR/L-JHP-MC e HSK A63WH-DDJNR/L

* HSK A63WH-DDNNN e PDJNR/L ¢ PDJNR/L-JHP e S-DDUNR/L

Member IMC Group.




p PVIvnN I
-~ DNMG-CERMET Re=n 8
m Double-Sided 55° Rhombic N
LU Cermet Grade Inserts
for Semi-Finishing and
U) Finishing Applications S
Z
Z Dimensions Tough <— Hard Recommended Machining Data
C
=
= z | & % f
O Designation L IC S RE g S (mm) (mm/rev)
DNMG 110404-FFG 11.63 9.52 476 0.40 . 0.70-2.00 0.07-0.22
m DNMG 110402-FFC 11.63 9.52 476 0.20 o 0.40-2.50 0.05-0.20
e DNMG 110404-FFC 11.63 9.52 476 0.40 [ . 0.80-3.00 0.07-0.25
DNMG 110408-FFC 11.63 9.52 4.76 0.80 . ° 1.00-3.50 0.08-0.25
DNMG 150404-FFC 15.50 12.70 476 0.40 . 0.80-3.00 0.07-0.25
DNMG 150604-FB 15.50 12.70 6.35 0.40 [ 0.50-3.00 0.07-0.23
DNMG 150604-FFC 15.50 12.70 6.35 0.40 . 0.80-3.00 0.08-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e C#-DDJNR/L ® C#-PDINR/L-JHP e DDJNR/L ¢ HSK A63WH-DDJNR/L e HSK A63WH-DDNNN ¢ PDJNR/L e PDJNR/L-JHP
e S-DDUNR/L e DDJNR/L-JHP-MC

D.0.C (mm)
4

0.4 Feed (mm/rev)

VI VRN

DNMG-NF

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

IR
I

¥

>
]
58

. . Recommended

Dimensions Tough «— Hard Machining Data

o 3 3 s 3 = = = ~ ~ ap f

IR KRB | KR [I[IB| | &

Designation L IC S RE S ||| |||l |o|lo]| e (mm) (mm/rev)
DNMG 110402-NF 11.63 9.52 476 0.20 [ ° . [ [ . 0.40-2.50 0.07-0.18
DNMG 110404-NF 11.63 9.52 4.76 0.40 . . ° . . . ° ° 0.80-3.00 | 0.07-0.25
DNMG 110408-NF 11.63 9.52 4.76 0.80 . o . ° . ° ) 1.00-350 | 0.08-0.25
DNMG 150404-NF 15.50 12.70 4.76 0.40 ° . . ® | 080350 | 007-0.25
DNMG 150408-NF 15.50 12.70 476 0.80 o L] 1.00-3.51 0.08-0.25
DNMG 150604-NF 15.50 12.70 6.35 0.40 ° . . ® | 080350 | 0.07-0.25

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP ¢ DDJNR/L ¢ HSK A63WH-DDJNR/L ¢ HSK A63WH-DDNNN
e PDINR/L ¢ PDJNR/L-JHP ¢ S-DDUNR/L ¢ AVC-DDUNR/L e DDJNR/L-JHP-MC

ISCAR
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DNMG/DNGG-SF
Double-Sided 55° Rhombic

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

[ [eoe
&

?au. %E
800
RMAX

Dimensions Tough <— Hard Recommended Machining Data

= =

8 8 '5 ap f

[Ye] (Y23 [=23
Designation L IC S RE 8|2« (mm) (mm/rev)
DNMG 110404-SF 11.63 9.52 476 0.40 (] (] 0.50-3.00 0.06-0.25
DNGG 150401-SF 15.50 12.70 476 0.10 [ 0.25-2.00 0.03-0.15
DNGG 150402-SF 15.50 12.70 4.76 0.20 ° 0.40-2.50 0.05-0.20

e AVC-DDUNR/L e DDJNR/L-JHP-MC

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e C#-DDJINR/L e C#-PDJNR/L-JHP ¢ DDJNR/L ¢ HSK A63WH-DDJNR/L ¢ HSK A63WH-DDNNN e PDJNR/L ¢ PDJNR/L-JHP

I1ISTT Ui

DNMG-WG

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

Dimensions Tough <— Hard Recommended Machining Data

o o

g\l’ S 'S ap f

(2] (Yol [~=]
Designation L IC S RE e[ |e (mm) (mm/rev)
DNMG 150408-WG 15.50 12.70 4.76 0.80 o 1.00-2.50 0.20-0.50
DNMG 150608-WG 15.50 12.70 6.35 0.80 L] . 1.00-2.50 0.18-0.40
DNMG 150612-WG 16.50 12.70 6.35 1.20 [ [] 1.00-3.00 0.20-0.80

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJINR/L-JHP ¢ DDJNR/L * HSK A63WH-DDNNN e PDJNR/L  PDJNR/L-JHP

e AVC-DDUNR/L e DDJNR/L-JHP-MC

r.)
oPViI VRN

DNMG-PF

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

[ Jeoe
=

Dimensions

Recommended Machining Data

3 ap f
- - [oe
Designation L IC S RE [$] (mm) (mm/rev)
DNMG 110408-PF 11.63 9.52 4.76 0.80 . 0.30-3.00 0.07-0.30
DNMG 150612-PF 16.50 12.70 6.35 1.20 (] 1.00-4.00 0.10-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP e DDJNR/L * HSK A63WH-DDJNR/L * HSK A63WH-DDNNN
e PDINR/L ¢ PDJNR/L-JHP e S-DDUNR/L e AVC-DDUNR/L e DDJNR/L-JHP-MC
Member IMC Group
r r |
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e
DNMG/DNGG-PP R e
55° Double-Sided Rhombic //F N
Inserts for Machining Very = V

Ductile Materials at Medium i
Cutting Conditions

. . Recommended
Dimensions Tough «<— Har .
oug e Machining Data
(=] ‘el (=] 0 (=]
o [Ye) N 0 ~— [Xo) © N~ N~ oy f
[} [ [=] I3 o o — o (=3 (=3 o (=3 ap
[2=] (2} © (s} ~— (=3 (2] N (==} (=} [=23 (=<}
Designation L IC S RE |2 || ||| || ||| 2|2 | mm |mmrmr

DNMG 110404-PP BREKGE] 9.52 476 0.40 o o o 0.40-3.00 | 0.12-0.30
DNMG 110408-PP JmiK:x} 9.52 4.76 0.80 . ° ° ° 1.00-3.50 | 0.12-0.30
DNMG 150408-PP REX] 12.70 4.76 0.80 o o o 1.00-4.00 | 0.12-0.30
DNMG 150604-PP R 12.70 6.35 0.40 . . 0.50-4.00 | 0.12-0.30
DNMG 150608-PP [REX] 12.70 6.35 0.80 . (] . (] . . . . 1.00-3.50 | 0.12-0.30
DNGG 150604-PP 15.50 12.70 6.35 0.40 ° 0.50-4.00 | 0.12-0.30
DNGG 150608-PP Rl 12.70 6.35 0.80 . ° ® | 1.00-4.00 | 0.12-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJINR/L-JHP ¢ DDJNR/L ® HSK AB3WH-DDJNR/L e HSK A63WH-DDNNN
e PDJINR/L * PDJNR/L-JHP e S-DDUNR/L e DDJNR/L-JHP-MC

oV I VN

DNMG-VL

Double-Sided 55° Rhombic
Inserts with a Chipformer
for High Temperature Alloys
and Stainless Steel Valves

60° !ﬁ
|'|. o

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

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e C#-DDJNR/L e C#-PDJNR/L-JHP ¢ DDJNR/L ¢ HSK A63WH-DDJNR/L  HSK A63WH-DDNNN e PDJNR/L ¢ PDJNR/L-JHP
e S-DDUNR/L e AVC-DDUNR/L ¢ DDJNR/L-JHP-MC

1907 Uinid

DNMG/DNGG-TF
Double-Sided 55° Rhombic

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

[ [0
i

. . Recommended
Dimensions Tough «— Hard Machining Data
s|8IB|8|2|8||B|g|sls]| = f
1 o 1259 175 o o I N = =) S
Designation L IC S RE O|o |||l |l |lo|lo]|]oc| o (mm) | (mm/rev)
DNMG 110404-TF 11.63 9.52 476 0.40 ° ° ° 1.00-3.00 | 0.12-0.30
DNMG 110412-TF 11.63 9.52 4.76 1.20 o 1.50-4.00 | 0.15-0.35
DNMG 150404-TF 15,50 12.70 4,76 0.40 () [ ° ° o 1.00-3.00 | 0.15-0.30
DNMG 150408-TF 15,50 12.70 4.76 0.80 o o [ ° ° ° ° ° o 1.00-3.50 | 0.15-0.30
DNMG 150412-TF 15.50 12.70 4.76 1.20 o 1.50-4.00 | 0.12-0.40
DNMG 150604-TF 15,50 12.70 6.35 0.40 o [ o ° ° ° o o 1.00-3.00 | 0.14-0.30
DNMG 150608-TF 15.50 12.70 6.35 0.80 (] (] (] L] o (] (] (] L] [ 1.00-3.50 | 0.15-0.30
DNMG 150612-TF 16.50 12.70 6.35 1.20 . ° . . ° ° . ° ® | 150-4.00 [ 0.11-0.35
DNGG 150404-TF 15,50 12.70 4.76 0.40 ° 1.00-3.00 | 0.15-0.30
DNGG 150408-TF 15,50 12.70 4.76 0.80 ° 1.00-3.50 | 0.15-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP e DDJNR/L ¢ HSK A63WH-DDJNR/L ¢ HSK A63WH-DDNNN
e PDJINR/L e PDJNR/L-JHP e S-DDUNR/L e AVC-DDUNR/L ¢ DDJNR/L-JHP-MC

ISCAR
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DNMG-GN

Double-Sided 55° Rhombic
Inserts for General Applications

[ Jeoe
i

) . Recommended

Dimensions Tough «<— Hard Machining Data

S| B|2|12|5|3|8]|8 % f

(>3 0 [2=] 5 N 0 < wn

Designation L IC S RE ||l |lo|lo|lo]|o|C (mm) (mm/rev)
DNMG 110408-GN 11.63 9.52 476 0.80 ° ° ° 1.00-4.00 0.18-0.38
DNMG 110412-GN 11.63 9.52 476 1.20 o [ 1.50-4.50 0.18-0.38
DNMG 150408-GN 15.50 12.70 476 0.80 o o o 1.00-4.00 0.18-0.18
DNMG 150412-GN 15.50 12.70 476 1.20 [} ° ° ° [} 1.50-5.00 0.18-0.43
DNMG 150608-GN 16.50 12.70 6.35 0.80 . . (] . ° ° . 1.00-4.00 0.18-0.38
DNMG 150612-GN 15.50 12.70 6.35 1.20 o ° ° [} o 1.50-5.00 0.18-0.43

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP e DDJNR/L ¢ HSK A63WH-DDJNR/L ¢ HSK A63WH-DDNNN

e PDINR/L ¢ PDJNR/L-JHP ¢ S-DDUNR/L ¢ AVC-DDUNR/L ¢ DDJNR/L-JHP-MC

roJ
PV I VRN

DNMG-NR
Double-Sided 55° Rhombic

Inserts with a Special Chipformer
for Heavy Machining

[ [0
=

Dimensions Tough <— Hard Recommended Machining Data
Designation L IC S RE [$] ] (mm) (mm/rev)
DNMG 150612-NR 15.50 12.70 6.35 1.20 ° . 2.00-6.00 0.23-0.50
DNMG 150616-NR 15.50 12.70 6.35 1.60 ° ) 2,00-6.00 0.25-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-PDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP e DDJNR/L ¢ HSK A63WH-DDJNR/L ¢ HSK A63WH-DDNNN

e PDINR/L ¢ PDJNR/L-JHP ¢ S-DDUNR/L ¢ AVC-DDUNR/L ¢ DDJNR/L-JHP-MC

r.J
VI VRN

DNMA

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

Dimensions Tough <— Hard Recommended Machining Data
2|l e |8
S| 8| S ap f
0 < w0
Designation L IC S RE 2| 2|9 (mm) (mm/rev)
DNMA 150412 15.50 12.70 476 1.20 (] o 1.50-4.00 0.05-0.40
DNMA 150608 16.50 12.70 6.35 0.80 . ° ° 1.50-4.00 0.03-0.40
DNMA 150612 15.50 12.70 6.35 1.20 . . . 1.50-4.00 0.05-0.40
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L-VH e C#-DDJNR/L ¢ C#-PDJNR/L-JHP ¢ DDJNR/L ¢ HSK A63WH-DDJINR/L * HSK A63WH-DDNNN
e PDJINR/L e PDJNR/L-JHP ¢ S-DDUNR/L e AVC-DDUNR/L ¢ DDJNR/L-JHP-MC
Nember IMC Group
a an
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ISOTURN
DNMM-R3P
Single-Sided 55° Rhombic
Inserts for Rough Turning
Applications on Steel

g
<)

800
RMAX

Sl
Dimensions Tough <— Hard Recommended Machining Data
(=]
8 g ap f
[2=] [2]
Designation L IC S RE S 2 (mm) (mm/rev)
DNMM 150608-R3P 16.50 12.70 6.35 0.80 ° (] 0.70-6.00 0.20-0.55
DNMM 150612-R3P 15.50 12.70 6.35 1.20 [ [ 1.00-6.00 0.25-0.70
DNMM 150616-R3P 15.50 12.70 6.35 1.60 o o 1.50-6.00 0.32-0.90

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJNR/L-JHP ¢ DDJNR/L ¢ HSK A63WH-DDJNR/L ¢ HSK A63WH-DDNNN
e PDINR/L ¢ PDJNR/L-JHP ¢ S-DDUNR/L ¢ AVC-DDUNR/L e DDJNR/L-JHP-MC

iISoTURN =
DNMM-NM %

Single-Sided 55° Rhombic Inserts
for Roughing Applications

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

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L ¢ AVC-DDUNR/L-VH e C#-DDJNR/L e C#-PDJINR/L-JHP ¢ DDJNR/L ® HSK A63WH-DDJNR/L * HSK A63WH-DDNNN
e PDJINR/L e PDJNR/L-JHP e S-DDUNR/L e AVC-DDUNR/L e DDJNR/L-JHP-MC

oy gERm 8

HELfT Uinn
DNMX-M3P / z
Double-Sided 55° Rhombic ! N\

Inserts with High Helical @: c O )
Cutting Edge for High \_,__ \

Metal Removal Rates RE

. . Recommended
Dimensions Tough «<— Hard Machining Data
o [Xe] (=] 0 o
o (Yo ) N ['e) ~— w0 © ~ ap f
. . RN R8BI R| 83| % | 8|8

Designation L IC S RE S|l || |(o|]o|9o|o (mm) (mm/rev)
DNMX 150608-M3P 15.50 12.70 6.35 0.80 o o o ° ° ° [ 2.00-7.00 0.25-0.50
DNMX 150612-M3P 15.50 12.70 6.35 1.20 . . ° . ° . ° . 2.50-7.00 0.30-0.60
DNMX 150616-M3P 15.50 12.70 6.35 1,60 . ° ) 2.50-5.50 0.30-0.60

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e C#-DDJINR/L e C#-PDJNR/L-JHP ¢ DDJNR/L ¢ HSK A63WH-DDJNR/L ® HSK A63WH-DDNNN e PDJNR/L ¢ PDJNR/L-JHP
e S-DDUNR/L e DDJNR/L-JHP-MC

28 [SCAR




Y 7.y v J¥/ VY]
oV I Ui
KNMX
55° Parallelogram Profiling Inserts 557
* T L
y
‘ (q> \ a
RE
le—— - G -
Dimensions Tough <— Hard Recommended Machining Data
T 22|55 % f
Designation L IC S RE 5 5 5 5 5 (mm) (mm/rev)
KNMX 160405-LP 19.72 9.52 476 0.50 o o o 1.00-4.00 0.10-0.40
KNMX 160405-RP 19.72 9.52 476 0.50 o o o o 1.00-4.00 0.10-0.40
KNMX 160410-LP 19.72 9.52 476 1.00 o [ 1.50-4.00 0.15-0.45
KNMX 160410-RP 19.72 9.52 476 1.00 o o [ 1.50-4.00 0.15-0.45
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: CKUNR/L e CKNNR/L ® SKUNR/L
NS M mEy gFenAs
VI UnnN Y —
KNUX | Zﬁ i
55° Parallelogram Profiling Inserts IC
¥
RE # 120
> S |-
Dimensions Tough <— Hard Recommended Machining Data
o [Ye] 0
0 N — a, f
S| 8| 8| & P
Designation L IC S RE ele|e|e (mm) (mm/rev)
KNUX 160405 L11 19.72 9.52 4.76 0.50 o o [} 1.00-4.00 0.10-0.40
KNUX 160405 R11 19.72 9.52 4.76 0.50 o o o o 1.00-4.00 0.10-0.40
KNUX 160405 L12 19.72 9.52 4.76 0.50 ° 1.50-4.00 0.10-0.40
KNUX 160405 R12 19.72 9.52 4.76 0.50 o 1.50-4.00 0.10-0.40
KNUX 160410 L11 19.72 9.52 4.76 1.00 o 1.50-4.00 0.15-0.45
KNUX 160410 R11 19.72 9.52 4.76 1.00 o ° 1.50-4.00 0.15-0.45
KNUX 160410 R/L12 19.72 9.52 4.76 1.00 ° 1.50-4.00 0.15-0.45
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: CKINR/L e CKNNR/L
IS907T Ui
o R )
VNMG-F3P ol

Double-Sided 35° Rhombic
Inserts for Semi-Finishing and
Finishing Applications on Steel

Dimensions Tough <— Hard Recommended Machining Data
o o

Sl 8| 218 ap f

=] =] 0 (=]
Designation L IC S RE 2|le|e|e (mm) (mm/rev)
VNMG 12T302-F3P 12.40 7.15 3.89 0.20 . ° ° 0.40-2.00 0.08-0.20
VNMG 160404-F3P 16.60 9.52 4.76 0.40 ) ° ° ) 0.70-2.00 0.07-0.24
VNMG 160408-F3P 16.60 9.52 4.76 0.80 o o o ° 1.00-3.00 0.08-0.24

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVUNR/L ¢ AVC-DVUNR/L e C#-SVJNR/L-F  HSK AB3WH-SVVNN-F ¢ MVJINR/L ¢ MVWNN e SVANR/L-FS e SVJNR/L-F e SVWNN-F

Member IMC Group,
|
[ 4 11 ]
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7.y v /¥y’ 7V}
OV I Ui 0 6 IF,M‘W =]
VNMG-F3M > Sl PR
Double-Sided 35° Rhombic A . t N
Inserts for Finishing on 5 e < O )
Stainless Steel v N
y% L - S -
) . Recommended
Dimensions Tough <— Hard Machining Data
s 8|2|lgls|s3 % f
(=3 (=3 (=) 0 (==} (=)
Designation L IC S RE S|l (o | |o| e (mm) (mm/rev)
VNMG 12T302-F3M 12.40 745 3.97 0.20 ° . 0.10-1.50 0.03-0.20
VNMG 12T304-F3M 12.40 7.15 3.97 0.40 o o 0.10-1.50 0.05-0.30
VNMG 12T308-F3M 12.40 7.15 3.97 0.80 o o 0.10-1.50 0.05-0.30
VNMG 160404-F3M 16.60 9.52 4.76 0.40 o ° [} [} 0.10-1.50 0.05-0.30
VNMG 160408-F3M 16.60 9.52 4.76 0.80 [ () ° 0.10-1.50 0.05-0.30
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVUNR/L & AVC-DVUNR/L ® C#-SVUNR/L-F & HSK AB3WH-SVVNN-F  MVJNR/L ® MVVNN ® SVANR/L-FS * SVINR/L-F * SVWNN-F
NS Ay IFRAs
VI UnnN Illm |le§ =
VNMG-M3M 5 A el T
Double-Sided 35° Rhombic t N A
Inserts for Machining Stainless > 1C < O )
and Low Carbon Steel ' N
W le—— L - S =
) . Recommended
Dimensions Tough <— Hard Machining Data
2|82 |s|s 2 % f
(=] © © [=] [~ < [~
Designation L IC S RE S|l | |o|o | (mm) (mm/rev)
VNMG 12T7308-M3M 12.40 7.15 3.89 0.80 () o ° ° ° 0.70-2.00 0.08-0.20
VNMG 160404-M3M 16.60 9.52 4.76 0.40 o o o o 0.70-3.00 0.07-0.20
VNMG 160408-M3M 16.60 9.52 4.76 0.80 o [ o [ [ o 0.10-1.50 0.05-0.30

For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-SVUNR/L ¢ AVC-DVUNR/L e C#-SVJNR/L-F e HSK A63WH-SVVNN-F e MVJNR/L ® MVVNN e SVANR/L-FS

* SVUNR/L-F * SVVNN-F

| 7.y v /¥y’ 7V}
IS0 T Ui e Izma —
VNMG-F3S > P
Double-Sided 35° Rhombic , ! \ A
Inserts for Titanium and [ ( O J
Heat Resistant Materials for v N
Finishing Applications REA. | gl
Dimensions Tough <— Hard Recommended Machining Data
g g ap f
[} [}
Designation L IC S RE O S (mm) (mm/rev)
VNMG 12T302-F3S 12.40 7.15 3.97 0.20 o o 0.10-1.50 0.05-0.20
VNMG 12T304-F3S 12.40 7.15 3.97 0.40 o o 0.10-1.50 0.05-0.30
VNMG 12T308-F3S 12.40 7.15 3.97 0.80 [ [ 0.10-1.50 0.05-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-SVUNR/L e C#-SVJNR/L-F e HSK AB3WH-SVVNN-F e SVANR/L-FS ® SVUNR/L-F ¢ SVVNN-F

ISCAR




Y 7.y v J¥/ VY]
oV I U I.l@ me 7S
VNMG-SF > 35° 5\‘ "m l\:l_‘AX o
Double-Sided 35° Rhombic t \ /
Inserts for Super Finishing O ( O )
1 N
y% L S |-
Dimensions Tough «— Hard Recommended Machining Data
] g 2 f
L Ic S RE 3 8 (mm) (mm/rev)
VNMG 12T302-SF 12.40 7.15 3.97 0.20 o [ 0.30-2.00 0.03-0.20
VNMG 12T304-SF 12.40 7.15 3.97 0.40 o ° 0.50-3.00 0.05-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVUNR/L e C#-SVUNR/L-F ® HSK A63WH-SVWNN-F e SVANR/L-FS e SVINR/L-F ® SVWNN-F
NS SmEy IFRR N
ISV I Uriiv poX ][5
VNMG-FNF-CERMET > 35° Ker
Double-Sided 35° Rhombic ! \ /
Cermet Inserts for Semi-Finishing & ( O )
and Finishing Applications ' N
@( L S =
Dimensions Tough <— Hard Recommended Machining Data
g é ap f
Designation L IC S RE g © (mm) (mm/rev)
VNMG 12T302-FNF 12.40 7.15 3.97 0.20 o 0.50-3.00 0.07-0.23
VNMG 12T304-FNF 12.40 7.15 3.97 0.40 . . 0.50-3.00 0.07-0.23
VNMG 12T308-FNF 12.40 7.15 3.89 0.80 () 0.50-3.00 0.07-0.23
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVUNR/L e C#-SVUNR/L-F e HSK A63WH-SVWNN-F e SVANR/L-FS ® SVINR/L-F ® SVWNN-F
ISOT UnN
VNMG/VNGG-NF > 357
Double-Sided 35° Rhombic t \ /
Inserts for Semi-Finishing g O ( O )
and Finishing Applications ' N
y% L S l=
Dimensions Tough <— Hard Recommended Machining Data
o|8|&8[28|3 218 z| 28|l |8~ |~ ap f
LNILNSNR | BNRS|R|KRIKIB|IS[(B|IR| S
Designation L IC 8§ RE|O|[O[o|g|c|o|o|o|o|e|e|o|e|o|S (mm) (mm/rev)
O (clR AR 78S 1240 7.15 397 020 | e o | o o | o . o (o 0.40-2.50 0.07-0.18
VLR PR EE [ 281240 715 397 040 @ | @ [ @ | @ | @ (@ [ @ | @ ° . o | o 0.70-2.00 0.07-0.24
[ PARDER [ 1240 715 397 080 @ [ @ [ o | @ o | o | o o | o | o (0o 0 | o 1.00-3.00 0.08-0.24
AT (e G ERN S 1660 952 476 040 | e o o ° ° o o 0.70-2.50 0.07-0.24
AT (efe ool B 'S0l 16.60 9.52 4.76 0.80 o . 1.00-3.00 0.08-0.25
\"[\[clem PRl [l 1240 7.15 390 0.20 [ 0.40-2.50 0.05-0.17
\"[\[clem PN 1240 7.15 390 040 ° 0.50-3.00 0.05-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVUNR/L e AVC-DVUNR/L e C#-SVJNR/L-F  HSK AB3WH-SVVNN-F © MVJINR/L ® MVWNN e SVANR/L-FS e SVUNR/L-F ¢ SVWNN-F

Member IMC Group,
|
L4 11 ]
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Y 7.y v J¥/ VY]
VI Ui Ill@ Iimlﬁi o
VNMM-PP 350 5\‘ "m l\:l_‘AX o
Single-Sided 35° Rhombic i N K
Inserts for Machining Very “ [ ( O )
Ductile Materials at Medium v AN
Cutting Conditions R | S b=
Dimensions Tough «— Hard Recommended Machining Data
g 8 ap f
Designation L IC S RE 3] 3] (mm) (mm/rev)
VNMM 12T304-PP 12.40 715 3.97 0.40 o [ 0.80-2.50 0.12-0.20
VNMM 12T308-PP 12.40 7.15 3.97 0.80 [ ° 1.00-2.50 0.12-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVUNR/L ® C#-SVJINR/L-F ® HSK AB3WH-SVWNN-F ¢ SVANR/L-FS ® SVUNR/L-F e SVWWNN-F
 r.r U N/ TV
VI VRN Illm |pm1a 500
300 A
Double-Sided 35° Rhombic — i \ /
Inserts for Machining a S © ( O )
Wide Range of Materials at ' N
Medium Cutting Conditions RS sle
. . Recommended
Dimensions Tough <— Hard Machining Data
[Ye] o 0 o
Sl8|S8[s| 28|58 a f
Designation L IC S RE 5 5 5 5 5 5 5 5 (mm) (mm/rev)
16.60 952 4.76 0.80 o [ o o[ o[ @[ o[ o[ @ 1,00-3.50 0.10-0.30
VNMG 160412-TF 16.60 9.52 476 1.20 . ° 1.00-4.00 0.12-0.38
22.00 12.70 476 0.80 ° 1.00-350 0.14-0.36

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: AVC-DVUNR/L  MVJNR/L ¢ MVVNN

R
YNMG-F3P = !Q‘ Il’ﬂ

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

!
S ks IC

Narrow Profiling and Undercutting '
RE " Gl
Dimensions Tough <— Hard | Recommended Machining Data
Designation L IC LE S RE o o (mm) (mm/rev)
YNMG 160404-F3P 16.60 9.52 57 476 0.40 . . 0.40-3.00 0.03-0.12
YNMG 160408-F3P 16.60 9.52 5.3 476 0.80 [ [ 0.90-4.00 0.05-0.15

e Use IYSN 323 seat for these inserts ® For user guide, see pages 122-134, 236-254
Tools: MVINR/L ¢ MVVNN

ISCAR




VI Ui

TNMG-F3P

Double-Sided Triangular AN
Inserts for Semi-Finishing q
and Finishing Applications E——

S
Dimensions Tough <— Hard Recommended Machining Data
o o

8 g\l" ‘I.t_7 B ap f

[+=] [} (o) (==}
Designation L IC S RE 2|l 2|9 |2 (mm) (mm/rev)
TNMG 160404-F3P 16.50 9.52 476 0.40 o . o [ 0.50-2.00 0.07-0.25
TNMG 160408-F3P 16.50 9.52 476 0.80 (] (] L] (] 0.90-3.00 0.08-0.25
TNMG 160412-F3P 16.50 9.52 4.76 1.20 . ) ) ° 1.30-4.00 0.10-0.25
TNMG 220408-F3P 22.00 12.70 4.76 0.80 ) . . . 0.90-3.00 0.08-0.25
TNMG 220412-F3P 22.00 12.70 4.76 1.20 [ ° ° [ 1.30-4.00 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * C#-DTGNR/L ¢ DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L ® PTGNR/L ¢ PTGNR/L-X ® PTGNR/L-X-JHP
* PTGNR/L-X-JHP-MC e S-MTLNR/L-W e S-PTFNR/L

7Y Y]
VI vnRnN

TNMG-M3P

Double-Sided Triangular
Inserts for Medium Machining
Conditions on Steel

S |
Dimensions Tough <— Hard Recommended Machining Data
28|25 % f
Designation L IC S RE oo | e (mm) (mm/rev)
TNMG 160404-M3P 16.50 9.52 4.76 0.40 ° ° . . 0.40-5.00 0.10-0.30
TNMG 160408-M3P 16.50 9.52 4.76 0.80 (] o L] (] 0.50-5.00 0.15-0.50
TNMG 160412-M3P 16.50 9.52 4.76 1.20 [ ° ° o 0.80-5.00 0.18-0.60
TNMG 220408-M3P 22.00 12.70 476 0.80 o o o o 0.50-6.60 0.15-0.50
TNMG 220412-M3P 22.00 12.70 4.76 1.20 L] (] (] 0.80-6.60 0.18-0.60
TNMG 220416-M3P 22.00 12.70 476 1.60 ° ° ° ° 1.00-6.60 0.23-0.65
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G ® C#-DTGNR/L * DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L ® PTGNR/L * PTGNR/L-X * PTGNR/L-X-JHP
o PTGNR/L-X-JHP-MC ¢ S-MTLNR/L-W * S-PTFNR/L
HELiTURN —
5

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

Dimensions Tough <— Hard Recommended Machining Data
S| 8|2 3 f
Designation L IC S RE 8|8 |8 (mm) (mm/rev)
TNMX 160604-M3PW 16.50 9.52 4.40 0.40 ° . . 2.00-5.00 0.25-0.40
TNMX 160608-M3PW 16.50 9.52 4.40 0.80 . . . 2.50-5.50 0.30-0.50
TNMX 220712-M4PW 22.00 12.70 7.40 1.20 . . 3.00-6.00 0.35-0.60
TNMX 220716-M4PW 22.00 12.70 740 1.60 o . 3.50-6.50 0.40-0.70

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * PTGNR/L-X ® PTGNR/L-X-JHP e PTGNR/L-X-JHP-MC

Member IMC Group,
|
[ 4 11 ]
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VI Ui

TNMG-F3M

Double-Sided Triangular Inserts

for Finish Turning on Stainless
and Low Carbon Steel

S
! . Recommended
Dimensions Tough «— Hard Machining Data
s|812|z|8|sglslz| = f
Designation L IC S RE 53 § § § 5 5 3 5 (mm) (mm/rev)
TNMG 160404-F3M 16.50 9.52 476 0.40 . . . (] . . (] 0.10-1.50 0.05-0.32
TNMG 160408-F3M 16.50 9.52 4.76 0.80 ° ° ° ° ° . ° . 0.10-1.50 0.10-0.42
TNMG 160412-F3M 16.50 9.62 476 1.20 o o [ o [ 0.15-2.00 0.15-0.52
TNMG 220404-F3M 22.00 12.70 4.76 0.40 o [} [} ° [} 0.10-1.50 0.05-0.32
TNMG 220408-F3M 22.00 12.70 476 0.80 o o o o o 0.10-1.50 0.10-0.42
TNMG 220412-F3M 22.00 12.70 4.76 1.20 [} ° ° [ 0.15-2.00 0.15-0.52
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * C#-DTGNR/L ® DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L * PTGNR/L ® PTGNR/L-X ® PTGNR/L-X-JHP
o PTGNR/L-X-JHP-MC e S-MTLNR/L-W * S-PTFNR/L
ISOT VRN
]
TNMG-M3M Q20 B
Double-Sided Triangular I o
Inserts for Machining Stainless I% o1° EE
and Low Carbon Steel LW ==
S -——
Dimensions Tough <— Hard I\F;I(;Z?\minr:gng:ti
o S 8 o ~ < ap f
LIB | B 8| 8|8
Designation L IC S RE O |l || O| Q| C (mm) (mm/rev)
TNMG 160404-M3M 16.50 9.52 4.76 0.40 o L] 0.50-4.00 0.15-0.50
TNMG 160408-M3M 16.50 9.52 4,76 0.80 . . . ° . . 0.50-4.00 0.15-0.50
TNMG 160412-M3M 16.50 9.52 4.76 1.20 o [ ° [ 0.50-4.00 0.20-0.60
TNMG 220408-M3M 22.00 12.70 476 0.80 [ o o o 0.50-5.00 0.15-0.50
TNMG 220412-M3M 22.00 12.70 4.76 1.20 o [ ° [ 0.50-5.00 0.20-0.60
TNMG 220416-M3M 22.00 12.70 476 1.60 [ o o o 0.50-5.00 0.30-0.65
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G ® C#-DTGNR/L * DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L e PTGNR/L * PTGNR/L-X * PTGNR/L-X-JHP
o PTGNR/L-X-JHP-MC * S-MTLNR/L-W * S-PTFNR/L
HELiT Ui .
TNMX-M3/4MW e |
Double-Sided Triangular Inserts
with High Helical Cutting
Edge for High Metal Removal
Rates on Stainless Steel
Dimensions Tough «<— Hard Recommended Machining Data
L2 © | ~
S| B | 8|8 @ f
Designation L IC S RE |1 | 2L (mm) (mm/rev)
TNMX 160604-M3MW 16.50 9.52 4.40 0.40 o o 2.00-5.00 0.12-0.40
TNMX 160608-M3MW 16.50 9.52 4.40 0.80 o o 2.50-5.50 0.15-0.50
TNMX 220704-M4MW 22.00 12.70 7.94 0.40 ) ° ° ° 2.00-5.00 0.12-0.40
TNMX 220708-M4MW 22.00 12.70 7.94 0.80 o ° 2.50-5.50 0.15-0.50
TNMX 2207 12-M4MW 22.00 12.70 7.94 1.20 o [ [ o 3.00-6.00 0.18-0.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * PTGNR/L-X e PTGNR/L-X-JHP e PTGNR/L-X-JHP-MC

sl ISCAR
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TNMG-F3S

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

Designation

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

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

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * C#-DTGNR/L ¢ DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L ® PTGNR/L ¢ PTGNR/L-X ¢ PTGNR/L-X-JHP

* PTGNR/L-X-JHP-MC e S-MTLNR/L-W e S-PTFNR/L

IS907T Uiy
TNMG-FFG-CERMET

Double-Sided Triangular Cermet

Inserts for Semi-Finishing
and Finishing Applications
on Steel and Cast Iron

Designation

TNMG 160404-FFG
TNMG 160408-FFG

~
K
&
- gl
Dimensions Recommended Machining Data
§ ap f
L IC S RE 8 (mm) (mmirev)
16.50 9.62 476 0.40 o 0.50-2.00 0.07-0.25
16.50 9.52 476 0.80 [ 0.90-2.50 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G  DTGNR/L ® MTENN-W e MTUNR/L-W e PTFNR/L ® PTGNR/L ® PTGNR/L-X ® PTGNR/L-X-JHP ¢ PTGNR/L-X-JHP-MC

* S-MTLNR/L-W e S-PTFNR/L

IS0 T Uiiig

TNMG-SF
Triangular Double-Sided
Inserts for Super Finishing;

Controls Chip Flow at Very Low

Feeds and Depths of Cut

29| | R
91°? =
ol

Designation

TNMG 160404-SF
TNMG 160408-SF

S =
Dimensions Tough «<— Hard Recommended Machining Data
L IC S RE o Q| o (mm) (mm/rev)
16.50 9.52 476 0.40 ° [} 0.40-2.00 0.04-0.25
16.50 9.52 4.76 0.80 ° [} 1.00-3.00 0.06-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G  DTGNR/L ® MTENN-W e MTUNR/L-W e PTFNR/L ¢ PTGNR/L ¢ PTGNR/L-X
o S-MTLNR/L-W e S-PTFNR/L

® PTGNR/L-X-JHP e PTGNR/L-X-JHP-MC

Member IMC Group,
|
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VI Ui
TNMG-PF

Triangular Double-Sided

Inserts for Finishing on
Alloyed and Stainless Steel

Dimensions Recommended Machining Data

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

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G ® DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L ® PTGNR/L ¢ PTGNR/L-X ® PTGNR/L-X-JHP e PTGNR/L-X-JHP-MC
o S-MTLNR/L-W e S-PTFNR/L

ISOTURN
TNMG-TF

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

S =
] . Recommended
Dimensions Tough «<— Hard Machining Data
g|8|la|8|8|s|B|8|5|5| * f
Designation L IC S RE § 5 <3 § § § § § 3 5 (mm) (mm/rev)
TNMG 160304-TF 16.50 9.52 3.18 0.40 o 1.00-3.00 0.12-0.30
TNMG 160308-TF 16.50 9.52 3.18 0.80 [ 1.00-3.00 0.12-0.30
TNMG 160404-TF 16.50 9.62 4.76 0.40 . (] ° . . . ° . 1.00-3.00 | 0.12-0.30
TNMG 160408-TF 16.50 9.52 4.76 0.80 . . ° ° . . ° . 1.00-3.00 | 0.12-0.30
TNMG 160412-TF 16.50 9.52 476 1.20 () o ° [} 1.00-5.00 0.12-0.40
TNMG 220404-TF 22.00 12.70 476 0.40 . o [ . [ 1.00-3.50 0.14-0.35
TNMG 220408-TF 22.00 12.70 476 0.80 o [ o [ ° 1.00-4.00 0.15-0.40
TNMG 220412-TF 22.00 12.70 476 1.20 o ° [} 1.00-4.50 0.18-0.40
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G e C#-DTGNR/L e DTGNR/L  MTENN-W e MTUNR/L-W e PTFNR/L  PTGNR/L ¢ PTGNR/L-X * PTGNR/L-X-JHP
e PTGNR/L-X-JHP-MC * S-MTLNR/L-W e S-PTFNR/L
ISCT Ui o5
TNMG-VL L %
Double-Sided Triangular o
Inserts with a Chipformer %f o1° | @l o5°
for High Temperature Alloys = =
and Stainless Steel Valves
S -—
Dimensions Tough <— Hard Recommended Machining Data
zlg|5lg| » f
Designation L IC S RE S| 9| o | o (mm) (mm/rev)
TNMG 160404-VL 16.50 9.52 4.76 0.40 o 0.80-3.50 0.10-0.25
16.50 9.52 4.76 0.80 [} [} ° [} 0.80-3.50 0.10-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G ¢ DTGNR/L ® MTENN-W e MTUNR/L-W e PTFNR/L ¢ PTGNR/L ¢ PTGNR/L-X ¢ PTGNR/L-X-JHP e PTGNR/L-X-JHP-MC
® S-MTLNR/L-W e S-PTFNR/L

V('8 ISCAR




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

S =
Dimensions Tough «<— Hard Recommended Machining Data
(=] o (=]
gl28|8|2|<|5 % f

Designation L IC S RE 5 53 § 53 § 5 (mm) (mm/rev)
TNGG 160402-PP 16.50 9.52 4.76 0.20 o 0.50-1.50 0.05-0.25
TNMG 160404-PP 16.50 9.52 4.76 0.40 o o o 0.50-3.00 0.13-0.30
TNMG 160408-PP 16.50 9.52 4.76 0.80 ° o ° ° 1.00-3.00 0.12-0.30
TNMG 220404-PP 22.00 12.70 4.76 0.40 o o 0.50-3.50 0.14-0.32
TNMG 220408-PP 22.00 12.70 4.76 0.80 [} () [ 1.00-3.50 0.14-0.32

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * C#-DTGNR/L ¢ DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L ® PTGNR/L ¢ PTGNR/L-X ® PTGNR/L-X-JHP
* PTGNR/L-X-JHP-MC e S-MTLNR/L-W e S-PTFNR/L

iSCTURN .
4] ] fo
TNMG-NF 0 B
Double-Sided Triangular o
Inserts for Semi-Finishing 9’ EE
and Finishing Applications = =4
> Sl
Dimensions Tough <— Hard Recommended Machining Data
o o
g2 | 2 % f
Designation L IC S RE o o (mm) (mm/rev)
TNMG 110304-NF 11.00 6.35 3.18 0.40 . 0.40-2.00 0.07-0.25
TNMG 160408-NF 16.50 9.52 4.76 0.80 o o 1.00-3.00 0.08-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G  DTGNR/L ® MTENN-W e MTUNR/L-W e PTFNR/L e PTGNR/L ® PTGNR/L-X ® PTGNR/L-X-JHP ¢ PTGNR/L-X-JHP-MC
o S-MTLNR/L-W e S-PTFNR/L

7.y v /¥y’ 7v)
OV I Ui 7 ll@
TNMG-GN R 15 1
Double-Sided Triangular Inserts o
for General Applications UER EE
- <«
S =
Dimensions Tough «<— Hard hF}.zZﬂm?,:gng:ti
=) 3 3 3 =2 © 8 ~ ™~ ap f
LI LN R | K| B3|SF[3|83]| 8
Designation L IC S RE S|l || ||l |le|lo]|]o|o (mm) (mm/rev)
TNMG 160404-GN 16.50 9.52 476 0.40 ° [ 1.00-3.00 0.12-0.30
TNMG 160408-GN 16.50 9.52 4.76 0.80 . . ° ° ° ° . ° . . 1.00-350 | 0.18-0.39
TNMG 160412-GN 16.50 9.52 4.76 1.20 o o 1.50-4.00 0.18-0.43
TNMG 220408-GN 22.00 12.70 4.76 0.80 [} o ° 1.00-4.00 0.18-0.40
TNMG 220412-GN 22.00 12.70 476 1.20 o o o 1.50-4.50 0.18-0.45
TNMG 220416-GN 22.00 12.70 4.76 1.60 o 2.00-5.00 0.25-0.45
TNMG 270612-GN 27.50 15.88 6.35 1.20 [ [ 2.00-6.00 0.25-0.45

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * C#-DTGNR/L ¢ DTGNR/L ® MTENN-W e MTINR/L-W e PTFNR/L ® PTGNR/L ¢ PTGNR/L-X ® PTGNR/L-X-JHP
* PTGNR/L-X-JHP-MC e S-MTLNR/L-W e S-PTFNR/L

Member IMC Group,
|
L4 11 ]
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=

TNMM-NR

Single-Sided Triangular Inserts
with a Special Chipformer

for Heavy Machining

Dimensions Recommended Machining Data

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

@p)
|_
o
LLJ
N
Z
Z
o
=
@)
P

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-DTGNR/L e DTGNR/L ® MTENN-W e MTIJNR/L-W e PTFENR/L ¢ PTGNR/L e PTGNR/L-X e S-MTLNR/L-W e S-PTFNR/L

Y 7.y v ¥/ VY]
VI Ui 22°A

yq 91°
TNMA o -

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

e

S
Dimensions Tough «— Hard Recommended Machining Data
o [T
<) S S S ap f
N (2] < 0o
Designation L IC S RE 2|l e|9 |2 (mm) (mm/rev)
TNMA 160404 16.50 9.52 476 0.40 . ° [ 0.50-3.00 0.05-0.21
TNMA 160408 16.50 9.52 476 0.80 [ ° ° o 1.00-4.00 0.06-0.25
TNMA 160412 16.50 9.52 476 1.20 ° ° . 1.50-4.50 0.10-0.29
TNMA 160416 16.50 9.52 4.76 1.60 o 1.50-4.50 0.10-0.40
TNMA 220408 22.00 12.70 476 0.80 ° ° ° 1.50-5.00 0.06-0.33
TNMA 220412 22.00 12.70 4.76 1.20 ° ) ° 1.50-5.00 0.10-0.33
TNMA 220416 22.00 12.70 4.76 1.60 [ 1.50-5.00 0.10-0.37

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFENR/L-X/G e C#-DTGNR/L ¢ DTGNR/L ® MTENN-W e MTJNR/L-W e PTFNR/L ¢ PTGNR/L ¢ PTGNR/L-X ¢ PTGNR/L-X-JHP
o PTGNR/L-X-JHP-MC e S-MTLNR/L-W e S-PTFNR/L

oPViIU

RNMG

Double-Sided Round
Negative Insert for Medium
and Rough Profiling

¥
w
-1

O —>

Jel

Dimensions Tough <— Hard Recommended Machining Data

g | & ) f
Ic S D1 3 3 (mm) (mm/rev)
12.70 4.76 &5.115 o o 2.00-5.00 0.30-0.60

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

ISCAR




ISOTURN -
SNMG-F3P e
Double-Sided Square
Inserts for Semi-Finishing £5d
and Finishing on Steel L |75
S
Dimensions Tough <— Hard Recommended Machining Data
2(8([2|8|5|5 2 f
Designation IC S RE § 5 5 S 5 § (mm) (mm/rev)
SNMG 090404-F3P 9.52 4.76 0.40 . . . ° . 0.50-3.50 0.07-0.25
SNMG 090408-F3P 9.52 476 0.80 ° (] (] (] 0.90-3.50 0.08-0.25
SNMG 120408-F3P 12.70 4.76 0.80 o ° ° o 0.90-3.50 0.08-0.25
SNMG 120412-F3P 12.70 476 1.20 [ [ [ [ 0.90-3.50 0.10-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PSKNR/L-09 * C#-MULNR/L-MW e DSBNR/L * DSDNN ¢ DSKNR/L  DSSNR/L * HSK A63WH-MULNR-J12MWX2 e HSK AB3WH-MULNR/L-MW
o HSK A63WH-MUMNN-MW e MULNR/L-12MW e PSBNR/L ® PSDNN ¢ PSDNN-JHP * PSKNR/L ¢ PSSNR/L * PSSNR/L-JHP
ISOTURN T
909 ~ 75°||45
SNMG-M3P f = ¥
Double-Sided Square Inserts -
for Medium Machining oL O i
Conditions on Steel l \ Y |
RE/ s
Dimensions Tough <— Hard Recommended Machining Data
S|8| 2|5 2 f
Designation IC S RE 8| 8|8 |8 (mm) (mm/rev)
SNMG 090404-M3P 9.52 4.76 0.40 . ° ° . 0.50-3.50 0.15-0.50
SNMG 090408-M3P 9.52 476 0.80 [ [ L] [ 0.50-3.50 0.15-0.55
SNMG 120408-M3P 12.70 4.76 0.80 o ° ° o 0.50-6.00 0.15-0.50
SNMG 120412-M3P 12.70 4.76 1.20 ) ° ° 0.80-6.00 0.18-0.60
SNMG 150612-M3P 15.88 6.35 1.20 o [ [ 0.80-7.50 0.18-0.60
SNMG 150616-M3P 15.88 6.35 1.60 ) ° ° 1.20-7.50 0.20-0.70

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PSKNR/L-09 e C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L * HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
* HSK A63WH-MUMNN-MW e MULNR/L-12MW e PSBNR/L ® PSDNN e PSDNN-JHP ¢ PSKNR/L ¢ PSSNR/L e PSSNR/L-JHP

oPViI VRN

SNMG-R3P
Double-Sided Square Inserts with
Chipformer for rough Machining

Dimensions Tough <— Hard Recommended Machining Data
o o o [Ye)
s|l&|2|c5|8|5 2 f
Designation IC S RE § § § 5 5 § (mm) (mm/rev)
SNMG 120408-R3P 12.70 476 0.80 o o 2.00-5.00 0.20-0.60
SNMG 120412-R3P 12.70 4.76 1.20 o o ° 2.00-5.00 0.30-0.70
SNMG 120416-R3P 12.70 476 1.60 . [ 2.50-6.00 0.30-0.70
SNMG 150608-R3P 15.88 6.35 0.80 ) . . ° ° ) 2.50-8.00 0.30-0.70
SNMG 150612-R3P 15.88 6.35 1.20 o ° ° o o 2.50-8.00 0.30-0.70
SNMG 150616-R3P 15.88 6.35 1.20 [} ° ° ° ° 2.50-8.00 0.30-0.70
SNMG 190612-R3P 19.05 6.35 1.20 . ° . ° ° . 3.00-8.00 0.40-0.70
SNMG 190616-R3P 19.05 6.35 1.60 [ [ [ [ [ 3.50-10.00 0.40-0.70

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
e |HPR e MULNR/L-12MW e PSBNR/L ¢ PSDNN e PSDNN-JHP e PSKNR/L ® PSSNR/L ¢ PSSNR/L-JHP

Member IMC Group,
|
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SNMG-F3M ; I e 1
Double-Sided Square
Inserts for Stainless Steel a8
Finishing Applications L ||
S
Dimensions Tough <— Hard Recommended Machining Data
[Xe] (X2
g|g|ls|8|5]3 2 f
Designation IC S RE 53 § § 5 5 53 (mm) (mm/rev)
SNMG 090404-F3M 9.52 476 0.40 . L] [ o 0.50-3.50 0.05-0.30
SNMG 090408-F3M 9.52 476 0.80 [ [ [ 0.50-3.50 0.05-0.30
SNMG 120404-F3M 12.70 476 0.40 [ ° [ 0.90-3.50 0.10-0.40
SNMG 120408-F3M 12.70 4.76 0.80 ) ° ° ° ° ° 0.90-3.50 0.10-0.40
SNMG 120412-F3M 12.70 4.76 1.20 [ ° ° ° [} 0.90-3.50 0.10-0.40

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PSKNR/L-09 e C#-MULNR/L-MW e DSBNR/L ¢ DSDNN ¢ DSKNR/L ® DSSNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
o HSK A63WH-MUMNN-MW e MULNR/L-12MW e PSBNR/L ® PSDNN e PSDNN-JHP ¢ PSKNR/L ¢ PSSNR/L e PSSNR/L-JHP

VI Ui -

SNMG-M3M

Double-Sided Square Inserts f -

with a Special Chipformer 1C=L Q

for Heavy Machining i N Y,

RE/" s
Dimensions Tough <— Hard Recommended Machining Data
28|28l % f

Designation IC S RE § § § § § § (mm) (mm/rev)
SNMG 090404-M3M 9.52 4.76 0.40 [ [ 0.50-4.50 0.15-0.50
SNMG 090408-M3M 9.52 4.76 0.80 ) ° ° ) 0.50-4.50 0.15-0.50
SNMG 120408-M3M 12.70 476 0.80 [ . [ [ [ 0.50-5.00 0.15-0.50
SNMG 120412-M3M 12.70 476 1.20 [ . [ ° [ 0.50-5.00 0.20-0.60
SNMG 120416-M3M 12.70 4.76 1.60 () ° ° 0.50-5.00 0.25-0.70
SNMG 150612-M3M 15.88 6.35 1.20 [ ° L] [ 0.50-8.00 0.10-0.60
SNMG 150616-M3M 15.88 6.35 1.60 o ° ° o 0.50-8.00 0.10-0.65
SNMG 190612-M3M 19.05 6.35 1.20 o o 0.10-9.50 0.10-0.60
SNMG 190616-M3M 19.06 6.35 1.60 o o 0.10-9.50 0.10-0.65

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PSKNR/L-09 e C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ® DSSNR/L e HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
* HSK A63WH-MUMNN-MW e MULNR/L-12MW e PSBNR/L e PSDNN e PSDNN-JHP ¢ PSKNR/L ® PSSNR/L * PSSNR/L-JHP

povellOrurn

HEAVY DUTY LINE
SOMG-R3P-1Q
Double-Sided 7° Negative
Side Flank Square Inserts for
Heavy Turning on Steel

RE LS»
Dimensions Tough «<— Hard Recommended Machining Data
g | 8 % f
Designation IC S RE § § (mm) (mm/rev)
SOMG 150612-R3P-IQ 15.88 6.35 1.20 (] (] 2.00-9.00 0.30-0.60
SOMG 150616-R3P-1Q 15.88 6.35 1.60 [} ° 2.00-9.00 0.30-0.70
SOMG 190612-R3P-IQ 19.06 6.35 1.20 o o 3.00-12.00 0.30-0.80
SOMG 190616-R3P-1Q 19.05 6.35 1.60 o ° 3.50-12.00 0.35-0.85
SOMG 190624-R3P-IQ 19.06 6.35 2.40 () ° 3.50-12.00 0.40-1.00
SOMG 250924-R3P-1Q 25.40 9.52 2.40 [} [} 4,00-15.00 0.40-1.00

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-PSROR/L-IQ ¢ PSBOR/L-IQ ¢ PSDON-IQ

ES ISCAR
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75°(|45
SNMG-R3M
Double-Sided 90° Square
Inserts for Rough Machining on o) [
Stainless and Low Carbon Steel L |78
S
Dimensions Tough <— Hard Recommended Machining Data
8 g ap f
0 [=<]
Designation IC S RE e e (mm) (mm/rev)
SNMG 190612 R3M 19.05 6.35 1.20 . 2.00-11.00 0.30-0.90
SNMG 190616-R3M 19.05 6.35 1.60 o ° 2.00-11.00 0.30-0.90
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DSBNR/L * DSDNN ¢ DSSNR/L * PSBNR/L * PSDNN e PSSNR/L
| 7.y v [y 7V
VI Ui
90°
SNMG-F3S =
Double-Sided 90° Rhombic @ 4
Inserts for Titanium and IC=L Q
Heat Resistant Materials for : l \ J
Finishing Applications iy sl
Dimensions Tough «— Hard Recommended Machining Data
8 S ap f
(==} (==}
Designation IC S RE O O (mm) (mm/rev)
SNMG 090404-F3S 9.52 476 0.40 o o 0.10-1.50 0.05-0.35
SNMG 090408-F3S 9.52 4.76 0.80 o ° 0.10-1.50 0.05-0.35
SNMG 120404-F3S 12.70 4.76 0.40 o ° 0.10-1.50 0.05-0.35
SNMG 120408-F3S 12.70 476 0.80 [ [ 0.10-1.50 0.05-0.35

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PSKNR/L-09 e C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L ® HSK AB3WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW
* HSK A63WH-MUMNN-MW e MULNR/L-12MW e PSBNR/L ® PSDNN e PSDNN-JHP ¢ PSKNR/L ¢ PSSNR/L e PSSNR/L-JHP

| 7. Yy ¥/ TV
oV IR ry =
909 ~ 75°||45
SNMG-VL Fol A
Double-Sided Square Inserts 4
with a Chipformer for High IC=L O s
Temperature Alloys and l \ J |8
Stainless Steel Valves iy sl
Dimensions Tough <— Hard Recommended Machining Data
S S ap f
[=<] (=23
Designation IC S RE 2 (] (mm) (mm/rev)
SNMG 120404-VL 12.70 4.76 0.40 o 1.00-5.00 0.10-0.25
SNMG 120408-VL 12.70 476 0.80 [ [ 1.00-5.00 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
e MULNR/L-12MW e PSBNR/L ¢ PSDNN e PSDNN-JHP e PSKNR/L  PSSNR/L e PSSNR/L-JHP

ISOT Uring _
90° N 71:"’ 45’ b
SNMG-PP {Z _ IR %

Double-Sided Square Inserts for
Machining Very Ductile Materials

e -
&4,|75°

at Medium Cutting Conditions l \ J
R/ sk
Dimensions Recommended Machining Data
§ ap f
Designation IC S RE ] (mm) (mm/rev)
SNMG 120408-PP 12.70 4.76 0.80 o 1.00-4.00 0.14-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
e MULNR/L-12MW e PSBNR/L ¢ PSDNN e PSDNN-JHP e PSKNR/L e PSSNR/L ® PSSNR/L-JHP

Member IMC Group,
|
L4 11 ]
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ISOTUnRN T
SNMG-TF i = e
Double-Sided Square Inserts
for Machining a Wide Range £5d
of Materials at Medium L |75
Cutting Conditions s
Dimensions Tough «<— Hard Recommended Machining Data
g2 2|8 |8l % f
Designation IC S RE 3 5 <§ § <2> 3 5 <3 (mm) (mm/rev)
SNMG 090304-TF 9.52 3.17 0.40 () 0.80-3.00 0.10-0.30
SNMG 120404-TF 12.70 476 0.40 o (] 1.00-4.00 0.12-0.35
SNMG 120408-TF 12.70 4.76 0.80 ° . ° ° . . 1.00-4.00 0.13-0.35
SNMG 120412-TF 12.70 476 1.20 [ o [ o o o 1.50-4.00 0.15-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN ¢ DSKNR/L ® DSSNR/L ® HSK AB3WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
e MULNR/L-12MW e PSBNR/L ® PSDNN ¢ PSDNN-JHP e PSKNR/L ® PSSNR/L ¢ PSSNR/L-JHP

oV i Ui

SNMG-EM-M/R
Double-Sided Square Inserts
for Medium Machining on
High Temperature Alloys

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

* Requires the use of RST 443R/L SET - seat when used on DSSNR/L tools and TSN 423-PIN SET seat when used on PSSNR/L-JHP and PSDNN-JHP tools
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DSDNN ¢ DSSNR/L ® PSDNN e PSDNN-JHP ® PSSNR/L * PSSNR/L-JHP
The inserts have 4 cutting edges (2 on each side)
with truncated radii — a configuration which facilitates e |ncreased cutting speed (due to better heat transfer)
heat transfer from the cutting area. The two edges e Reduced notch wear (due to 45° approach angle)
without chipbreakers (flat) are not used. ¢ Increased feed (the 45° approach angle produces a thin chip)
L]
L]

Advantages

Increased productivity of up to 50%
Ability to machine in two directions with the same tool,
longitudinal and face turning

Toolholders

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

JHP tools. The standard seats should be replaced with

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

2
X

Wrong positioning

Chipbreaking Range
SNMG 120408-EM-M

Chipbreaking Range
SNMG 120408-EM-R

2
5 45
3 4|
5 35
2

5 [—
‘ } —
5

0.1 02 03 04 ‘ 0.

045 f (mm/rey)

0.15 0.25 0.35 o1 02 03 0 08

0.15 025 035 0.45 f (mm/rev)

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

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

Correct insert
position

Orientation pin

ISCAR




oV I U T s
SNMG-GN 5 ~ 75 jj
Double-Sided Square Inserts
for General Applications 45| |+
4, |[75°
S
Dimensions Tough <— Hard Recommended Machining Data
o o o o (Yol
s|l8|&8|2|<s|5|8|8 2 f
Designation IC S RE § § § § LS ué § 5 (mm) (mm/rev)
SNMG 120408-GN 12.70 4.76 0.80 . ° . . ° . . 1,00-5.00 0.20-0.45
SNMG 120412-GN 12.70 4.76 1.20 o 1.40-5.00 0.25-0.50
SNMG 150612-GN 15.88 6.35 1.20 o ° ° 2.00-7.00 0.30-0.60
SNMG 190612-GN 19.06 6.35 1.20 o ° ° 2.00-7.00 0.30-0.60
SNMG 190616-GN 19.05 6.35 1.60 [ 2.00-9.00 0.30-0.65

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN ¢ DSKNR/L ® DSSNR/L ® HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
e MULNR/L-12MW e PSBNR/L ¢ PSDNN e PSDNN-JHP ¢ PSKNR/L ¢ PSSNR/L e PSSNR/L-JHP

y Z. r v ¥/ TV
VI VRN 2
SNMA = W=
Double-Sided Square Inserts
Without a Chipformer for %ﬂ;—?‘ 75°
Short Chipping Materials
S
Dimensions Tough <— Hard Recommended Machining Data
o (Yo
5 2 4= % '
Designation IC S RE © | |9 | o (mm) (mm/rev)
SNMA 120408 12.70 4.76 0.80 ° . ° . 1.50-5.00 0.05-0.50
SNMA 120412 12.70 476 1.20 ° [ ° o 1.50-5.00 0.10-0.50
SNMA 120416 12.70 476 1.60 [ ° ° 2.00-6.00 0.10-0.60
SNMA 190612 19.06 6.35 1.20 o L) ° 2.00-7.00 0.10-0.60
SNMA 190616 19.06 6.35 1.60 [ ° 2.50-10.00 0.10-0.60

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN ¢ DSKNR/L ® DSSNR/L ® HSK A63WH-MULNR-J12MWX2 ¢ HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
¢ MULNR/L-12MW e PSBNR/L ¢ PSDNN e PSDNN-JHP ¢ PSKNR/L ¢ PSSNR/L e PSSNR/L-JHP

VI VRN T =
SNMG-NR =i &j&@
Double-Sided Square Inserts
with a Special Chipformer ) =
for Heavy Machining |70
S
Dimensions Tough <— Hard a:ﬁmir:gengaeti
s|8|8 2\ 5|g|8|5|8 % f
Designation IC S RE 5 3 S 3 5 § 5 S 53 (mm) (mm/rev)
SNMG 120412-NR 12.70 476 1.20 () . o 2.00-5.00 0.30-0.70
SNMG 120416-NR 12.70 476 1.60 ° ° ° 2.50-6.00 0.30-0.70
SNMG 150608-NR 15.88 6.35 0.80 o 2.50-8.00 0.30-0.70
SNMG 150612-NR 15.88 6.35 1.20 o o 2.50-8.00 0.30-0.70
SNMG 150616-NR 15.88 6.35 1.60 o ° . o 2.50-8.00 0.30-0.70
SNMG 190612-NR 19.06 6.35 1.20 ° o o 3.00-8.00 0.40-0.70
SNMG 190616-NR 19.05 6.35 1.60 L] (] L] (] 3.50-10.00 0.40-0.70
SNMG 250724-NR 25.40 7.94 2.40 (] 5.00-15.00 0.40-1.00
SNMG 250924-NR 25.40 9.52 2.40 [ [ [ 5.00-15.00 0.40-1.00

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
o MULNR/L-12MW e PSBNR/L ¢ PSDNN e PSDNN-JHP e PSKNR/L ® PSSNR/L ¢ PSSNR/L-JHP

Member IMC Group,
|
L4 11 ]
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ISOTURN T

SNMM-R3P = 0 75°|45

Single-Sided Square

Inserts for Rough Turning £5d

Applications on Steel <£.|[757

S
Dimensions Tough «<— Hard Recommended Machining Data
2| 8|2 2 f

Designation IC S RE 5 5 3 (mm) (mm/rev)
SNMM 120408-R3P 12.70 476 0.80 [ o . 0.70-7.50 0.20-0.55
SNMM 120412-R3P 12.70 476 1.20 [ ° . 1.00-7.50 0.25-0.70
SNMM 120416-R3P 12.70 476 1.60 [ o 2.00-7.50 0.30-0.90
SNMM 150612-R3P 15.88 6.35 1.20 ) . ° 2.00-9.50 0.30-0.70
SNMM 150616-R3P 15.88 6.35 1.60 . . ° 2.50-9.50 0.30-0.90
SNMM 190612-R3P 19.05 6.35 1.20 [ o . 3.00-12.00 0.25-0.80
SNMM 190616-R3P 19.05 6.35 1.60 o o . 3.50-12.00 0.30-0.90
SNMM 190624-R3P 19.05 6.35 240 [ [ . 3.50-12.00 0.30-1.20

25.40 952 2.40 o | o | o 4.00-15.00 0.40-1.20

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-MULNR/L-MW e DSBNR/L ¢ DSDNN e DSKNR/L ¢ DSSNR/L ¢ HSK A63WH-MULNR-J12MWX2 e HSK A63WH-MULNR/L-MW e HSK A63WH-MUMNN-MW
o MULNR/L-12MW ¢ PSBNR/L ¢ PSDNN e PSDNN-JHP e PSKNR/L e PSSNR/L e PSSNR/L-JHP

N Ay grans
oV iIvnRinN 1 T
SNMM-R4P : g $4;
Single-Sided Square Inserts for ‘ 3 —
Heavy Turning Applications - 45° <—
&4 |[752
Dimensions Recommended Machining Data
@ ap f
Designation IC S RE 8 (mm) (mm/rev)
SNMM 250724-R4P 25.40 9.52 2.40 [ 4.00-17.00 0.60-1.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PSBNR/L ¢ PSDNN e PSSNR/L

IS0 T Ui

%0’ R
SNMM-H3P { ‘Al
Single-Sided Square Inserts S

with a Strong Cutting Edge
for Extra Rough Turning

RE/
Dimensions Tough «— Hard Recommended Machining Data
o o
S = p f
=] =]
Designation IC RE S 2 ] (mm) (mm/rev)
SNMM 190624-H3P 19.05 2.40 6.35 o o 4.00-9.00 0.55-1.20
SNMM 250924-H3P 25.40 2.40 9.52 [ [ 5.00-12.00 0.56-1.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DSBNR/L ® DSDNN e DSSNR/L ¢ PSBNR/L ¢ PSDNN e PSSNR/L

Ve ISCAR




VI VRN

SNMM-H4P
Single-Sided Square Inserts
with a Strong Cutting Edge
for Extra Rough Turning

S |

Dimensions Tough «— Hard Recommended Machining Data

(=3 (=4

g ﬁ ap f

(5=} [+=]
IC RE S S 2 (mm) (mm/rev)
SNMM 190624-H4P 19.05 2.40 6.35 o [ 4.00-12.00 0.50-1.10
SNMM 250924-H4P 25.40 2.40 9.52 [ ° 5.00-15.00 0.55-1.50

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DSBNR/L ® DSDNN e DSSNR/L ¢ PSBNR/L ® PSDNN e PSSNR/L

oV I vRnN

SNMM-H5P
Single-Sided Square Insert
with a Strong Cutting Edge
for Extra Rough Turning

B i

RE /
Dimensions Tough <— Hard Recommended Machining Data
Designation IC RE S o o (mm) (mm/rev)
SNMM 250924-H5P 25.40 2.40 9.62 ° o 3.60-16.00 0.60-1.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PSBNR/L ¢ PSDNN e PSSNR/L

oV 1 Ui &
45 45°
SNMM-NM =i %ﬂj
Single-Sided Square Inserts 1
for Roughing Applications ey e
S
Dimensions Tough <— Hard Recommended Machining Data
g | B % f

Designation IC S RE o o (mm) (mm/rev)

SNMM 190616-NM 19.05 6.35 1.60 [ [ 2.50-10.00 0.30-0.70
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DSBNR/L ¢ DSDNN ¢ DSSNR/L ¢ PSBNR/L * PSDNN * PSSNR/L
.y v ¥/ VY]
VI vRnN

90°
SNMM-NR TC _
Single-Sided Square Inserts 4
with a Special Chipformer IC=L O
for Heavy Machining l \ J
RE / s
Dimensions Tough <— Hard Recommended Machining Data
(=3 (=3 (=3
28 |2 % f

Designation IC S RE S [o | o (mm) (mm/rev)

SNMM 190616-NR 19.05 6.35 1.60 L] 2.50-8.00 0.35-1.00

SNMM 250724-NR 25.40 7.94 2.40 [ ° [ 5.00-156.00 0.35-1.00
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: DSBNR/L * DSDNN e DSSNR/L ¢ PSBNR/L * PSDNN e PSSNR/L

——
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ER,
HEAVY""" TURN =
]
LOMX-H6P 7 ]
Tangential Inserts with 4 Cutting
Edges for High Metal Removal
of up to 35 mm D.O.C. on Steel
Dimensions Tough <— Hard Recommended Machining Data
o (=]
uN., ﬁ ap f
[2} [+=]
Designation w1 INSL S RE e e (mm) (mm/rev)
LOMX 402224-H6P 14.40 40.30 22.60 2.40 [ o 7.00-35.00 1.00-2.00
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PLBOR/L
Application Range H6P Chipformer
ap
(mm)
A
45
40+
354
30
25
20 -
154
10 -
1 T )
1 2 F (mm/rev)
HELITURR RE——
_ )
LNMX-HT f @H o
Tangential Inserts with 4 Cutting INSL=L ) .
Edges and a Positive Rake Angle ‘ ]
for High Metal Removal Rates J =
RE 7,
*‘ Wi1 L L— S ——J
. . Recommended
Dimensions Tough Hard Machining Data
o o o (Yol
o Y5 Ire} © s o) S ~ N~ ap f
. . LI K8 | 2| S| B8
Designation W1 INSL S RE Q||| |o|lo|lo|lo|e (mm) (mm/rev)
LNMX 110408L-HT 4.75 11.00 11.40 0.80 L L L . (] . (] 0.50-5.00 0.15-0.60
LNMX 110408R-HT 4.75 11.00 11.40 0.80 o o ° ° ° ° ° o 0.50-5.00 0.15-0.60
LNMX 110412L-HT 475 11.00 11.40 1.20 . ° [ . 0.80-5.00 0.20-0.80
LNMX 110412R-HT 4.75 11.00 11.40 1.20 o o o o o 0.80-5.00 0.20-0.80
LNMX 150608L-HT 6.40 15.00 13.40 0.80 o ° ° ° ° ° o 1.00-6.00 0.25-0.60
LNMX 150608R-HT 6.40 15.00 13.40 0.80 ° ° . . ° o o o ° 1.00-6.00 0.256-0.60
LNMX 150612L-HT 6.40 15.00 13.40 1.20 ° ° ° ° ° . 1.50-7.00 0.30-0.80
LNMX 150612R-HT 6.40 15.00 13.40 1.20 o o o ° ° ° ° o 1.50-7.00 0.30-0.80
LNMX 150616L-HT 6.40 15.00 18.40 1.60 ° ) ° ° ° . 2.00-8.00 0.30-1.00
LNMX 150616R-HT 6.40 15.00 13.40 1.60 o ° ° ° ° o 2.00-8.00 0.30-1.00
LNMX 221016R/L-HT 9.40 22.00 20.00 1.60 o ° ° 4,00-15.00 0.30-1.00
LNMX 221024R/L-HT 9.40 22.00 20.00 2.40 o ° ° 5.00-15.00 0.30-1.10

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-SLANR/L-TANG e PLANR/L-TANG e S-PLANR-TANG e S-SLANR/L-TANG e SLANR/L-15-TANG-JHP ¢ SLANR/L-TANG e SLBNR/L-TANG
® SLFNR/L-TANG

iSO |[SCAR




SEEE FFRA N
ST YN P
LNMX-HM i ' —
Tangential Inserts with a NSl ) m
Positive Rake Angle for ‘ L
High Metal Removal on Soft RE A J
and Ductile Materials 2w s @))
Z
Dimensions Tough <— Hard Recommended Machining Data Z
as
23 = © ~ N~ ap f D
S|18|8|8|% =
Designation INSL w1 S RE S|l |0 |Qo| o (mm) (mm/rev) O
LNMX 110408L-HM 11.00 475 11.40 0.80 . [ 1.00-5.00 0.10-0.40
LNMX 110408R-HM 11.00 475 11.40 0.80 ° . [ 1.00-5.00 0.10-0.40 U)
LNMX 110412L-HM 11.00 475 11.40 1.20 (] 1.00-5.00 0.10-0.40 e
LNMX 110412R-HM 11.00 4.75 11.40 1.20 o 1.00-5.00 0.10-0.40
LNMX 150608L-HM 15.00 6.40 13.40 0.80 o ° ° 1.00-6.00 0.10-0.50
LNMX 150608R-HM 15.00 6.40 13.40 0.80 ° [} [} o 1.00-6.00 0.10-0.50
LNMX 150612R/L-HM 15.00 6.40 13.40 1.20 o o ° 1.50-7.00 0.15-0.70

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-SLANR/L-TANG ¢ PLANR/L-TANG e S-PLANR-TANG e S-SLANR/L-TANG e SLANR/L-15-TANG-JHP e SLANR/L-TANG e SLFNR/L-TANG

HELIT Ui

TANGENTIAL LINE

LNMX-WG

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

Dimensions Recommended Machining Data

ap f
(mm) (mm/rev)
1.50-7.00 0.30-0.80

Designation INSL W1 S RE

LNMX 150612R/L-WG 15.00 6.40 13.40 1.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-SLANR/L-TANG ¢ PLANR/L-TANG e S-PLANR-TANG e S-SLANR/L-TANG e SLANR/L-15-TANG-JHP e SLANR/L-TANG e SLFNR/L-TANG

® |1C8250

FEEDTUrRn
LNMX-HF

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

Dimensions Tough <— Hard Recommended Machining Data
g|8|E| = f
Designation W1 INSL S RE | | Q (mm) (mm/rev)
LNMX 1608L-HF 8.50 16.00 14.00 1.20 (] . 0.50-2.40 1.50-2.40
LNMX 1608R-HF 8.50 16.00 14.00 1.20 o [ o 0.50-2.40 1.50-2.40
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
-——




7.y v /¥y’ 7V}
OV I Ui
LNMX 19/30 ¥
Tangentially Clamped Inserts &
. . L=INSL - D1
for Railroad Wheel Re-Turning \ i {)7‘[
i -
Dimensions Tough «<— Hard | Recommended Machining Data
Designation Wi INSL S RE D1 o &} (mm) (mm/rev)
LNMX 191940-WF 10.00 19.06 19.06 4.00 6.35 [ o 0.30-5.00 0.25-1.30
LNMX 191940-WM 10.00 19.05 19.05 4.00 6.35 [} o 0.30-5.00 0.40-1.50
LNMX 301940-WM 12.00 30.00 19.05 4.00 6.35 [ o 0.50-12.00 0.70-1.90
LNMX 301940-WR 12.00 30.00 19.05 4.00 6.35 [} [} 0.50-12.00 0.80-1.90
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PRWR/L 175-CA  PRWR/L 177-CA
Y 7.y v ¥/ _7Y)
OV i Ui
QNMG-NF F~ - — IC % i?“ R
Double-Sided Inserts =A%/ T <[ %%
with Four 80° Corners for L 4— . 4
Finishing Applications L £
E/ = S |-
Dimensions Recommended Machining Data
"-‘o;’ p f
Designation L IC S RE 3 (mm) (mm/rev)
QNMG 120408-NF 13.33 12.70 4.76 0.80 [ 0.80-3.00 0.08-0.25
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PQFNR/L * PQLNR/L ® PQSNR/L * S-PQFNR/L  S-PQLNR/L
.y * Jy/ vy
DV I Ui
IC 95° S -
QNMG-TF A F— % i iw
Double-Sided Inserts = /‘ - T PN ﬁv
with Four 80° Corners for /11? ‘ L+ 4 ﬁ!‘ ‘01’
icati b Caam | PR
General Applications ; L ‘
RE / = S |l
Dimensions Tough <— Hard Recommended Machining Data
o o
2| 8(E| = f
Designation L IC S RE e[ |L (mm) (mm/rev)
QNMG 090404-TF 10.32 9.52 4.76 0.40 o o [ 1.00-4.00 0.12-0.35
QNMG 090408-TF 10.32 9.52 476 0.80 ° ) ° 1.00-4.00 0.12-0.35
QNMG 120404-TF 13.41 12.70 4.76 0.40 ° ° 1.00-4.00 0.12-0.35
QNMG 120408-TF 13.33 12.70 476 0.80 o o o 1.00-4.00 0.12-0.35
QNMG 120412-TF 13.25 12.70 4.76 1.20 ° 1.50-4.50 0.15-0.40

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PQFNR/L « PQLNR/L ¢ PQSNR/L e S-PQFNR/L e S-PQLNR/L

y 7.
oPViI VRN

QNMG-PP \\
Double-Sided Inserts @
with Four 80° Corners for /

General Applications .

N
E——
ANEIN

7]

-

Dimensions Tough <— Hard Recommended Machining Data
(=3
g | § % f
Designation L IC S RE o o (mm) (mm/rev)
QNMG 090408-PP 10.32 9.52 476 0.80 . 1.00-4.00 0.14-0.30
QNMG 120408-PP 13.33 12.70 4.76 0.80 [ [ 1.00-4.00 0.14-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PQFNR/L « PQLNR/L ¢ PQSNR/L e S-PQFNR/L e S-PQLNR/L

ISCAR




ISOT UninN @D)
QNMG-GN " ﬁ 5 B
Double-Sided Inserts r 715 = = - 2 - E
with Four 80‘? Cgrners for L 4— }, = f_t LIJ
General Applications L ‘ C/)
Re/ S Z
Dimensions Tough «— Hard Recommended Machining Data Z
S| BBl g 2 f o
1) o o =
Designation L IC S RE 2|1 |2 |e (mm) (mm/rev) D)
QNMG 090408-GN 10.32 9.52 4.76 0.80 () o 1.00-4.50 0.16-0.45 |_
QNMG 120408-GN 1333 1270 476 0.80 o | o | o | @ 1.00-4.50 0.16-0.45 O
QNMG 120412-GN 13.25 12.70 4.76 1.20 [ ° ) o 1.50-5.00 0.22-0.50 U)
e For user guide and cutting speed recommendations, see pages 122-134, 236-254 e
Tools: PQFNR/L * PQLNR/L ® PQSNR/L * S-PQFNR/L * S-PQLNR/L
Positive Inserts
LOGIQLTURN
POSITIVE DOUBLE SIDED
CXMG-F3P
80° Double-Sided and
Double-Positive Inserts
with a Positive Rake for 1
Finishing on Alloyed Steel
Dimensions Tough <— Hard Recommended Machining Data
o
2l s % f
Designation L IC S RE o (&} (mm) (mm/rev)
CXMG 090402-F3P 10.40 9.35 4.66 0.20 o ° 0.30-2.00 0.03-0.15
CXMG 090404-F3P 10.40 9.35 4.65 0.40 o 0.40-2.00 0.05-0.25
CXMG 12T504-F3P 13.83 12.50 5.80 0.40 o [ 0.40-2.00 0.05-0.25
CXMG 12T508-F3P 18.75 12.50 5.80 0.80 [ [ 0.80-2.00 0.05-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PCLXR/L e AVC-PCLXR/L * PCLXR/L ® PCLXR/L-JHP e PCLXR/L-JHP-MC * PCLXR/L-S ® PCLXR/L-S-JHP
LOGIQLITURN
POSITIVE DOUBLE SIDED
CXMG-M3P
80° Double-Sided and
Double-Positive Inserts with
a Positive Rake for Medium
Machining on Alloyed Steel
Dimensions Tough <— Hard Recommended Machining Data
21205 = f
Designation L IC S RE || e (mm) (mm/rev)
CXMG 090408-M3P 10.32 9.35 4.65 0.80 o o o 0.80-3.00 0.10-0.50
CXMG 12T508-M3P 13.75 12.50 5.80 0.80 o o o 0.80-5.00 0.10-0.50
CXMG 12T512-M3P 13.68 12.50 5.80 1.20 ° o ° 1.20-5.00 0.10-0.50

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PCLXR/L ¢ AVC-PCLXR/L ¢ PCLXR/L e PCLXR/L-JHP e PCLXR/L-JHP-MC e PCLXR/L-S ¢ PCLXR/L-S-JHP

Member IMC Group.
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POSITIVE I DOUBLE SIDED

CXMG-F3M

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

Dimensions Tough <— Hard Recommended Machining Data
w0 [Te]
SIElglg|l =~ f
Designation L IC S RE o |9 |o (mm) (mm/rev)
CXMG 090402-F3M 10.40 9.35 4.66 0.20 o () o 0.30-2.00 0.03-0.15
CXMG 090404-F3M 10.40 9.35 4.65 0.40 . . . . 0.40-2.00 0.05-0.25
CXMG 12T504-F3M 13.83 12.50 5.80 0.40 o o o 0.40-2.00 0.05-0.25
CXMG 12T508-F3M 13.75 12.50 5.80 0.80 . . . 0.80-2.00 0.05-0.25
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PCLXR/L e AVC-PCLXR/L e PCLXR/L ® PCLXR/L-JHP e PCLXR/L-JHP-MC * PCLXR/L-S ® PCLXR/L-S-JHP
LOGIQLITURN
POSITIVE DOUBLE SIDED
CXMG-M3M
80° Double-Sided and Double-
Positive Inserts with a Positive
Rake for Medium Machining
on Stainless Steel and H.T.A.
Dimensions Tough <— Hard Recommended Machining Data
[Ye]
g 8 B ap f
© (=) (=]
Designation L IC S RE ORRONRS (mm) (mm/rev)
CXMG 090408-M3M 10.32 9.35 4.65 0.80 o o o 0.80-3.00 0.15-0.50
CXMG 12T508-M3M 13.76 12.50 5.80 0.80 o o o 0.80-5.00 0.15-0.50
CXMG 12T512-M3M 13.68 12.50 5.80 1.20 ° ° o 1.20-5.00 0.15-0.50
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PCLXR/L e AVC-PCLXR/L e PCLXR/L ® PCLXR/L-JHP e PCLXR/L-JHP-MC e PCLXR/L-S ® PCLXR/L-S-JHP
NS M Ey gFens
VI UnnN
CCGT-F1P o /ﬁ
80° Rhombic Inserts with a
Positive Flank for Very Low Finish
Turning Conditions on Steel
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE D1 3 (mm) (mm/rev)
CCGT 03X101-F1P 3.60 3.57 1.39 0.10 1.90 o 0.10-0.50 0.01-0.05
CCGT 03X102-F1P 3.60 3.57 1.39 0.20 1.90 o 0.10-0.50 0.02-0.10
CCGT 03X104-F1P 3.60 3.57 1.39 0.40 1.90 o 0.10-0.50 0.05-0.15
CCGT 04T101-F1P 4.40 4.37 1.79 0.10 2.30 [} 0.10-0.50 0.01-0.05
CCGT 04T102-F1P 4.40 4.37 1.79 0.20 2.30 o 0.10-0.50 0.02-0.10
CCGT 04T104-F1P 4.40 4.37 1.79 0.40 2.30 [} 0.10-0.50 0.05-0.15
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e PICIN-SCLCR/L
ISO Standard Designation - 1 2 3
A , |
Y
1. Application
Finish F | Finishing !
v 3. Workpiece Material Group
3 : Steel
2. Chip Load
2 For super finish M | Stainless Steel
Cast Iron
2 For low range Nonferrous & Aluminum
> 3 For general range High Temperature Alloys

ISCAR




ISOTURN
CCGT-F1M-20P i
80° Rhombic Inserts with a
Positive Flank for Very Low Finish
Turning Conditions on Steel
Dimensions Recommended Machining Data
= ap f
Designation L IC S RE D1 15} (mm) (mm/rev)
CCGT 0602005-F1M-20P 6.45 6.35 2.38 0.05 2.80 (] 0.04-4.00 0.03-0.15
CCGT 060201-F1M-20P 6.45 6.35 2.38 0.10 2.80 o 0.07-4.00 0.03-0.15
CCGT 060202-F1M-20P 6.45 6.35 2.38 0.20 2.80 o 0.15-4.00 0.03-0.15
CCGT 060204-F1M-20P 6.45 6.35 2.38 0.40 2.80 o 0.30-4.00 0.03-0.15
CCGT 09T3005-F1M-20P 9.67 9.53 3.97 0.05 4.40 () 0.04-4.00 0.03-0.15
CCGT 09T301-F1M-20P 9.67 9.53 3.97 0.10 4.40 ° 0.07-4.00 0.03-0.15
CCGT 09T302-F1M-20P 9.67 9.53 3.97 0.20 4.40 o 0.15-4.00 0.03-0.15
CCGT 09T304-F1M-20P 9.67 9.53 3.97 0.40 4.40 ° 0.30-4.00 0.03-0.15
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L
ISCT RN
CCMT-F3P -
80° Rhombic Positive Flank v
Inserts for Semi-Finishing and i
Finishing Turning of Steel b '
L}
! S -
) . Recommended
Dimensions Tough «— Hard Machining Data
22 |5 2 f
Designation L IC S RE D1 5 5 § (mm) (mm/rev)
CCMT 060202-F3P 6.30 6.35 2.38 0.20 2.80 o o o 0.06-1.70 0.03-0.12
CCMT 060204-F3P 6.30 6.35 2.38 0.40 2.80 [ o o 0.10-1.70 0.05-0.18
CCMT 09T302-F3P 9.70 9.52 3.97 0.20 4.40 ° ° o 0.08-2.00 0.04-0.16
CCMT 09T304-F3P 9.70 9.52 3.97 0.40 4.40 . . ° 0.11-2.00 0.06-0.25
CCMT 09T308-F3P 9.70 9.52 3.97 0.80 4.40 o o o 0.15-2.00 0.08-0.32
CCMT 120404-F3P 12.90 12.70 4.76 0.40 5.50 [ o [ 0.11-2.00 0.06-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L ¢ C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-JHP-MC e PCLCR/L-S e PCLCR/L-S-JHP
® SCACR/L-S ¢ SCLCR-PAD e SCLCR/L

IS0 T URN
CCMT-M3P ﬁ
80° Rhombic Positive Flank
Inserts for Medium Machining b1
Conditions on Steel e '
[y
»ls <
. . Recommended
Dimensions Tough «<— Hard Machining Data
SRS 2 ]
Designation L IC S RE D1 8|8 |8 (mm) (mm/rev)
CCMT 060204-M3P 6.30 6.35 2.38 0.40 2.80 o o ° 0.50-2.00 0.10-0.25
CCMT 060208-M3P 6.30 6.35 2.38 0.80 2.80 ° . . 1.00-4.00 0.10-0.30
CCMT 09T304-M3P 9.70 9.52 3.97 0.40 4.40 () ° o 0.50-3.00 0.10-0.20
CCMT 09T308-M3P 9.70 9.52 3.97 0.80 4.40 o ° ° 1.00-4.00 0.10-0.30
CCMT 09T312-M3P 9.70 9.52 3.97 1.20 4.40 [ ° ° 1.30-5.00 0.15-0.40
CCMT 120404-M3P 12.90 12.70 4.76 0.40 5.50 [} [} ° 0.50-3.00 0.10-0.20
CCMT 120408-M3P 12.90 12.70 4.76 0.80 5.50 () ° o 1.00-4.00 0.15-0.40
CCMT 120412-M3P 12.90 12.70 4.76 1.20 5.50 [} ° ° 1.30-5.00 0.15-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L ¢ C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-S e PCLCR/L-S-JHP ¢ SCACR/L-S
e SCLCR-PAD e SCLCR/L e AVC-SCLCR/L e PCLCR/L-JHP-MC

Member IMC Grou
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@p) ISOT UninN

~~  CCMT-F3M =

m 80° Rhombic Positive Flank

LL] Inserts for Stainless Steel D1

U) Finishing Applications .

Z e

% Dimensions Tough < Hard a;zm::;ngaet:

D & Lo [{=] ~

— S| 8|8|8 % f

O Designation L IC S RE D1 22| 2|= (mm) (mm/rev)
CCMT 060202-F3M 6.30 6.35 2.38 0.20 2.80 o o o o 0.06-1.70 0.03-0.12

U) CCMT 060204-F3M 6.30 6.35 2.38 0.40 2.80 o o o o 0.10-1.70 0.05-0.18

o CCMT 060208-F3M 6.30 6.35 2.38 0.80 2.80 o o o o 0.12-1.70 0.08-0.22
CCMT 09T302-F3M 9.70 9.52 3.97 0.20 4.40 ° [} ° [ 0.08-2.00 0.04-0.16
CCMT 09T304-F3M 9.70 9.52 3.97 0.40 4.40 o o o o 0.11-2.00 0.06-0.25
CCMT 09T308-F3M 9.70 9.52 3.97 0.80 4.40 o o o o 0.15-2.00 0.08-0.32
CCMT 120402-F3M 12.90 12.70 4.76 0.20 5.50 [ ° () [ 0.11-2.00 0.06-0.18
CCMT 120404-F3M 12.90 12.70 476 0.40 5.50 o o o o 0.15-2.00 0.08-0.25
CCMT 120408-F3M 12.90 12.70 4.76 0.80 5.50 ° ° () [ 0.18-2.00 0.10-0.32

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP ® PCLCR/L-S e PCLCR/L-S-JHP e SCACR/L-S
e SCLCR-PAD e SCLCR/L ® AVC-SCLCR/L e PCLCR/L-JHP-MC

ISCT VRN
CCMT-M3M =
80° Rhombic Positive Flank
Inserts for Machining Stainless i
and Low Carbon Steel '
S
Dimensions Tough «— Hard agzﬁm::;ng:&
K| 2| =
2|88 % f
Designation L IC S RE D1 2e|s (mm) (mm/rev)
CCMT 060204-M3M 6.30 6.35 2.38 0.40 2.80 o ° o 0.40-2.50 0.07-0.23
CCMT 060208-M3M 6.30 6.35 2.38 0.80 2.80 o ° o 0.80-2.50 0.10-0.25
CCMT 09T304-M3M 9.70 9.52 3.97 0.40 4.40 . o . 0.40-3.00 0.07-0.25
CCMT 09T308-M3M 9.70 9.52 3.97 0.80 4.40 . o . 0.80-3.00 0.10-0.30
CCMT 120404-M3M 12.90 12.70 4.76 0.40 5.50 o ° o 0.40-3.50 0.10-0.30
CCMT 120408-M3M 12.90 12.70 476 0.80 5.50 L] ° . 0.80-3.50 0.12-0.34
CCMT 120412-M3M 12.90 12.70 4.76 1.20 5.50 o ° o 1.20-3.50 0.14-0.40

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-S  PCLCR/L-S-JHP e SCACR/L-S
e SCLCR-PAD e SCLCR/L ® AVC-SCLCR/L e PCLCR/L-JHP-MC

ISCAR




ISOTUnRN @p)
CCMT-CERMET i |_
Single-Sided 80° Rhombic m
Cermet Grade Inserts D1 LIJ
for Semi-Finishing and '
Finishing Applications CD
> S - Z
Dimensions Tough <— Hard | Recommended Machining Data Z
= § ap f m
Designation L Ic S RE D1 3] 8 (mm) (mm/rey) D)
CCMT 09T302-FFA 9.70 9.52 3.97 0.20 4.40 o o 0.03-2.00 0.04-0.15 I_
CCMT 09T302-FWT 9.70 952 397 0.20 440 o 150-3.00 0.00-0.50 O
CCMT 09T304-FPC 9.70 9.52 3.97 0.40 4.40 o o 0.50-2.50 0.08-0.20 U)
CCMT 09T308-FPC 9.70 9.52 3.97 0.80 4.40 o 0.50-2.80 0.03-0.22 il
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L ® C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ® NQCH-SCACR/L-JHP  PCLCR/L-JHP-MC  PCLCR/L-S e PCLCR/L-S-JHP
e SCACR/L-S e SCLCR-PAD e SCLCR/L
D.0.C (mm)
3|
0 1
0.5 Feed (mm/rev)
IS T Ui
‘\:300 95°|
CCMT/CCGT-SM PAER 7 ]
Single-Sided Turning Inserts for ? 1
Semi-Finishing and Finishing on IC D1 %
Soft Materials and Exotic Alloys L N nr
AL tlsk
) _ Recommended
Dimensions Tough «— Hard Machining Data
8 23 = 3 = o) 8 © N~ N~ ap f
LI KRB 2| &|B3 (3| 83|83]| 8
Designation L IC S RE D1 le ||l || |Q Q| Q| (mm |mmre)
CCGT 060201-SM 6.45 6.35 2.38 0.10 2.80 ® [0.25-2.00(0.05-0.20
CCGT 060202-SM 6.45 6.35 2.38 0.20 2.80 ® [0.25-2.00(0.05-0.25
CCMT 060202-SM 6.45 6.35 2.38 0.20 2.80 o o o 0.25-2.00 | 0.05-0.25
CCMT 060204-SM 6.45 6.35 2.38 0.40 2.80 o o o o o o ® |0.50-2.500.07-0.25
CCMT 060208-SM 6.45 6.35 2.38 0.80 2.80 () o ° ® [050-2.50 [ 0.07-0.25
CCMT 09T302-SM 9.70 9.52 3.97 0.20 4.40 o o o o o ® |0.50-2.50 [ 0.06-0.25
CCMT 09T304-SM 9.70 9.52 3.97 0.40 4.40 o o o o o o o [ o ® |0.50-2.50 [ 0.06-0.25
CCMT 09T308-SM 9.70 9.52 3.97 0.80 4.40 o ° o ° ° ° ° [} ® [050-3.00(0.07-0.25
CCMT 120404-SM 12.90 12.70 4.76 0.40 5.50 o L] o o ® |0.70-3.50 [ 0.07-0.25
CCMT 120408-SM 12.90 12.70 4.76 0.80 5.50 [ o [} [} [} ® [0.70-350 | 0.07-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-S e PCLCR/L-S-JHP e SCACR/L-S
e SCLCR-PAD e SCLCR/L e AVC-SCLCR/L e PCLCR/L-JHP-MC

Member IMC Group.
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OV I Ui
CCMT-PF i d
e . ] ]
80° Rhombic Inserts with a O v
Positive Flank for 1C @ D1 j
ge;tnil;/lFirtwishirg argjdEI;ithiRﬁ; on L N 70*;\
oft Materials an otic Alloys Rgﬂ&L ‘ sl
) . Recommended
Dimensions Tough <— Hard Machining Data
0 w0
S|l S | 5|1 8| 85|85 |3 ap f
Designation L IC S RE D1 5 <§ § 53 3 3 3 (mm) (mm/rev)
CCMT 060202-PF 6.30 6.35 2.38 0.20 2.80 o o o [ o o 0.20-2.50 0.04-0.25
CCMT 060204-PF 6.30 6.35 2.38 0.40 2.80 o o o o [ o 0.40-2.50 0.04-0.30
CCMT 09T302-PF 9.70 9.52 3.97 0.20 4.40 o o [ o o 0.50-3.00 0.05-0.30
CCMT 09T304-PF 9.70 9.52 3.97 0.40 4.40 ° ° ° ° ° ° ° 0.50-3.50 0.05-0.35
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L ® C#-SCLCR/L-JHP e E-SCLCR/L-HEAD e NQCH-SCACR/L-JHP * PCLCR/L-S * PCLCR/L-S-JHP e SCACR/L-S
o SCLCR-PAD e SCLCR/L ® AVC-SCLCR/L e PCLCR/L-JHP-MC
NS A Ey gFens
VI UnnN
‘\?Oo 95°]
CCMT-14 e - -
80° Rhombic Inserts with a 7° ]
Positive Flank for 1C @ b1
Semi-Finishing and Finish Turning i ~ 70*;\
RE le— |- *> S =
I . Recommended
Dimensions Tough «— Hard Machining Data
o 23 © 8 N~ ~ ap f
LIK|I K| S| B3| 8
Designation L IC S RE D1 S| || |loo]|]9o| o (mm) (mm/rev)
CCMT 060204-14 6.30 6.35 2.38 0.40 2.80 () ° o ° ° o 0.50-2.50 0.14-0.25
CCMT 09T304-14 9.70 9.52 3.97 0.40 4.40 [ o o 0.50-3.00 0.14-0.25
CCMT 09T308-14 9.70 9.52 3.97 0.80 4.40 () ° ° ° [} 0.80-3.00 0.14-0.30
CCMT 120408-14 12.90 12.70 476 0.80 5.50 [} ° 0.80-3.00 0.14-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e AVC-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD e NQCH-SCACR/L-JHP e PCLCR/L-JHP-MC e PCLCR/L-S
® PCLCR/L-S-JHP e SCACR/L-S e SCLCR-PAD e SCLCR/L

188

1907 Ui
i

CCMT/CCGT ZAERRN v

80° Rhombic Inserts with a 7° ? v

Positive Flank for 1 @ D1

Semi-Finishing and Finish Turning i ~ 7041\

REA, L—»‘ ' ol
Dimensions Tough <— Hard a:am::sng:tg
3 = = s ap f
R | S| K| 8| B

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

* Use left-hand inserts for left-hand external tools and for right-hand internal tools e For user guide and cutting speed recommendations, see pages 122-134, 236-254

) Left-hand insert

Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-S  PCLCR/L-S-JHP e SCACR/L-S

e SCLCR-PAD e SCLCR/L e AVC-SCLCR/L e PCLCR/L-JHP-MC

ISCAR



Y 7.y v ¥/ VY]

DV I Ui

CCET-WF i

80° Rhombic Inserts with a 7° 86° L]

Positive Flank and a Wiper Near \' D1

the Corner for High Feed Finishing -

—=—1<0.3
Dimensions Recommended Machining Data
B ap f

Designation L IC S RE D1 3 (mm) (mm/rev)
CCET 0602005-WF 6.30 6.35 2.38 0.05 2.80 ° 0.05-2.00 0.01-0.20
CCET 09T3005-WF 9.50 9.62 3.97 0.05 4.40 o 0.05-2.00 0.01-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-S e PCLCR/L-S-JHP ¢ SCACR/L-S
e SCLCR-PAD e SCLCR/L e AVC-SCLCR/L e PCLCR/L-JHP-MC

| 7.y v ¥/ 7V
VI UrinN a0°
CCMT-WG . — o
80° Rhombic Inserts with a 7°
Positive Flank and a Wiper Near
the Corner for High Feed Finishing

5
O
e

)
L
.
»
T

Dimensions Tough <— Hard | Recommended Machining Data
255 % f
Designation L IC S RE D1 8|1 8|3 (mm) (mm/rev)
CCMT 060204-WG 6.30 6.35 2.38 0.40 2.80 o o 0.40-2.00 0.10-0.35
CCMT 09T304-WG 9.70 9.52 3.97 0.40 4.40 o 0.40-2.00 0.14-0.30
CCMT 09T308-WG 9.70 9.52 3.97 0.80 4.40 o 0.50-2.50 0.20-0.38
CCMT 120408-WG 12.90 12.70 4.76 0.80 5.50 o 0.50-3.00 0.20-0.36

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L ¢ C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP e PCLCR/L-S e PCLCR/L-S-JHP & SCACR/L-S
e SCLCR-PAD e SCLCR/L ® AVC-SCLCR/L e PCLCR/L-JHP-MC

 r.y /Ty vy
oV I Ui
75 !
EPGT-F1P . 11%/17 @
75° Rhombic Inserts with a T A
Positive Flank for Very Low Finish 1C \ D1
Turning Conditions on Steel L N I
e/l ] sl
Dimensions Recommended Machining Data
X ap f
Designation L IC S RE D1 § (mm) (mm/rev)
EPGT 03X101-F1P 3.70 3.57 1.39 0.10 1.90 ° 0.10-0.50 0.01-0.05
EPGT 03X102-F1P 3.70 3.57 1.39 0.20 1.90 o 0.10-0.50 0.02-0.10
EPGT 03X104-F1P 3.70 3.57 1.39 0.40 1.90 o 0.10-0.50 0.05-0.15
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-SEXPR/L-03
 r. y v /¥y’ _vvy)
OV I Ui
80° 95°
CPGT-SM S
80° Rhombic Inserts with an oD !
11° Positive Flank for IC @ D1
Semi-Finishing and Finish | N f
Turning on Soft Materials 7 1
and Exotic Alloys re/l. '—"J . SL
Dimensions Recommended Machining Data
'S ap f
Designation L IC S RE D1 3 (mm) (mm/rev)
CPGT 060201-SM 6.45 6.35 2.38 0.10 2.80 ° 0.25-2.00 0.05-0.20
CPGT 060202-SM 6.45 6.35 2.38 0.20 2.80 . 0.25-2.00 0.05-0.30
CPGT 060204-SM 6.45 6.35 2.38 0.40 2.80 o 0.50-3.00 0.10-0.35
CPGT 09T301-SM 9.67 9.52 3.97 0.10 4.40 o 0.25-2.00 0.05-0.25
CPGT 09T302-SM 9.67 9.52 3.97 0.20 4.40 L] 0.50-2.50 0.10-0.30
CPGT 09T304-SM 9.67 9.52 3.97 0.40 4.40 [ 0.60-3.50 0.10-0.35
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
——
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VI VRN

CPMT-PF
80° Rhombic Inserts with a
Positive Flank for Semi-Finishing

and Finishing on Soft ) ¥
Materials and Exotic Alloys 7 "y
re/fL L—»‘ J s L
. . Recommended
Dimensions Tough Hard Machining Data
= 8 = ~ ~ ap f
RN S| BB
Designation L IC S RE D1 | |o | ol o (mm) (mm/rev)
CPMT 060204-PF 6.30 6.35 2.38 0.40 2.80 o L] [ [ . 0.50-2.50 0.04-0.30
CPMT 060208-PF 6.30 6.35 2.38 0.80 2.80 [ [ L] 0.50-2.50 0.08-0.30
CPMT 09T304-PF 9.50 9.52 3.97 0.40 4.40 o [ . 0.50-3.00 0.05-0.35
CPMT 09T308-PF 9.50 9.52 3.97 0.80 4.40 [ [ [ [ [ 0.50-3.50 0.10-0.35
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
T-LOCK N
55°
DCMT-F3P-SL 1
55° Rhombic Inserts with a T N\ I —
Positive Flank with a Locating g O @ DL
Bottom Ridge for Semi-Finishing = =X 1) TV
and Finishing on Steel
¢} RE . l<s
Bottom view
] . Recommended
Dimensions Tough Hard Machining Data
Designation L IC S RE D1 o o (mm) (mm/rev)
DCMT 13T504-F3P-SL 13.40 11.00 5.11 0.40 4.50 . L] 0.50-3.00 0.05-0.25
DCMT 13T508-F3P-SL 13.40 11.00 5.11 0.80 4.50 [ [ 0.90-3.50 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-SDUCR/L-13-SL ¢ AVC-SDJCN-Y e C#-SDJCN-13-Y e C#-SDJCR/L-13-SL-JHP e C#-SDNCN-13-SL-JHP e HSK A63WH-SDJCN-13-Y

e SDACR/L-13S-SL-JHP e SDJCR/L-13-SL * SDNCN-13-SL

7. r v /¥y _VV)
'av' u"" — a.|
DCMT-F3P 75’; %
55° Rhombic Inserts with a v
Positive Flank for Semi-Finishing ? - D1
and Finish Turning on Steel of }

y

— G -

. . Recommended
Dimensions Tough <— Hard Machining Data
S|8|2 |5 2 f

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

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e E-SDUCR/L-HEAD e NQCH-SDACR/L-S-JHP
* NQCH-Y-SDJCR-S-JHP e PDACR/L-JHP e PDACR/L-JHP-MC e PDACR/L-S ¢ SDACR/L e SDHCR/L ¢ SDJCR-PAD e SDJCR/L e SDNCN

* Y-SDJCR e Y-SDJCR-JHP
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VI VRN

DCMT-M3M

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

Designation

DCMT 070204-M3M
DCMT 070208-M3M
DCMT 11T304-M3M
DCMT 11T308-M3M

. . Recommended

Dimensions Tough <— Hard Machining Data

S 2(g|s|s 2 f
L Ic S RE D1 S| &8[&| &3 (mm) (mm/rev)
7.70 6.35 2.38 0.40 2.80 o [ o 0.40-2.50 0.07-0.23
7.70 6.35 2.38 0.80 2.80 o o o 0.80-2.50 0.10-0.25
11.60 9.52 3.97 0.40 4.40 o o o 0.40-3.00 0.07-0.25
11.60 9.52 3.97 0.40 4.40 o o o o [ 0.80-3.00 0.10-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SDUCR/L e AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e E-SDUCR/L-HEAD e NQCH-SDACR/L-S-JHP
o NQCH-Y-SDJCR-S-JHP ¢ PDACR/L-JHP e PDACR/L-S ¢ SDACR/L ¢ SDHCR/L ¢ SDJCR-PAD e SDJCR/L e SDNCN e Y-SDJCR e Y-SDJCR-JHP

¢ PDACR/L-JHP-MC

T-LOCK

DCMT-M3M-SL

55° Rhombic Inserts with a
Positive Flank and Locating
Bottom Ridge for Machining
Stainless and Low Carbon Steel

N

Designation

DCMT 13T508-M3M-SL

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

e SDACR/L-13S-SL-JHP e SDJCR/L-13-SL e SDNCN-13-SL

Bottom view
. . Recommended
Dimensions Tough <— Hard Machining Data
[Ye] (2]
g | 3 2 f
L IC S RE D1 o o (mm) (mm/rev)
13.40 11.00 5.11 0.80 4.50 . o 0.90-3.50 0.10-0.25
13.40 11.00 5.11 1.20 4.50 ° o 0.90-3.50 0.15-0.30
Tools: A-SDUCR/L-13-SL e AVC-SDJCN-Y e G#-SDJCN-13-Y e C#-SDJCR/L-13-SL-JHP ® C#-SDNCN-13-SL-JHP * HSK A63WH-SDJCN-13-Y
Wember v Group
re|
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IS0 T Univ wwbg [ |
DCMT-CERMET %
Single-Sided 55° Rhombic -

Cermet Grade Inserts .
for Semi-Finishing and

Finishing Applications

@p)
|_
o
LLJ
N
Z
Z
o
=
@)
P

Dimensions Tough <— Hard | Recommended Machining Data
z g ap f
Designation L Ic S RE D1 S 8 (mm) (mm/rev)
DCGT 11T302-FSA 11.60 9.52 3.97 0.20 4.40 (] 0.30-2.00 0.02-0.15
DCGT 11T304-FSA 11.60 9.52 3.97 0.40 4.40 (] 0.40-2.00 0.03-0.15
DCMT 11T302-FCF 11.60 9.52 3.97 0.20 4.40 (] . 0.50-2.50 0.07-0.22
DCMT 11T302-FSM 11.60 9.52 3.97 0.20 4.40 o 0.50-3.00 0.05-0.22
DCMT 11T304-FPC 11.60 9.52 3.97 0.40 4.40 (] (] 0.50-2.70 0.04-0.25
DCMT 11T304-FSM 11.60 9.52 3.97 0.40 4.40 (] 0.50-3.00 0.07-0.25
DCMT 11T308-FPC 11.60 9.52 3.97 0.80 4.40 (] (] 0.50-2.70 0.04-0.25
DCMT 11T312-FMT 11.60 9.52 3.97 1.20 4.40 o 1.50-5.00 0.15-0.50

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e NQCH-SDACR/L-S-JHP ¢ NQCH-Y-SDJCR-S-JHP
¢ PDACR/L-JHP e PDACR/L-JHP-MC e PDACR/L-S e SDACR/L * SDHCR/L * SDJCR/L ® SDNCN e Y-SDJCR e Y-SDJCR-JHP

D.0.C (mm) ¥
a
48 Feed (mm/rev)
NS A mEy FFansy
VI vnRinN
55°
DCGT-F1M-20P ~C 7 f
55° Rhombic Inserts with a 7° T \
Positive Flank for Semi-Finishing g [ \ @ - D1
and Finish Turning on Soft S
Materials and Exotic Alloys RE )
Y [PE— =I5l
Dimensions Recommended Machining Data
2 % f
Designation L IC S RE D1 5] (mm) (mm/rev)
DCGT 0702005-F1M-20P 7.75 6.35 2.38 0.05 2.80 o 0.03-0.15 0.04-4.00
DCGT 070201-F1M-20P 7.75 6.35 2.38 0.10 2.80 [ 0.03-0.15 0.07-4.00
DCGT 070202-F1M-20P 7.75 6.35 2.38 0.20 2.80 () 0.03-0.15 0.15-4.00
DCGT 070204-F1M-20P 7.75 6.35 2.38 0.40 2.80 o 0.03-0.15 0.30-4.00
DCGT 11T3005-F1M-20P 11.63 9.53 3.97 0.05 4.40 () 0.03-0.15 0.04-4.00
DCGT 11T301-F1M-20P 11.63 9.53 3.97 0.10 4.40 () 0.03-0.15 0.07-4.00
DCGT 11T302-F1M-20P 11.63 9.53 3.97 0.20 4.40 () 0.03-0.15 0.15-4.00
DCGT 11T304-F1M-20P 11.63 9.53 3.97 0.40 4.40 [ 0.03-0.15 0.30-4.00

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L e E-SDUCR/L-HEAD e PDACR/L-JHP e PDACR/L-S ¢ SDACR/L ¢ SDHCR/L ¢ SDJCR-PAD e SDJCR/L
* SDNCN

ISCAR




T-LOCK

DCMT-PF-SL

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

[ g

Dimensions Recommended Machining Data
‘8_ ap f
Designation L IC S RE D1 § (mm) (mm/rev)
DCMT 13T504-PF-SL 13.40 11.00 511 0.40 4.50 ° 0.50-3.00 0.06-0.25
DCMT 13T508-PF-SL 13.40 11.00 5.11 0.80 4.50 [ 0.70-3.00 0.05-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-SDUCR/L-13-SL ¢ AVC-SDJCN-Y e C#-SDJCN-13-Y e C#-SDJCR/L-13-SL-JHP e C#-SDNCN-13-SL-JHP ¢ HSK A63WH-SDJCN-13-Y

e SDACR/L-13S8-SL-JHP e SDJCR/L-13-SL e SDNCN-13-SL

r.J
VI VRN

DCMT/DCGT-PF

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

. ] Recommended
Dimensions Tough «<— Hard Machining Data
s|8|8 | s(5(8|sl5|z3| = f

Designation L IC S RE D1 § § § § § § § § § (mm) (mm/rev)
DCGT 070201-PF 7.70 6.35 2.38 0.10 2.80 o 0.30-3.00 | 0.02-0.25
DCGT 070202-PF 7.70 6.35 2.38 0.20 2.80 o 0.40-3.00 | 0.03-0.25
DCGT 070204-PF 7.70 6.35 2.38 0.40 2.80 o 0.50-3.00 | 0.05-0.25
DCMT 070201-PF 7.70 6.35 2.38 0.10 2.80 o o 0.30-3.00 | 0.02-0.25
DCMT 070202-PF 7.70 6.35 2.38 0.20 2.80 [ 0.40-3.00 | 0.03-0.25
DCMT 070204-PF 7.70 6.35 2.38 0.40 2.80 [ 0.50-3.00 | 0.05-0.25
DCMT 070208-PF 7.70 6.35 2.38 0.80 2.80 ° ° 0.70-3.00 | 0.08-0.25
DCGT 11T301-PF 11.60 9.52 3.97 0.10 4.40 o 0.30-3.00 | 0.03-0.25
DCGT 11T302-PF 11.60 9.52 3.97 0.20 4.40 ° 0.40-3.00 | 0.04-0.25
DCGT 11T304-PF 11.60 9.52 3.97 0.40 4.40 ° 0.50-3.00 | 0.05-0.25
DCGT 11T308-PF 11.60 9.62 3.97 0.80 4.40 [ 0.70-3.00 | 0.10-0.25
DCMT 11T302-PF 11.60 9.52 3.97 0.20 4.40 o [ . o 0.30-3.00 | 0.04-0.25
DCMT 11T304-PF 11.60 9.52 3.97 0.40 4.40 () o ° ° ° ° ° o 0.50-3.00 | 0.05-0.25
DCMT 11T308-PF 11.60 9.52 3.97 0.80 4.40 . . . ° ° . . ® | 0.70-300 [ 0.10-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SDUCR/L e AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e E-SDUCR/L-HEAD ¢ NQCH-SDACR/L-S-JHP
¢ NQCH-Y-SDJCR-S-JHP e PDACR/L-JHP e PDACR/L-S e SDACR/L  SDHCR/L ¢ SDJCR-PAD e SDJCR/L ® SDNCN e Y-SDJCR e Y-SDJCR-JHP

¢ PDACR/L-JHP-MC

T-LOCK

|| e
DCMT-SM-SL HE
55° Rhombic Inserts with a —
Positive Flank and Locating =

Bottom Ridge for Finish Turning
on Soft Materials & Exotic Alloys

Dimensions Recommended Machining Data
3 ap f
Designation L IC S RE D1 § (mm) (mm/rev)
DCMT 13T504-SM-SL 13.40 11.00 5.11 0.40 4.50 . 0.50-2.50 0.07-0.27
DCMT 13T508-SM-SL 13.40 11.00 5.11 0.80 4.50 [ 1.00-3.00 0.07-0.27

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A-SDUCR/L-13-SL ® AVC-SDJCN-Y e C#-SDJCN-13-Y e C#-SDJCR/L-13-SL-JHP e C#-SDNCN-13-SL-JHP * HSK A63WH-SDJCN-13-Y

e SDACR/L-13S-SL-JHP e SDJCR/L-13-SL e SDNCN-13-SL

Member IMC Group,
|
L4 11 ]
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P Y Y]
VI VRN

DCMT/DCGT-SM
55° Rhombic Inserts with a 7° X c T

Positive Flank for Semi-Finishing 1c - D1
and Finish Turning on Soft l e
Materials and Exotic Alloys RE L. NN
. . Recommended
Dimensions Tough <— Hard Machining Data
3 I 3 g o 3 g © ~ N~ ap f
LI IR NS | %[ I|
Designation L IC S RE D1 |||l |||l |lo]|o| o (mm) | (mm/rev)
DCMT 070202-SM 7.70 6.35 2.38 0.20 2.80 o ° ° o 0.50-2.00 | 0.04-0.20
DCMT 070204-SM 7.70 6.35 2.38 0.40 2.80 ° o ° ° ° o o 0.50-2.50 | 0.05-0.25
DCMT 070208-SM 7.70 6.35 2.38 0.80 2.80 [ 0.50-3.00 | 0.07-0.25
DCGT 11T302-SM 11.60 9.52 3.97 0.20 4.40 ® [ 0.50-2.50 | 0.05-0.25
DCGT 11T304-SM 11.60 9.52 3.97 0.40 4.40 ° 0.50-2.50 | 0.05-0.25
DCMT 11T302-SM 11.60 9.52 3.97 0.20 4.40 ° [ L] . . ® | 0.50-2.50 | 0.05-0.25
DCMT 11T304-SM BEREK:) 9.52 3.97 0.40 4.40 (] . (] . (] (] . ® | 0.50-2.50 | 0.07-0.25
DCMT 11T308-SM 11.60 9.52 3.97 0.80 4.40 o o ° ° ° ° o 1.00-3.00 | 0.07-0.25
11.60 9.52 3.97 1.20 4.40 ° 1.00-3.50 | 0.10-0.28

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e E-SDUCR/L-HEAD e NQCH-SDACR/L-S-JHP
¢ NQCH-Y-SDJCR-S-JHP ¢ PDACR/L-JHP e PDACR/L-JHP-MC e PDACR/L-S * SDACR/L * SDHCR/L * SDJCR-PAD e SDJCR/L  SDNCN

* Y-SDJCR e Y-SDJCR-JHP

7
oV I vniN

DCMT/DCGT

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

-

o;%

5|

.

) . Recommended

Dimensions Tough «<— Hard Machining Data

25 2|3|3|2|8|58| = f
Designation L IC S RE D1 3 3 S 3 5 3 § 3 (mm) (mm/rev)
DCGT 070201R (1) 7.70 6.35 2.38 0.10 2.80 o 0.25-1.50 | 0.05-0.15
DCGT 070202 7.70 6.35 2.38 0.20 2.80 o 0.50-2.00 0.08-0.20
DCGT 070204 7.70 6.35 2.38 0.40 2.80 [ 0.80-2.50 0.10-0.25
DCMT 070202 7.70 6.35 2.38 0.20 2.80 o o ° [} o 0.50-2.00 0.08-0.20
DCMT 070204 7.70 6.35 2.38 0.40 2.80 [ o [ [ o o 0.50-2.00 0.08-0.22
DCGT 11T302 11.60 9.52 3.97 0.20 4.40 ° 0.50-2.00 0.08-0.20
DCGT 11T304 11.60 9.52 3.97 0.40 4.40 o ° 1.00-2.50 0.12-0.25
DCMT 117302 11.60 9.52 3.97 0.20 4.40 . . ° ° 0.50-2.00 | 0.08-0.20
DCMT 117304 11.60 9.52 3.97 0.40 4.40 [ o o 0.50-2.00 0.12-0.25
DCMT 11T308 11.60 9.52 3.97 0.80 4.40 [ [ [ 1.50-3.00 0.14-0.29

* Right-hand inserts for right-hand external tools and for left-hand internal tools e For user guide and cutting speed recommendations, see pages 122-134, 236-254

) Right-hand insert

Tools: A/E/S-SDUCR/L e AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e E-SDUCR/L-HEAD ¢ NQCH-SDACR/L-S-JHP
* NQCH-Y-SDJCR-S-JHP ¢ PDACR/L-JHP ¢ PDACR/L-S ¢ SDACR/L ¢ SDHCR/L ¢ SDJCR-PAD ¢ SDJCR/L ® SDNCN e Y-SDJCR e Y-SDJCR-JHP

¢ PDACR/L-JHP-MC

N o pmen
VI VRN

DCMT-14

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

PEL]
)

.

. . Recommended

Dimensions Tough «— Hard Machining Data

2| E2|c|8 8| ® f
Designation L IC S RE D1 Q|| |e|le (mm) (mm/rev)
DCMT 11T304-14 11.60 9.52 3.97 0.40 4.40 o ° . 1.00-2.50 0.14-0.25
DCMT 11T308-14 11.60 9.52 3.97 0.80 4.40 [ [ [ [ 1.50-3.00 0.14-0.29

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L ¢ AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN ¢ NQCH-SDACR/L-S-JHP ¢ NQCH-Y-SDJCR-S-JHP
¢ PDACR/L-JHP e PDACR/L-S  SDACR/L e SDHCR/L  SDJCR/L * SDNCN e Y-SDJCR e Y-SDJCR-JHP e PDACR/L-JHP-MC

ISCAR




7.y v /¥y VvV
VI Ui
DCET-WF
55° Rhombic Wiper Inserts BE <\87° v
for Finishing Operations ' \' b1
at High Feeds
RE Sle
Right-hand shown
Dimensions Recommended Machining Data
'a ap f
Designation L IC S RE D1 S (mm) (mm/rev)
DCET 0702005R/L-WF 7.70 6.35 2.38 0.05 2.80 . 0.05-3.00 0.01-0.20
DCET 11T3005R/L-WF 11.60 9.52 3.97 0.05 4.40 [ 0.05-3.00 0.01-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L ¢ AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e E-SDUCR/L-HEAD ¢ NQCH-SDACR/L-S-JHP
* NQCH-Y-SDJCR-S-JHP e PDACR/L-JHP e PDACR/L-S ® SDACR/L e SDHCR/L ¢ SDJCR-PAD ¢ SDJCR/L e Y-SDJCR e Y-SDJCR-JHP

¢ PDACR/L-JHP-MC

Y 7.y v ¥/ _ VY]

ISUT Ui e e
VCMT-F3P > a5 d = =P
35° Rhombic Positive Flank i \ s ¥ o ,
Inserts for Semi-Finishing % ) é 1 O D] MaX ;?%ﬂ%
and Finish Turning of Steel .. il ' ! e | oS

70
RE y

~— L SL Miax ?ﬂxﬁ 95°

1 o0& |[Tozsd| [T

. . Recommended

PLIEIEETS Machining Data

2| 5 ap f
Designation L IC S RE D1 § § (mm) (mm/rev)
VCMT 110302-F3P 1110 6.35 3.18 0.20 2.80 [ . 0.06-1.70 0.03-0.14
VCMT 110304-F3P 11.10 6.35 3.18 0.40 2.80 [} o 0.10-1.70 0.05-0.20
VCMT 110308-F3P 1110 6.35 3.18 0.80 2.80 [ . 0.13-1.70 0.07-0.28
VCMT 110312-F3P 11.10 6.35 3.18 1.20 2.80 [} o 0.13-1.70 0.08-0.33
VCMT 160402-F3P 16.60 9.52 476 0.20 4.40 o o 0.07-1.80 0.04-0.15
VCMT 160404-F3P 16.60 9.52 476 0.40 4.40 [ L] 0.10-1.80 0.05-0.20
VCMT 160408-F3P 16.60 9.52 476 0.80 4.40 [ . 0.14-1.80 0.07-0.29
VCMT 160412-F3P 16.60 9.52 4.76 1.20 4.40 [} o 0.14-1.80 0.09-0.34

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L e A/S-SVQCR/L e AVC-SVLCR/L-VH e C#-SVJCR/L e C#-SVJCR/L-JHP e C#-SVVCN

o HSK A63WH-SVJCR/L ¢ NQCH-SVACR/L-S-JHP ¢ NQCH-Y-SVJCR-S-JHP e PVACR/L-JHP e PVACR/L-JHP-MC ¢ PVACR/L-S e S/A-SVJCR/L
® SVACR/L e SVJCR-PAD e SVJCR/L ¢ SVJCR/L-16-JHP e SVPCR/L ¢ SVWWCN e SVXCR/L e Y-SVJCR e Y-SVJCR-JHP e AVC-SVLCR/L

7.y v /¥y’ vvV)
VI UiV
VCMT-F3M > 350
35° Rhombic Positive Flank f \ / ¥
Inserts for Stainless Steel IC O ’ T
Finishing Applications . 73
l—— L Sl
. . Recommended
Dimensions Tough «<— Hard Machining Data
Sz gl = f
Designation L IC S RE D1 3 <3 S S (mm) (mm/rev)
VCMT 110302-F3M 1110 6.35 318 0.20 2.85 . o o [ 0.06-1.70 0.03-0.14
VCMT 110304-F3M 1110 6.35 318 0.40 2.85 . [ . . 0.10-1.70 0.05-0.20
VCMT 110308-F3M 11.10 6.35 3.18 0.80 2.85 o ° o o 0.13-1.70 0.07-0.28
VCMT 160402-F3M 16.60 9.52 476 0.20 4,50 o ° ° o 0.06-1.80 0.03-0.14
VCMT 160404-F3M 16.60 9.52 4.76 0.40 450 o o [ . 0.10-1.80 0.05-0.20
VCMT 160408-F3M 16.60 9.52 4.76 0.80 450 [ [ [ [ 0.13-1.80 0.07-0.28

e For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L e A/S-SVQCR/L ¢ AVC-SVLCR/L e AVC-SVLCR/L-VH e AVC-SVUCR/L e C#-SVJCR/L

e C#-SVJCR/L-JHP e C#-SVVCN e HSK A63WH-SVJCR/L ® NQCH-SVACR/L-S-JHP ¢ NQCH-Y-SVJCR-S-JHP e PVACR/L-JHP ¢ PVACR/L-JHP-MC
* PVACR/L-S e S/A-SVJCR/L ® SVACR/L e SVJCR-PAD e SVJCR/L ® SVJCR/L-16-JHP e SVPCR/L e SVWCN e SVXCR/L e Y-SVJCR

* Y-SVJCR-JHP

Member IMC Group,
|
L4 11 ]
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7.y v /¥y’ 7V}

IOV I UiV u
VCMT-M3M

35° Rhombic Positive Flank

Inserts for Machining Stainless
and Low Carbon Steel

52°
> a5 \%

/‘ v ] 91°) 93°

3 31
IC O 21 . MAX, gj 3o
7o LI 112 [ [1175 3 e
BE/., L L Sle 48° ﬁ N
MAX MAX| 95
1 08 |[Tozsd| [T

Dimensions Tough <— Hard I\F;Izzminr:gnggg
[Ye] [Y2)
slgle| & |
Designation L IC S RE D1 2|2 |« (mm) (mm/rev)
VCMT 160404-M3M 16.60 9.52 4.76 0.40 4.40 ° ° ° 1.00-5.00 0.07-0.25
VCMT 160408-M3M 16.60 9.52 4.76 0.80 4.40 [ [ 1.00-5.00 0.10-0.30
VCMT 160412-M3M 16.60 9.52 4.76 1.20 4.40 [ ° [ 1.00-5.00 0.13-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L e A/S-SVQCR/L e AVC-SVLCR/L-VH e C#-SVJCR/L e C#-SVJCR/L-JHP e C#-SVVCN
* HSK A63WH-SVJCR/L e SVJCR/L e SVJCR/L-16-JHP e SVWVCN e SVXCR/L e AVC-SVLCR/L

oV i Ui

VCMT-FPC-CERMET

35° Rhombic 7° Cermet Positive
Flank Inserts for

Semi-Finishing Turning of steel
and Automotive Components

52° .l 7p°Mp
350 N% 0&
% Ay 5 Wl
31°
IC O E:W MAX, L1 3o
70L,_4 112° [ (1175 7 o3°
RE ‘ L , o o
Batiag Nix 7 [Riaxg 95°
1 0% |[Thozse|[F

Dimensions Tough <— Hard Recommended Machining Data
=
g | 8 b f
Designation L IC S RE o o (mm) (mm/rev)
VCMT 160404-FPC 16.60 9.52 476 0.40 . L] 0.70-2.00 0.04-0.22
VCMT 160408-FPC 16.60 9.52 4.76 0.80 [ 0.70-2.00 0.04-0.22

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L e A/S-SVQCR/L e AVC-SVLCR/L-VH e C#-SVJCR/L e C#-SVJCR/L-JHP e C#-SVVCN
* HSK A63WH-SVJCR/L e SVJCR/L e SVJCR/L-16-JHP e SVWVCN e SVXCR/L e AVC-SVLCR/L

VI VRN 52" Illm TR |[3T
VCGT-F1M-20P ; e A
35° Rhombic Inserts with a 7° o O \ ! W P
Positive Flank for Semi-Finishing - ' ] m}\ﬂ ¢‘_ MAX @
and Finish Turning on Soft RE 1 93 95° ;‘;075
Materials and Exotic Alloys — L — »sle o5’ d
[ 93°
Dimensions Recommended Machining Data
§ ap f
Designation L IC S RE D1 o (mm) (mm/rev)
VCGT 1103005-F1M-20P 11.07 6.35 318 0.10 2.90 o 0.03-0.18 0.07-4.50
VCGT 110301-F1M-20P 11.07 6.35 3.18 0.40 290 o 0.03-0.18 0.30-4.50
VCGT 110302-F1M-20P 11.07 6.35 3.18 0.10 290 o 0.03-0.15 0.07-4.00
VCGT 110304-F1M-20P 11.07 6.35 3.18 0.40 2.90 [ 0.03-0.15 0.30-4.00

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: AVC-SVUCR/L e C#-SVJCR/L e C#-SVJCR/L-JHP ¢ NQCH-SVACR/L-S-JHP ¢ NQCH-Y-SVJCR-S-JHP ¢ PVACR/L-JHP e PVACR/L-JHP-MC
* PVACR/L-S ® S/A-SVJCR/L e SVACR/L e SVJCR-PAD ¢ SVJCR/L ® SVPCR/L ¢ SVWCN e Y-SVJCR e Y-SVJCR-JHP

I°C8 ISCAR




7.y v J¥y/ _YV)
oV I U
\ o
VCGT-MD/PF I /435 ! =]
35° Rhombic Inserts with a R \
N | ic O D1
Positive Flank for S S Ty
e L B 4 4%
Semi-Finishing and Finishing on RE iy
Soft Materials and Exotic Alloys — L — > She-
Dimensions Recommended Machining Data
8 3 f
Designation L IC S RE D1 3 (mm) (mm/rev)
VCGT 110301-PF 1110 6.35 3.18 0.10 2.90 . 0.20-2.50 0.03-0.25
VCGT 110302-PF 11.40 6.35 3.18 0.20 2.90 . 0.30-2.50 0.03-0.25
VCGT 110304-PF 11.40 6.35 3.18 0.40 2.90 . 0.50-3.00 0.05-0.25
VCGT 130304-PF 13.00 7.94 3.18 0.40 3.40 [ 0.50-3.00 0.05-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: NQCH-SVACR/L-S-JHP * SVACR/L
NS SAmEy IFRA N
VI RN 52°
fnoAnx MAX| \
VCET-WF >fsso e b‘
35° Rhombic Wiper Inserts '
. ) D1
for Finishing Operations Mo
at High Feeds e
IS
Right-hand shown

Dimensions Recommended Machining Data
5 ap f
Designation L IC S RE D1 3 (mm) (mm/rev)
VCET 1103005R/! F 11.10 6.35 3.18 0.05 2.90 o 0.05-4.00 0.01-0.20

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-SVJCR/L e C#-SVJCR/L-JHP e NQCH-SVACR/L-S-JHP ¢ NQCH-Y-SVJCR-S-JHP e PVACR/L-JHP e PVACR/L-S ¢ S/A-SVJCR/L
® SVACR/L e SVJCR-PAD e SVJCR/L e Y-SVJCR e Y-SVJCR-JHP e PVACR/L-JHP-MC

IS0 T Ui

VCMT-SM ; 50

35° Rhombic Inserts with a 7° © < O \ o

Positive Flank for Semi-Finishing & Ty

and Finish Turning on Soft RE N

Materials and Exotic Alloys L — S~

! . Recommended
Dimensions Tough <— Hard Machining Data
0 o n o
21s|8|8|z3|2|8|5|5 2| @ J

Designation L IC S RE D1 § § § § § § § § § § § (mm) | (mm/rev)
VCMT 110302-SM 11.10 6.35 3.18 0.20 2.90 o ° o 0.20-2.50 | 0.04-0.20
VCMT 110304-SM 11.10 6.35 3.18 0.40 2.90 o ° o ° [} [} 0.50-3.00 | 0.07-0.24
VCMT 110308-SM BRARI 6.35 3.18 0.80 2.90 . 0.50-2.00 | 0.07-0.25
VCMT 160402-SM 16.60 9.52 476 0.20 4.40 [ . [ [ 0.50-2.50 | 0.05-0.20
VCMT 160404-SM 16.60 9.52 4.76 0.40 4.40 o o ° ° ° ° 0.50-2.50 | 0.05-0.25
VCMT 160408-SM R 9.52 4.76 0.80 4.40 ° ° . ° ° ° . . . e |0.90-2.50 [ 0.07-0.25
VCMT 160412-SM 16.60 9.52 476 1.20 4.40 ° ° 0.50-3.00 | 0.10-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-SVLBCR/L * A/S-SVLFCR/L; A-SVUCR/L * A/S-SVQCR/L * AVC-SVLCR/L e AVC-SVLCR/L-VH e AVC-SVUCR/L e C#-SVJCR/L

o C#-SVJCR/L-JHP e C#-SVWCN e HSK AB3WH-SVJCR/L ® NQCH-SVACR/L-S-JHP & NQCH-Y-SVJCR-S-JHP e PVACR/L-JHP e PVACR/L-JHP-MC

e PVACR/L-S e S/A-SVJCR/L e SVACR/L e SVJCR-PAD e SVJCR/L  SVJCR/L-16-JHP e SVPCR/L e SVWWCN e SVXCR/L e Y-SVJCR

* Y-SVJCR-JHP

——
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ISOTURN

VCMT-14

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

> a5
! Ay [
ic O ) D
* 70 ::,_4
HE L | Sl

b

o

—
8

= E——
MAX. | t|[ag° FII

vax 75
112° [ [117.5

©

5

"11075° [

. . Recommended
Dimensions Tough Hard Machining Data
=
glgs|&|8 = f
Designation L IC S RE D1 oo || 9 (mm) (mm/rev)
VCMT 160404-14 16.60 9.52 476 0.40 4.40 . ° ° ° 1.00-5.00 0.12-0.25
VCMT 160408-14 16.60 9.52 4.76 0.80 4.40 o ° ° 1.00-5.00 0.12-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L e A/S-SVQCR/L ¢ AVC-SVLCR/L ® AVC-SVLCR/L-VH e C#-SVJCR/L e C#-SVJCR/L-JHP
e C#-SWCN e HSK AB3WH-SVJCR/L ¢ SVJCR/L e SVJCR/L-16-JHP e SVWCN e SVXCR/L

Y 7.y v ¥/ _ VY]
DV I Ui
Tolerances: > N
VCMW IC= +0.05 i /‘35 L
35° Rhombic Inserts with a 7° S §=2013 I O \ D1
Positive Flank for Short Chipping - / Ty
Materials such as Cast Iron RE m
— L Sl
Dimensions Recommended Machining Data
S ap f
Designation L IC S RE D1 S} (mm) (mm/rev)
VCMW 160404 16.60 9.52 476 0.40 4.40 . 0.70-4.00 0.05-0.25
VCMW 160408 16.60 9.52 4.76 0.80 4.40 [ 1.00-5.00 0.05-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L ¢ A/S-SVQCR/L e AVC-SVLCR/L-VH e C#-SVJCR/L e C#-SVJCR/L-JHP e C#-SVVCN

e HSK A63WH-SVJCR/L e SVJCR/L e SVJCR/L-16-JHP e SVWCN e SVXCR/L e AVC-SVLCR/L

7.y v /¥y’ 7V}
OV I Ui gtﬂ
SCMT-F3P T T 7]
Square Positive Flank Inserts v
for Semi-Finishing and o=t @ 1 ©
Finish Turning of Steel L ~ A A
RE/" A
— Gl
Dimensions Tough «<— Hard | Recommended Machining Data
22 |5 2 f
Designation L S RE D1 5 S 5 (mm) (mm/rev)
SCMT 09T30 9.52 3.97 0.40 4.40 [ L] [ 0.11-2.00 0.06-0.25
SCMT 09T308-F3P 9.52 3.97 0.80 4.40 ° ° ° 0.15-2.00 0.08-0.32

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: SSBCR/L * SSSCR/L

ISCAR




VI VRN

SCMT-M3P

Square Positive Flank Inserts
for Medium Machining
Conditions on Steel

90°)
{/ ~ 7v

Bk
O
\

Dimensions Tough <— Hard | Recommended Machining Data
28| ap f
Designation L S RE D1 5 § 5 (mm) (mm/rev)
SCMT 09T304-M3P 9.52 3.97 0.40 4.40 o o ° 0.50-3.00 0.07-0.25
SCMT 09T308-M3P 9.52 3.97 0.80 4.40 [ o ° 0.50-3.00 0.10-0.30
SCMT 120404-M3P 12.70 4.76 0.40 5.50 ° ° o 0.50-3.50 0.10-0.25
SCMT 120408-M3P 12.70 4.76 0.80 5.50 ) ° . 1.00-4.00 0.10-0.30
SCMT 120412-M3P 12.70 4.76 1.20 5.50 ° ° [ 1.20-4.00 0.12-0.34

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SSBCR/L ¢ SSSCR/L

Y 7.y v ¥/ _ VY]
VI UiV 90;/,
SCMT-F3M T — 7
Square Positive Flank '
Inserts for Stainless Steel e @ — °
Finishing Applications i J % I
RE }
—l Sl
Dimensions Tough «<— Hard az‘;‘;\%:;ng:tg
S18|glg| ® ’
Designation L S RE D1 Sl | Q| (mm) (mm/rev)
SCMT 09T302-F3M 9.52 3.97 0.20 4.40 [ o o [ 0.08-2.00 0.04-0.16
SCMT 09T304-F3M 9.52 3.97 0.40 4.40 . ° . . 0.11-2.00 0.06-0.25
SCMT 09T308-F3M 9.52 3.97 0.80 4.40 [ [ o o 0.15-2.00 0.08-0.32
SCMT 120402-F3M 12.70 4.76 0.20 5.50 . ° . . 0.11-2.00 0.06-0.18
SCMT 120404-F3M 12.70 4.76 0.40 5.50 [ ° () o 0.15-2.00 0.08-0.25
SCMT 120408-F3M 12.70 4.76 0.80 5.50 . ° . . 0.18-2.00 0.10-0.32

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SSBCR/L ¢ SSSCR/L

oV I Vi 90° -\l
SCMT-M3M { = 1,

Square Positive Flank Inserts,
for Machining Stainless
and Low Carbon Steel

ZigR15

B F
O
\

Dimensions Tough «<— Hard agzzm?;;nggg
8|2 |5 2 f
Designation L S RE D1 S 5 Eﬁ (mm) (mm/rev)
SCMT 09T304-M3M 9.52 3.97 0.40 4.40 . [ o 0.40-3.80 0.07-0.25
SCMT 09T308-M3M 9.52 3.97 0.80 4.40 . L] . 0.80-3.80 0.10-0.30
SCMT 120404-M3M 12.70 4.76 0.40 5.50 o o o 0.40-4.00 0.10-0.25
SCMT 120408-M3M 12.70 4.76 0.80 5.50 [ [ [ 0.80-4.00 0.12-0.34

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SSBCR/L ® SSSCR/L

Member IMC Grou
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[ 4 11 ]

199



ISOTURN
SCMT-SM

Square Inserts with a 7° v
Positive Flank for Semi-Finishing le=L @ i O
and F!nlsh Turning on Soft L / N A
Materials and Exotic Alloys Re / ) S
. . Recommended
Dimensions Tough <— Hard Machining Data
[Xe] o o [Xo]
28|18\ 2|8|5|8 % :
Designation L S RE D1 S § § 5 <3 S 5 (mm) (mm/rev)
SCMT 09T304-SM 9.52 3.97 0.40 4.40 . ° . [ 0.50-3.00 0.07-0.25
SCMT 09T308-SM 9.52 3.97 0.80 4.40 ° . ° ° . ° . 0.50-3.00 0.10-0.30
SCMT 120404-SM 12.70 4.76 0.40 5.50 [ 0.50-3.50 0.10-0.25
SCMT 120408-SM 12.70 476 0.80 5.50 [] [ [ [ 1.00-4.00 0.10-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SSBCR/L * SSSCR/L
7.y v /¥y’ 7V}
OV I Ui 90°
scMT-14 {/ — -,
Square Inserts with a 7
Positive Flank for Semi-Finishing le=L @ i O
and Finish Turning on Soft L A A
Materials and Exotic Alloys Re / ) S
Dimensions Tough «<— Hard Recommended Machining Data
g2l 5|5 2 f
Designation L S RE D1 S 5 S (mm) (mm/rev)
9.52 3.97 0.40 4.40 ° [} 1.00-3.50 0.12-0.30
12.70 4.76 0.40 5.50 o 1.00-4.00 0.12-0.30
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SSBCR/L ¢ SSSCR/L
7.y v /¥y’ vV}
OV I Ui 90°
SCMT-19 N {/ ~ 7, @ @ £
Square Inserts with a 7° Positive ]
Flank for Semi-Roughing at le=L @ i O ;ﬁ a5 Q
Medium to High Feeds l 4 19 A s
Y 7o =
RE/ H]
— Gl
Dimensions Tough <— Hard Recommended Machining Data
Sls|8|5|5s 2 fz
Designation L S RE D1 S|c|&|8|3 (mm) (mm/rev)
SCMT 120408-19 12.70 476 0.80 5.50 [ ° ° [ [ 3.00-8.00 0.08-0.15
SCMT 120412-19 12.70 4.76 1.20 5.50 [ 3.00-8.00 0.08-0.15
e For cutting speed recommendations, see pages 246-247
Tools: SSBCR/L ¢ SSSCR/L
DRORILLS
RE K]
XOMT-DT 1 @g@ !
Inserts for DR Dirills T
and Boring Bars 'E*
S =
Dimensions Tough «<— Hard
=
o (=3 o (==} o
LIV K| 3| 8| B
Designation IC S RE Ol Q|| |lo| e
XOMT 060204-DT 6.16 2.56 0.40 ° ) ° ° ° °

e Two cutting edges e For hard materials and interrupted cut
Tools: A-SXFOR-DR e A-SXFOR/L

ISCAR




r.)
PVI VRN

TCMT-F3P

Triangular Inserts with a Positive
Flank for Semi-Finishing and
Finish Turning on Steel

Dimensions Tough <— Hard Recommended Machining Data
2|82 |5 % f
Designation L S RE D1 § 5 § § (mm) (mm/rev)
TCMT 090202-F3P 9.60 2.38 0.20 2.50 L] o o . 0.06-1.70 0.03-0.14
TCMT 090204-F3P 9.60 2.38 0.40 2.50 . o L] . 0.10-1.70 0.05-0.20
TCMT 110202-F3P 11.00 2.38 0.20 2.80 . [ o . 0.06-1.70 0.03-0.14
TCMT 110204-F3P 11.00 2.38 0.40 2.80 ° . ° ° 0.10-1.70 0.05-0.20
TCMT 110208-F3P 11.00 2.38 0.80 2.80 . [ o . 0.13-1.70 0.07-0.28
TCMT 16T304-F3P 16.50 3.97 0.40 4.40 ° . ° ° 0.10-1.70 0.05-0.20

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E-STFCR-HEAD e S-MTLCR/L-W e S-STFCR/L e S-STLCR/L e STFCR/L e STGCR/L

iISOTURN oo
TCMT-M3M . WV R = =y

Triangular Positive Flank
Inserts, for Machining Stainless
and Low Carbon Steel

)
O
»/'_

NN
—

RE 7}:
IC—» S le
. . Recommended
Dimensions Tough <— Hard Machining Data
0 (2]
Szl * f
Designation L IC S RE D1 |l Q| Qo (mm) (mm/rev)
TCMT 110204-M3M 11.00 6.35 2.38 0.40 2.80 o o [ 0.40-2.50 0.07-0.23
TCMT 110208-M3M 11.00 6.35 2.38 0.80 2.80 [ [ o 0.80-2.50 0.10-0.25
TCMT 16T304-M3M 16.50 9.52 3.97 0.40 4.40 () ° () 0.40-3.00 0.07-0.25
TCMT 16T308-M3M 16.50 9.52 3.97 0.80 4.40 ° o [ 0.80-3.00 0.10-0.30
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E-STFCR-HEAD e S-MTLCR/L-W e S-STFCR/L e S-STLCR/L e STFCR/L e STGCR/L
y 7.y v ¥/ _ VY
OV I UiV 60°
TCMT-PF g =2
Triangular Inserts with a Positive I
Flank for Semi-Finishing %
and Finishing on Soft
Materials and Exotic Alloys
S
Dimensions Tough «— Hard | Recommended Machining Data
§ § ap f
Designation L IC S RE D1 o [&] (mm) (mm/rev)
TCMT 110202-PF 11.00 6.35 2.38 0.20 2.85 [ o 0.20-3.00 0.05-0.25

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E-STFCR-HEAD e S-STFCR/L e S-STLCR/L e STFCR/L ¢ STGCR/L

Member IMC Group,
|
[ 4 11 ]
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VI VRN

TCMT-SM

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

. . Recommended
Dimensions Tough <— Hard Machining Data
o (=] o o (Yo}
o [rs) re) o D = © (=] ~ ~ ap f
. . RLILBR| 8| | B S| B3| 8|8
Designation L IC S RE D1 S|l ||| |Y|le|le]|lo|o (mm) | (mm/rev)
TCMT 110204-SM 11.00 6.35 2.38 0.40 2.80 . (] . . . (] . ® | 0.20-3.00 | 0.05-0.25
TCMT 110208-SM 11.00 6.35 2.38 0.80 2.80 [ . ® | 0.50-2.50 | 0.07-0.25
TCMT 16T304-SM 16.50 9.52 3.97 0.40 4.40 o [ . [ o o ® | 0.50-3.00 | 0.06-0.25
TCMT 16T308-SM 16.50 9.52 3.97 0.80 4.40 o [} ° ® | 0.50-3.00 | 0.08-0.28
TCMT 16T308-SM* 16.50 9.52 3.97 0.80 4.40 o 0.50-3.00 | 0.08-0.28
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E-STFCR-HEAD S-MTLCR/L-W e S-STFCR/L * S-STLCR/L  STFCR/L ¢ STGCR/L
Y .y v ¥/ _7VY)
OV I Ui
IC
RCMT-M3P
Round Inserts with a 7° Positive L]
Flank for Medium Profiling on D1
a Wide Range of Materials e A
b~ s |
Dimensions Recommended Machining Data
3 2 f
Designation IC S D1 5 (mm) (mm/rev)
RCMT 1204MO0-M3P-R 12.00 4.76 5.50 [ 1.50-6.00 0.30-0.55
RCMT 1606M0-M3P-R 16.00 6.35 5.50 [} 2.00-8.00 0.40-0.80
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-RCMT-16-Y e C#-SRGCR/L * HSK AB3WH-RCMT-Y ¢ SRDCN e SRGCR/L
.y Iy vy
VI Ui
RCMT-SR v v
Round Inserts with a 7° Positive f% % i; @ D1 I BN
Flan'k for Medium PI’OfI|I'ﬂg on \‘___/"’ l ‘L \/
a Wide Range of Materials 7} - 5
IS e
Dimensions Recommended Machining Data
§ p f
Designation IC S D1 GB BN 3 (mm) (mm/rev)
RCMT 0803MO-SR 8.00 3.18 3.40 15.0 0.15 o 1.00-4.50 0.30-0.45
RCMT 1606MO0-SR 16.00 6.35 5.50 15.0 0.18 [ 2.00-8.00 0.40-0.60

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: C#-RCMT-16-Y e HSK A63WH-RCMT-Y e SRDCN ¢ SRGCR/L

ISCAR




PV I VRN

RCMT-14

Round Inserts with a 7°
Positive Flank for Medium
and Finish Profiling on a
Wide Range of Materials

-—

& - (O

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

. . Recommended
Dimensions Tough «— Hard Machining Data
3|88 |c|2|8|5|5]| = f

Designation Ic S D1 GB BN |[S| &8 [(8 |8 |8 |8|&8|3| (mm | (mmiey
RCMT 0803MO0-14 8.00 3.18 3.40 15.0 0.15 o 1.00-4.00 0.30-0.45
RCMT 0803MO0-14* 8.00 3.18 3.40 15.0 0.15 o 1.00-4.00 0.30-0.45
RCMT 10T3MO0-14 10.00 3.97 4.40 15.0 0.15 ° ° ° ° 1.50-5.00 0.30-0.50
RCMT 1204M0-14 12.00 4.76 5.50 15.0 0.15 . ° . ° ° e | 150600 | 0.30-0.50
RCMT 1606M0-14 16.00 6.35 5.50 15.0 0.25 ° ° ° 2.00-8.00 0.40-0.60
RCMT 2006M0-14 20.00 6.35 6.50 15.0 0.25 ° ° ° 2.50-10.00 | 0.50-0.70
RCMT 2006MOE-14 20,00 6.35 6.50 15.0 0.25 [ 2.50-10.00 | 0.50-0.70

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: AVC-SRDCN-Y e C#-RCMT-16-Y e C#-SRGCR-12-JHP e C#-SRGCR/L ¢ HSK AB3WH-RCMT-Y ¢ SRDCN e SRGCR-12-JHP e SRGCR/L

VI v

RCMX-M3P-R

Round 7° Insert with a
Positive Cutting Edge for
Machining Wheels

N

NS

Dimensions Recommended Machining Data

ap f
(mm) (mm/rev)
1.50-10.00 0.40-0.80
7.00-13.00 0.70-2.00

Designation IC S D1
RCMX 200600-M3P-R 20.00 6.35 5.50
RCMX 320900-M3P-R 32.00 9.52 9.50
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PRDCN

® o |C8150

ISOTURN
RCMX-R3P-R S50

Round 7° Insert with a
Positive Cutting Edge for
Machining Wheels

L

~
| B

Dimensions Recommended Machining Data

ap f
(mm) (mm/rev)
7.00-13.00 0.70-2.00

Designation IC S D1

RCMX 320900-R3P-R 32.00 9.52 9.50

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PRDCN

® (IC8150

Member IMC Group.




ISOTURN (T ]

Round Inserts with a 7° Positive y ‘ ‘ c @ D1 BN
Flank and Reinforced Cutting \—/4 l P \ 4
Edge for Semi-Roughing v 7 L1 o8
and Rough Profiling L S =
Dimensions Tough <— Hard | Recommended Machining Data
2 2 3 f
Designation IC S D1 GB BN 5 5 (mm) (mm/rev)
RCMX 100300 10.00 3.18 3.60 15.0 0.01 L] 1.50-5.00 0.30-0.50
RCMX 120400 12.00 476 4.20 15.0 0.15 (] 1.50-6.00 0.30-0.50
RCMX 200600 20.00 6.35 6.50 15.0 0.01 o 2.50-10.00 0.50-0.50
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
1ISTT URiN
; e[
RCMX-NR T ren |
Round 7° Inserts with a Positive s
Flank and Strong Cutting
Edge for Rough Turning
Dimensions Recommended Machining Data
% ap f
Designation IC S D1 GB BN o (mm) (mm/rev)
RCMX 250700-NR 25.00 7.94 7.20 17.0 0.30 o 4,00-10.00 0.50-1.50
RCMX 3209MO0-NR 32.00 9.62 10.00 17.0 0.30 o 7.00-13.00 0.70-2.00

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PRDCN e PRGCR

1907 Uinig =
QCMT-PF = =lm E.i 1

Four 80° Cornered Insert
with a Positive 7° Clearance

17~ »

and Chipformer for N
Finishing Applications RE Jel.
Dimensions Recommended Machining Data
x ap f
Designation IC S RE D1 S (mm) (mm/rev)
QCMT 09T302-PF 9.65 3.97 0.20 4.40 [ 0.50-2.50 0.05-0.30
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PQLCR/L * PQLCR/L-S ¢ S/A-SQLCR/L
1907 Ui
=
Ic ﬁl- -
QCMT-SM i - =
Inserts with a Positive 7° z T - I
Clearance and Chipformer L D1
for Finishing Applications ¢ !
RE S e
Dimensions Tough <— Hard | Recommended Machining Data
8| 8|8 % f
Designation L IC S RE D1 8|8 |8 (mm) (mm/rev)
QCMT 09T304-SM 10.40 9.65 3.97 0.40 4.40 o o o 0.50-2.50 0.06-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: PQLCR/L * PQLCR/L-S e S/A-SQLCR/L

ISCAR




VI VRN

90°
SPMR
Square Inserts with a Positive T 7
Chipformer Exerting Low Cutting IC=L
Forces for Semi-Finishing L / B
and Finishing Applications RE_” — " i
Sl=
Dimensions Tough <— Hard Recommended Machining Data
S| BBz ap f
Designation L S RE 53 S 5 S (mm) (mm/rev)
SPMR 090304 9.52 3.18 0.40 o [ 1.50-5.00 0.15-0.30
SPMR 090308 9.52 3.18 0.80 [ L] 1.50-6.00 0.16-0.35
SPMR 120304 12.70 3.18 0.40 [ o 1.50-5.00 0.15-0.35
SPMR 120308 12.70 3.18 0.80 o 1.50-6.00 0.16-0.40
SPMR 120312 12.70 3.18 1.20 o ° 1.50-6.00 0.20-0.40
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: CSDPN e CSSPR/L e S-CSKPR
y r.y v /¥y 7V}
OV I UiV & II
TPMR i%
Triangular 11° Positive Inserts \
with a Positive Chipformer L
Exerting Low Cutting Forces \
for Internal Finish Turning
RE 11°
e IC—! >3
Dimensions Tough <— Hard Recommended Machining Data
2| 2|8|3|5|5 ) f
Designation L IC S RE § § § <:> § § (mm) (mm/rev)
TPMR 090202 9.60 5.56 2.38 0.20 o 1.00-3.00 0.10-0.20
TPMR 090204 9.60 5.56 2.38 0.40 o 1.00-3.50 0.15-0.20
TPMR 110304 11.00 6.35 3.18 0.40 o ° 1.00-3.50 0.15-0.25
TPMR 110308 11.00 6.35 3.18 0.80 o 1.00-3.50 0.15-0.30
TPMR 160304 16.50 9.52 3.18 0.40 o ° ° ° ° 1.00-4.00 0.15-0.33
TPMR 160308 16.50 9.52 318 0.80 ° ° . ) 1.00-4.00 0.15-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: CTFPR/L e CTGPR/L e S-CTFPR/L

ISOTURN g
TPMR-PF i%

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

60°
JZ@ #Q
RE °
e |C— 1 >3

Dimensions Tough <— Hard Recommended Machining Data
S Els|g| » f
Designation L IC S RE © | Q|9 | 9 (mm) (mm/rev)
TPMR 110304-PF 11.00 6.35 3.18 0.40 . [ . 0.40-3.00 0.08-0.25
TPMR 110308-PF 11.00 6.35 3.18 0.80 o ° 0.50-3.50 0.07-0.28
TPMR 160304-PF 16.50 9.52 3.18 0.40 . o ° . 0.50-3.50 0.06-0.25
TPMR 160308-PF 16.50 9.52 3.18 0.80 ° o 0.80-3.00 0.08-0.28

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: CTFPR/L e CTGPR/L e S-CTFPR/L

Member IMC Group,
|
[ 4 11 ]
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7.y v /¥y’ 7V}
OV I Ui 50°
TPGT-SP g CE E
Super Positive Triangular Inserts IC
with 11° Clearance for Fine L ]
Boring and Finish Turning / L D1
¥
1L 5
RE '
Dimensions Tough «<— Hard | Recommended Machining Data
8 5 % J
Designation L IC S RE D1 § § (mm) (mm/rev)
TPGT 110202-SP 11.00 6.35 2.38 0.20 3.00 [ [ 0.40-1.00 0.05-0.15
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E-STFPR-HEAD
7.y v ¥/ 7V}
oV IR 60°
TPMR-FTF =
Triangular 11° Positive Inserts \
with a Positive Chipformer L
Exerting, Low Cutting Forces \ ¢
for Finish Turning Applications
RE 110 0]
le— |C—» 'S
Dimensions Recommended Machining Data
§ ap f
Designation L IC S RE 3] (mm) (mm/rev)
TPMR 110304-FTF 11.00 6.35 3.18 0.40 [ 0.50-3.00 0.07-0.25
TPMR 160304-FTF 16.50 9.52 3.18 0.40 [ 0.50-3.00 0.07-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: CTFPR/L e CTGPR/L  S-CTFPR/L
7.y v  Jy/_ vy
OV i Ui
TPMT @
- -~
Triangular 11° Positive Inserts ]
with a Positive Chipformer ¥ @ @
Exerting Low Cutting Forces D1 ;gf
for Internal Finish Turning ' 11°%
S -
. . Recommended
Dimensions Tough <— Hard Machining Data
olwl=|8|8|8]|3 o |~ | ~ ap f
s LIS BB | 2[R | K| S3183|8
Designation L IC S RE D1 S|lo|o|o|o|oc|lo|la|o|o| S| mm]| mmive
TPMT 110202 11.00 6.35 2.38 0.20 3.00 [ ° ® ([ 0.20-2.00 0.05-0.25
TPMT 110204 11.00 6.35 2.38 0.40 3.00 o o o o o ® | 1.00-3.00 0.12-0.30
TPMT 110208 11.00 6.35 2.38 0.80 3.00 o ° ° ° 1.00-4.00 0.15-0.30
TPMT 160304 16.50 9.52 3.18 0.40 430 o ° ° ° ° o ([ 1.00-4.00 0.12-0.30
TPMT 160308 16.50 9.52 3.18 0.80 4.30 o o o ° ° ° ° ° ® |500-1200f 0.15-0.35
e For cutting speed recommendations, see pages 246-247
™ For turning
(2 For turning
Tools: A/E/S-STFPR/L e A/S-STLPR/L e E-STFPR-HEAD
[ .Yy N/ TV
oV iIvnnN
TPMT-PF =9l o
Triangular 11° Positive
Inserts for Semi-Finishing
and Finishing Applications
Dimensions Recommended Machining Data
‘8_ ap f
Designation L Ic S RE D1 3 (mm) (mm/rev)
TPMT 110204-PF 11.00 6.35 2.38 0.40 3.00 o 0.50-3.00 0.10-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
) Actual di=6.28, to be used in 6.35mm pocket size
Tools: A/E/S-STFPR/L ¢ A/S-STLPR/L e E-STFPR-HEAD

ISCAR




Nanonmmmn ppRR S
oV I vnnN

TPGB S+ 1y
Triangular Inserts with an ]
11° Positive Flank for Short ¥
Chipping Materials D1 sl
pping o4
by
- S -
Dimensions Recommended Machining Data
S ap f
Designation L IC S RE D1 &) (mm) (mm/rev)
TPGB 110204 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.05-0.25
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-STFPR/L e A/S-STLPR/L e E-STFPR-HEAD
NS S mEy IERA N
VI vnRinN
TPGB-XL = E

Triangular Inserts with an
11° Positive Flank for Short
Chipping Materials

Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE D1 $) (mm) (mm/rev)
TPGB 110204-XL 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.05-0.25
* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-STFPR/L e A/S-STLPR/L e E-STFPR-HEAD
Y 7.y v ¥/ 7Y
oV i U
TPGH-R/L il g
Triangular Inserts with an \ 7]
11° Positive and Ground N ¥
Chipformer for Finish Turning — D1 [g
e d
T
-+ Sl
Dimensions Tough «<— Hard | Recommended Machining Data
8 < = f
Designation L IC S RE D1 o o (mm) (mm/rev)
TPGH 110204-L 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.05-0.25
TPGH 110208-L 11.00 6.35 2.38 0.80 3.00 [ 1.00-3.00 0.05-0.25
TPGH 160304-L 16.50 9.52 3.18 0.40 430 () 1.00-4.00 0.05-0.30
TPGH 160304-R 16.50 9.52 3.18 0.40 4.30 1.00-4.00 0.05-0.30
TPGH 160308-L 16.50 9.52 3.18 0.80 430 () 1.00-4.00 0.05-0.30
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-STFPR/L * A/S-STLPR/L
 r.r vy YY)
VI VRN
91° 2
TPGH-XL e

Triangular Inserts with an
11° Positive and Ground
Chipformer for Finish Turning

Dimensions Recommended Machining Data
S = f
Designation L IC S RE D1 o (mm) (mm/rev)
TPGH 110204-XL 11.00 6.35 2.38 0.40 3.00 o 1.00-3.00 0.06-0.25

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-STFPR/L e A/S-STLPR/L e E-STFPR-HEAD

Member IMC Group.



| 7.y v [y/ 7V
0l IUTURIN
TPGX =
(. Trangular Inserts with an 11° ]
| | | Positive Flank and Ground '
Chipformer for Finish Turning D1 Ht
@p)] et
Z A
- S -
| . Recommended
Z Dimensions Tough <— Hard Machining Data
D) -
= 2lg|8|8| * f
O Designation L IC S RE D1 |l Q| Q| Q (mm) (mm/rev)
TPGX 090202-L 9.52 5.56 2.38 0.20 3.00 [} ° ° o 1.00-2.00 0.10-0.20
C/) TPGX 090204-L 9.52 5.56 2.38 0.40 3.00 o ° [} o 1.00-2.50 0.15-0.20
TPGX 110302-L 11.00 6.35 3.18 0.20 3.50 ° ° ° o 1.00-2.50 0.10-0.20
TPGX 110304-L 11.00 6.35 3.18 0.40 3.50 ° ) . ° 1.00-3.00 0.15-0.20
TPGX 110308-L 11.00 6.35 3.18 0.80 3.50 [ 1.00-3.50 0.15-0.25
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-STFPR-X ® MG STFPR-X
| .y v [y 7V
oV i VRN 80°
WBGT y V% = =
Trigon Inserts with a 5° Positive > yj
Flank Ground Chipformer @ ‘ 2.4
for Finish Turning e ‘ N —
IC >‘ S ‘4
Dimensions Tough «<— Hard Recommended Machining Data
=22 | = ap f
(=] (=23 [~ (=23
Designation L IC S RE 2le|e|e (mm) (mm/rev)
WBGT 060102L 218 3.97 1.59 0.20 [ [ ° [ 0.10-1.00 0.05-0.10
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E/S-SWUBR/L ¢ MG-SWUBR/L  PICIN-SWUBR/L
y r .y v /¥y 7V}
oV Ui
WBMT =8
Trigon Inserts with a 5° Positive
Flank Ground Chipformer
for Finish Turning
| . Recommended
Dimensions Tough «— Hard Machining Data
o <t o © = g = g ap f
LIS 8| 8| 8| B3|
Designation L IC S RE S | Q[ || |o| Q| (mm) (mm/rev)
WBMT 060101R/L 218 3.97 1.59 0.10 . 0.40-2.00 0.10-0.15
WBMT 060102L 2.18 3.97 1.59 0.20 o o ° ° ° ° o 0.40-2.00 0.10-0.15
WBMT 060102R 2.18 3.97 1.59 0.20 [ ° ° [ 0.40-2.00 0.10-0.15

e WBMT 06...R right-hand inserts used on left-hand tools and WBMT 06...L left-hand inserts used on right-hand tools
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E/S-SWUBR/L ® MG-SWUBR/L e PICIN-SWUBR/L

ISCAR




.y Iy vy
VI Ui
WCGT =
Trigon Inserts with a 7°
Positive Flank and Chipformer ‘
for Finish Turning 705
sl
Dimensions Tough <— Hard Recommended Machining Data
g | 8 R f
Designation L IC S RE o o (mm) (mm/rev)
WCGT 020102L 218 3.97 1.59 0.20 L] . 0.40-2.00 0.05-0.10
WCGT 020104L 218 3.97 1.59 0.40 [ [ 0.40-2.00 0.10-0.15
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E-SWUCR ¢ MG-SWUCR
y 7.y v /¥y’ _vYV)
VI Ui
WPEX EPSR .I - %
90° 75° 60°
80° and 84° Precision
Trigon Inserts with Positive } — 45
8° and 12° Clearance for Ic B amd
Finishing Applications - W ——
L Voo sl
] . Recommended
Dimensions Tough Hard Machining Data
© S ap f
Designation L S RE Ic D1 EPSR AN 3 3 (mm) (mm/rev)
WPEX 040200R/L08 4.00 2.50 0.00 6.60 3.20 84.0 8.0 [ 0.20-2.00 0.05-0.20
WPEX 040200R12 4.00 2.50 0.00 6.60 3.20 84.0 12.0 [ 0.20-2.00 0.05-0.20
WPEX 040202R/L08 4.00 2.50 0.20 6.60 3.20 84.0 8.0 o 0.20-2.00 0.05-0.20
WPEX 050300R/L08 5.00 3.18 0.00 7.94 3.70 80.0 8.0 o o 0.20-2.50 0.05-0.20
WPEX 050300R12 5.00 3.18 0.00 7.94 3.70 80.0 12.0 [ . 0.20-2.50 0.05-0.20
WPEX 050302R/L08 5.00 3.18 0.20 7.94 3.70 80.0 8.0 o ° 0.20-2.50 0.05-0.20
WPEX 050302R12 5.00 3.18 0.20 7.94 3.70 80.0 12.0 o 0.20-2.50 0.05-0.20
WPEX 050304R/L08 5.00 3.18 0.40 7.94 3.70 80.0 8.0 [ . 0.20-2.50 0.05-0.20
WPEX 050304R12 5.00 3.18 0.40 7.94 3.70 80.0 12.0 o 0.20-2.50 0.05-0.20
WPEX 060400R/L08 6.00 4.00 0.00 9.52 3.70 80.0 8.0 [} o 0.20-3.00 0.05-0.20
WPEX 060400R/L12 6.00 4.00 0.00 9.52 3.70 80.0 12.0 ° ° 0.20-3.00 0.05-0.20
WPEX 060402R/L08 6.00 4.00 0.20 9.52 3.70 80.0 8.0 [} o 0.20-3.00 0.05-0.20
WPEX 060402R/L12 6.00 4.00 0.20 9.52 3.70 80.0 12.0 o o 0.20-3.00 0.05-0.20
WPEX 060404R/L08 6.00 4.00 0.40 9.52 3.70 80.0 8.0 [ . 0.20-3.00 0.05-0.20
WPEX 060404R12 6.00 4.00 0.40 9.52 3.70 80.0 12.0 [ [ 0.20-3.00 0.05-0.20
® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SWAPR-PAD e« SWAPR/L  SWDPR/L
CHAMTURN
80;1\ Ic
CC95MT-SM ;
Single-Sided 80° Rhombic Inserts T Y
for Finishing (CHAMELEON L D1 H 6.2
Multifunction Pocket System) L [ T
Nee | gL
. . Recommended
Dimensions Tough <— Hard Machining Data
|8 |2 2 f
Designation L IC S RE D1 8|88 (mm) (mm/rev)
CC95MT 100504-SM 9.50 9.52 5.00 0.40 4.50 o o o 0.50-3.00 0.07-0.24

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: S-SUXCR/L-CM e SUXCR/L-CM

P
W=
[ 4 11 ]

Member IMC Grou
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CHAMTURN
SC45MT-SM 'l =
Single-Sided Square Inserts T D '
for Finishing Applications 1C=L @ D1
(CHAMELEON Multifunction i . I
Pocket System .
ystem) RE/ Jdslk
Dimensions Tough <— Hard Recommended Machining Data
o (=]
S| &2 ap f
[><] [ o]
Designation L S RE D1 22| = (mm) (mm/rev)
SC45MT 100508-SM 9.53 5.00 0.80 4.50 [ [ [ 0.50-3.00 0.10-0.30

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: S-SUXCR/L-CM e SUXCR/L-CM

19071 Uiy T
95°
WNGG-F3N

Double-Sided Sharp-Edged
Positive and Polished Rake Inserts
for Finishing on Aluminum and
Other Non-Ferrous Materials

»lgle

Dimensions Recommended Machining Data
o ap f
Designation L IC S RE S (mm) (mm/rev)
WNGG 060402-F3N-P 6.52 9.52 476 0.20 L] 0.20-3.00 0.10-0.30
WNGG 060404-F3N-P 6.52 9.52 4.76 0.40 o 0.40-3.00 0.12-0.35
WNGG 060408-F3N-P 6.52 9.52 4.76 0.80 [ 0.80-3.00 0.15-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PWLNR/L-X/G ® A/S-MWLNR/L-W e DWLNR/L ® MWLNR/L-W e PWLNR/L-X ¢ PWLNR/L-X-JHP e PWLNR/L-X-JHP-MC

7y
VI vnRN

F'OSITIVE‘ DOUBLE SIDED

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

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

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

e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L-X/G e C#-PCLNR/L-X-JHP e DCLNR/L e PCLNR/L-X ® PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC e AVC-PCLNR/L

HELiTURN

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

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

e PCLNR/L...X and A..-PCLNR/L-X are most recommended as they were designed especially for this insert
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L-X/G e C#-PCLNR/L-X-JHP e DCLNR/L ¢ PCLNR/L-X ¢ PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC

ISCAR
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ALUPTURN
POSITIVE DOUBLE SIDED

DNGG-M3N at, ,
Double-Sided Sharp-Edged

Positive and Polished Rake Inserts
for Finishing on Aluminum and
Other Non-Ferrous Materials

RS
e e

Dimensions Recommended Machining Data
S ap f
Designation L IC S RE [$] (mm) (mm/rev)
DNGG 110402-M3N-P 11.63 9.52 4.76 0.20 o 0.30-3.00 0.10-0.30
DNGG 110404-M3N-P 11.63 9.62 4.76 0.40 o 0.30-3.00 0.10-0.30
DNGG 110408-M3N-P 11.63 9.52 4.76 0.80 [ 0.30-3.00 0.10-0.30

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e AVC-DDUNR/L e C#-PDJNR/L-JHP e DDJNR/L ¢ PDJNR/L ¢ PDJNR/L-JHP

Y Y
VI VRN

F'OSITIVE‘ DOUBLE SIDED

TNGG-M3N

Double-Sided Sharp-Edged
Positive and Polished Rake Inserts
for Finishing on Aluminum and

S =
Other Non-Ferrous Materials
Dimensions Recommended Machining Data
S ap f

Designation L IC S RE ] (mm) (mm/rev)
TNGG 160402-M3N-P 16.50 9.62 4.76 0.20 [ 0.30-3.00 0.10-0.30
TNGG 160404-M3N-P 16.50 9.52 4.76 0.40 [} 0.30-3.00 0.10-0.30
TNGG 160408-M3N-P 16.50 9.52 4.76 0.80 [ 0.30-3.00 0.10-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G * DTGNR/L ® MTENN-W e MTUNR/L-W e PTFNR/L * PTGNR/L ¢ PTGNR/L-X ¢ PTGNR/L-X-JHP ¢ PTGNR/L-X-JHP-MC
* S-MTLNR/L-W e S-PTFNR/L

ISCTURN
[FR8R [ [ oo

o N ) IMAX|
ALUIPTURN ; — b
VNGG-M3N e 4 c (O]
Double-Sided Sharp-Edged — { N
Positive and Polished Rake Inserts RE 7 L Llsle

for Finishing on Aluminum and
Other Non-Ferrous Materials

Dimensions Recommended Machining Data
S = f

Designation L IC S RE o (mm) (mm/rev)
VNGG 160402-M3N-P 16.60 9.52 476 0.20 . 0.20-3.00 0.10-0.25
VNGG 160404-M3N-P 16.60 9.52 4.76 0.40 ° 0.40-3.00 0.12-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: AVC-DVUNR/L ¢ MVJINR/L e MVVNN

NN Ay grans

oVIiI VRN Iimyﬂ O

* {l ViAx .‘
VNGU-R3N ‘ ic ( O |
Double-Sided Sharp-Edged ! N
Positive Rake Inserts for Rough RE 7 L s le

Machining on Aluminum and
Other Non-Ferrous Materials

Dimensions Recommended Machining Data
o ap f
Designation L IC S RE <2> (mm) (mm/rev)
VNGU 220612-R3N 22.00 12.70 6.77 1.20 [ 1.00-4.50 0.10-0.30
VNGU 220616-R3N 22.00 12.70 6.51 1.60 [ 1.50-4.50 0.10-0.35
VNGU 220630-R3N 22.00 12.70 6.35 3.00 o 1.50-4.50 0.15-0.40

For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-SVLFNR-AL-JHP e A-SVQNR/L-AL-JHP e SVHNR/L-AL-JHP e SVVNN-AL-JHP

Member IMC Group.
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PV I VN

RE
SCGT-AS e
Square Inserts with a 7° Positive b1
Flank, Very Positive Rake
Angle and Sharp Cutting Edge | / d
for Machining Aluminum 903\« 1C=L —| - s
Dimensions Recommended Machining Data
o ap f
Designation S RE D1 §‘> (mm) (mm/rev)
SCGT 09T308-AS 9.52 3.97 0.80 4.40 [ 0.50-3.00 0.10-0.30
SCGT 120404-AS 12.70 4.76 0.40 5.50 o 1.00-4.00 0.10-0.30
SCGT 120408-AS 12.70 4.76 0.80 5.50 o 1.00-4.00 0.10-0.30
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SSBCR/L  SSSCR/L
1907 Ui 60
TCGT-AS
Triangular Inserts with a 7° / A
Positive Flank, Very Positive Q 95°
Rake Angle and Sharp Cutting —’v =
Edge for Machining Aluminum o P
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE D1 o (mm) (mm/rev)
11.00 6.35 2.38 0.40 2.80 . 0.20-3.00 0.05-0.30
TCGT 16T304-AS 16.50 9.52 3.97 0.40 4.40 [ 0.50-3.00 0.05-0.30
16.50 952 3.97 0.80 4.40 ° 0.50-3.00 0.10-0.30
e For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: E-STFCR-HEAD e S-MTLCR/L-W e S-STFCR/L e S-STLCR/L e STFCR/L e STGCR/L
y 7. Y YY)
oV Vi l‘;‘! 1420 B o
VC%I'A% | ha7 Sfa . W ||os° 25— e3°
35° Rhombic Inserts with a 7° E "

" - T e = DX [
Positive Flank, Very Positive N®> ~> IG f D1 Elm A FE A
Rake Angle and Sharp Cutting h \-7 i ] Y\ RE ‘ 55 i “Horse
Edge for Machining Aluminum -t s 95° ax .!@

[ 112° || 91° ‘

Dimensions Tough <— Hard | Recommended Machining Data

§ S ap f

Designation L IC S RE D1 [#] [$] (mm) (mm/rev)
VCGT 110302-AS 11.10 6.35 3.18 0.20 2.90 [ o 0.20-2.50 0.05-0.20
VCGT 110304-AS 11.10 6.35 3.18 0.40 2.90 o 0.50-3.00 0.05-0.25
VCGT 160401-AS 16.60 9.52 476 0.10 4.40 [ 0.20-2.50 0.05-0.20
VCGT 160402-AS 16.60 9.52 476 0.20 4.40 [ 0.50-2.50 0.05-0.25
VCGT 160404-AS 16.60 9.52 4.76 0.40 4.40 () 0.50-3.00 0.05-0.25
VCGT 160408-AS 16.60 9.52 476 0.80 4.40 [ 0.50-3.00 0.10-0.25
VCGT 160412-AS 16.60 9.52 476 1.20 4.40 [ 0.50-3.00 0.10-0.25
VCGT 220530-AS 22.10 12.70 5.56 3.00 5.50 [ 1.50-4.50 0.15-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/S-SVLBCR/L e A/S-SVLFCR/L; A-SVUCR/L e A/S-SVQCR/L e AVC-SVLCR/L-VH e AVC-SVUCR/L e C#-SVJCR/L e C#-SVJCR/L-JHP

e C#-SVWWCN e DTF50 SVXCR-16X2 e DTF50 SVXCR-22 ¢ HSK A63WH-SVJCR/L ¢ NQCH-SVACR/L-S-JHP ¢ NQCH-Y-SVJCR-S-JHP e PVACR/L-JHP
* PVACR/L-S * S/A-SVJCR/L e SVACR/L e SVJCR-PAD e SVJCR/L e SVJCR/L-16-JHP e SVPCR/L ® SVWCN e SVXCR/L e Y-SVJCR

® Y-SVJCR-JHP e AVC-SVLCR/L ¢ PVACR/L-JHP-MC
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IS0T Uinig
VCGT-AF s\ E

Inserts with a Very Positive . T 71
Rake Angle and Sharp Cutting s o 1C ( D1
Edge for Semi-Finishing and 4 ! }

Finishing on Aluminum

Dimensions Recommended Machining Data
o G f
Designation L IC S RE D1 § (mm) (mm/rev)
VCGT 220508-AF 2210 12.70 5.56 0.80 5.50 . 1.00-4.50 0.10-0.25
VCGT 220512-AF 2210 12.70 5.56 1.20 5.50 . 1.00-4.50 0.10-0.30
VCGT 220516-AF 2210 12.70 5.56 1.60 5.50 o 1.50-4.50 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-SVLFCR/L; A-SVUCR/L ¢ A/S-SVQCR/L e DTF50 SVXCR-22

oV I VN

CCGT-AS

80° Rhombic Inserts with a 7°
Positive Flank, Very Positive
Rake Angle and Sharp Cutting
Edge for Machining Aluminum

Dimensions Recommended Machining Data
o % f
Designation L IC S RE D1 S (mm) (mm/rev)
CCGT 060201-AS 6.40 6.35 2.38 0.10 2.80 o 0.50-2.00 0.10-0.20
CCGT 060202-AS 6.40 6.35 2.38 0.20 2.80 o 0.50-2.00 0.10-0.20
CCGT 060204-AS 6.40 6.35 2.38 0.40 2.80 o 0.50-2.00 0.10-0.25
CCGT 09T301-AS 9.70 9.52 3.97 0.10 4.40 (] 0.50-2.50 0.10-0.25
CCGT 09T302-AS 9.70 9.52 3.97 0.20 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T304-AS 9.70 9.52 3.97 0.40 4.40 o 0.50-2.50 0.10-0.25
CCGT 09T308-AS 9.70 9.52 3.97 0.80 4.40 o 0.80-3.00 0.10-0.30
CCGT 120402-AS 12.90 12.70 4.76 0.20 5.50 o 0.50-2.50 0.10-0.25
CCGT 120404-AS 12.90 12.70 476 0.40 5.50 (] 0.50-2.50 0.10-0.25
CCGT 120408-AS 12.90 12.70 476 0.80 5.50 (] 1.00-3.50 0.10-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ NQCH-SCACR/L-JHP ¢ PCLCR/L-S ¢ PCLCR/L-S-JHP e SCACR/L-S
® SCLCR-PAD e SCLCR/L e AVC-SCLCR/L * PCLCR/L-JHP-MC

ISCT UniN

CCGT-AF

80° Rhombic Inserts with a 7°
Positive Flank, Very Positive
Rake Angle and Sharp Cutting \
Edge for Machining Aluminum

b

Dimensions Recommended Machining Data
N R !
Designation L IC S RE D1 5} (mm) (mm/rev)
CCGT 09T308-AF 9.70 9.52 3.97 0.80 4.40 . 0.80-3.00 0.15-0.25
CCGT 120408-AF 12.90 12.70 4.76 0.80 5.50 ° 1.00-3.50 0.15-0.30

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/E/S-SCLCR/L e C#-SCLCR/L-JHP e E-SCLCR/L-HEAD ¢ PCLCR/L-S ¢ PCLCR/L-S-JHP e SCLCR-PAD e SCLCR/L ® AVC-SCLCR/L
* PCLCR/L-JHP-MC

Member IMC Group.
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DCGT-AS 55X

55° Rhombic Inserts with a 7° ) i ~ T

Positive Flank, Very Positive ‘(&» IC D1

Rake Angle and Sharp Cutting i \ T

Edge for Machining Aluminum L B J @ L

. . Recommended
Dimensions Tough <— Hard Machining Data
Sls| 8|5 2 f

Designation L IC S RE D1 <3 § 8 § (mm) (mm/rev)
DCGT 070201-AS 7.75 6.35 2.38 0.10 2.80 . 0.50-2.00 0.03-0.20
DCGT 070202-AS 7.75 6.35 2.38 0.20 2.80 [ ° 0.50-2.00 0.05-0.20
DCGT 070204-AS 7.75 6.35 2.38 0.40 2.80 . 0.50-2.50 0.05-0.25
DCGT 11T301-AS 11.60 9.52 3.97 0.10 4.40 [} 0.50-2.50 0.05-0.25
DCGT 11T302-AS 11.60 9.52 397 0.20 4.40 . o [ 0.50-2.50 0.05-0.26
DCGT 11T304-AS 11.60 9.52 397 0.40 4.40 ° [ [ 0.50-2.50 0.05-0.25
DCGT 11T308-AS 11.60 9.52 3.97 0.80 4.40 ° ° 0.80-3.00 0.08-0.30

* For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L ¢ AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L e C#-SDNCN e E-SDUCR/L-HEAD e NQCH-SDACR/L-S-JHP
¢ NQCH-Y-SDJCR-S-JHP e PDACR/L-JHP  PDACR/L-S ¢ SDACR/L * SDHCR/L ¢ SDJCR-PAD e SDJCR/L ¢ SDNCN e Y-SDJCR e Y-SDJCR-JHP

¢ PDACR/L-JHP-MC

oV I VN

DCGT-AF

Inserts with a Very Positive
Rake Angle and Sharp Cutting
Edge for Semi-Finishing and
Finishing on Aluminum

Dimensions

Designation L IC S

RE

D1

Recommended Machining Data

ap
(mm)

f
(mm/rev)

DCGT 11 4-AF 11.60 9.52 3.97

0.40

® 11C20

4.40

0.50-2.50

0.06-0.25

® For user guide and cutting speed recommendations, see pages 122-134, 236-254

Tools: A/E/S-SDUCR/L ¢ AVC-SDUCR/L e AVC-SDUCR/L-VH e C#-SDJCR-JHP e C#-SDJCR/L ¢ C#-SDNCN e NQCH-SDACR/L-S-JHP e NQCH-Y-SDJCR-S-JHP
¢ PDACR/L-JHP e PDACR/L-S * SDACR/L * SDHCR/L * SDJCR/L * SDNCN e Y-SDJCR e Y-SDJCR-JHP e PDACR/L-JHP-MC

oV I VN

RCGT-AS

Round Inserts with a 7° Positive
Flank, Very Positive Rake

Angle and Sharp Cutting Edge
for Machining Aluminum

v
-

e IC—»

> S |l

Dimensions Recommended Machining Data
o p f
Designation IC S D1 S (mm) (mm/rev)
RCGT 0803MO0-AS 8.00 3.18 3.40 (] 1.00-4.00 0.20-0.40
RCGT 1003MO0-AS 10.00 3.18 4.00 o 1.00-5.00 0.20-0.40
RCGT 10T3MO0-AS 10.00 3.97 4.40 o 1.00-5.00 0.20-0.40

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: SRDCN e SRGCR/L

ISCAR




ISOTURN
TNMS-12

Triangular Single-Sided Inserts for B
Soft and Nonferrous Materials 1 91’ 95
93° — ol
-+ S le
Dimensions Recommended Machining Data
S ap f

Designation L IC S RE [$) (mm) (mm/rev)
TNMS 160404-12 16.50 9.52 4.76 0.40 o 0.50-3.00 0.07-0.32
TNMS 160408-12 16.50 9.52 476 0.80 o 0.50-3.00 0.10-0.35
TNMS 220404-12 22.00 12.70 4.76 0.40 [ 1.00-4.00 0.07-0.32
TNMS 220408-12 22.00 12.70 476 0.80 o 1.00-4.00 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A-PTFNR/L-X/G ¢ PTFNR/L ® PTGNR/L ¢ PTGNR/L-X ¢ PTGNR/L-X-JHP ¢ PTGNR/L-X-JHP-MC e S-PTFNR/L

ISOT Ui
DNMS-12

55° Rhombic Single-Sided Inserts| | | S
for Soft and Nonferrous Materials \3 -":‘ -
—

Dimensions Recommended Machining Data
= ap f
Designation L IC S RE 3] (mm) (mm/rev)
DNMS 150408-12 15.50 12.70 4.76 0.80 o 1.00-4.00 0.07-0.35

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PDUNR/L e C#-PDJNR/L-JHP e PDJNR/L e PDJNR/L-JHP

L.
oV I VRN

CNMS-12
80° Rhombic Single-Sided Inserts
for Soft and Nonferrous Materials

S =
Dimensions Recommended Machining Data
8 ap f
Designation L IC S RE o (mm) (mm/rev)
CNMS 08-12 12.90 12.70 4.76 0.80 o 1.00-4.00 0.10-0.35

® For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: A/S-PCLNR/L e A/S-PCLNR/L-X/G ® C#-PCLNR/L-12-JHP e C#-PCLNR/L-X e C#-PCLNR/L-X-JHP e PCBNR/L ¢ PCLNR/L ® PCLNR/L-12-JHP
e PCLNR/L-X e PCLNR/L-X-JHP e PCLNR/L-X-JHP-MC

iISCTURN A
VNMS-12 4

35° Rhombic Single-Sided Inserts

for Soft and Nonferrous Materials v%

Dimensions Recommended Machining Data
o ap f
Designation L IC S RE § (mm) (mm/rev)
VNMS 160404-12 16.60 9.52 476 0.40 . 1.00-3.00 0.07-0.30
VNMS 160408-12 16.60 9.52 4.76 0.80 o 1.00-3.50 0.07-0.33

* For user guide and cutting speed recommendations, see pages 122-134, 236-254
Tools: MVINR/L ¢ MVVNN

Member IMC Group.
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