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5 6 7 8 9

4

1. Shape 4. Type

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

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

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

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

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

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

60° 55°

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

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

80°

(LS

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

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

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

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

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

to +0.38) to | +0.250

(1) Exact tolerance depends on insert size

Tolerance in mm

Onm OnliIC

IC Class M| Class U Class M Class U

6.35 +0.08 +0.13 +0.05 +0.08

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




USER GUIDE

9. Chipformer Designation

SF
PF
NF
SM
14

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

WG

VL

TF NM
PP TNM
GN NR
NMS RP

6. Thickness

=

A

ST

A

—

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

7. Corner Radius

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

8. Cutting Edge (Optional)

F Sharp

T Chamfered (Negative Land)

N
N___ | E  Honed Rounded)
(N
A

S Chamfered + Honed

Right-hand

Left-hand

Member IMC Group.
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Selection Guide for Chipformers and Grades

ISO P-Steel

Finishing
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Finishing

Positive

\/
14

Open Open

W First Choice

Recommended Carbide Grades

Hard

Tough

IC8150

1)

\
1C8350 ( J
1C807
C

P05 P10 P15 P20 P25 P30 P35

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

Finishing Medium Roughing
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Negative

Finishing Medium

Tight
A

Positive

\

Open Open

[l First Choice

Recommended Carbide Grades

Hard

IC6015

MO05 M10 M15 M20 M25 M30 M35

mmmmmmmmmmmmmm




Selection Guide for Chipformers and Grades
ISO K-Cast Iron

Finishing Medium Roughing

Tight —
I R | s
& . )

Negative

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

[ First Choice

Recommended Carbide Grades

Hard

—

—
Tough

IC5005

IC8150

K05 K10 K15 K20 K25 K30 K35

* For CBN and Ceramic grades for hardend steel see page (237)

ISCAR




USER GUIDE

Selection Guide for Chipformers and Grades

ISO S-High Temp. Alloys

Medium

Finishing
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Negative

Finishing

Positive

[ First Choice

Recommended Carbide Grades

Hard

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

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

Finishing Medium Roughing

Tight ey
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[l First Choice

Recommended Carbide Grades

Hard

—
—

NO5 N10 N15 N20 N25 N30 N35
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Chipformers
Negative Chipformers

SF Chipformer

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

F3P Chipformer

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

NF Chipformer

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

F3M Chipformer

0.15 150

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

GN Chipformer

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

F3S Chipformer

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

F3N Chipformer

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

WF Chipformer

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

M4PW Chipformer

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

MB3P Chipformer

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

Member IMC Group.
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Negative Chipformers

M4MW Chipformer

-+ 0.3 |=

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

/
f//et
N
ﬁ

TF Chipformer

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

M3M Chipformer

*0.2»‘ T

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

VL Chipformer

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

160? -»0.47 ‘¢ ‘
L/—/—

PP Chipformer

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

2.0 |
i/;
13°

A Chipformer
90°

EM-M Chipformer

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

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

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

M3N Chipformer

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

12 Chipformer

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

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

kN ISCAR




USER GUIDE

NR Chipformer

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

R3M Chipformer

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

T3P Chipformer

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

TNM Chipformer

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

EM-R Chipformer

1.55

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

HT/WG Chipformer

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

HM Chipformer

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

H3P Chipformer

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

H4P Chipformer

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

H5P Chipformer

« For heavy roughing applications

« For large depth of cut and high feed

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

Member IMC Group.

D)
I_
o
LLI
@)
Z
Z
-
=
@)
D




yon ooz mmmmn USER GUIDE
ISV v

Negative Chipformers

H6P Chipformer

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

Positive Chipformers

F3P Chipformer

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

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

SM Chipformer

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

F3M Chipformer

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

14 Chipformer

Semi-finishing and finishing. Medium feeds.

AS Chipformer

For general use machining on aluminum and soft materials.

M3P Chipformer

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

M3M Chipformer

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

ISCAR
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PCBN Grades
Hard

Tough

‘ Hardened Materials ‘

IB10H

ISO
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‘ Gray Cast Iron

1B90

IB20KD
Solid CBN

Ductile Cast Iron

Ko1 K010 K20 K30

‘ Heat Resistant Alloys / Nickel Base

S01 S010 S20 S30

‘ Cintered Materials

ISO

Cintered

Materials

NO1 NO10 N20 N30

Member IMC Group.




USER GUIDE

Ceramic Grades
Hard

Tough

Hardened Materials

ISO

6P
I_
oC
LLJ
@p)
Z
Z
o
=
@)
P

HO1 H10 H20 H30

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

Ko1 K10 K20 K30

Heat-Resistant Alloys / Inconel

ISO

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

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

Y 7.y v vy

PV I U

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

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

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

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

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

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

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

Designation L

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

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

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

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

) Insert with wiper geometry

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

* DWLNR/L-JHP-MC (10)

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

FEEDv RN

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

> gl

Designation L

WOMG 100716-T3P-IQ 10.86

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

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

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

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

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

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

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

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

Designation

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

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

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

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

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

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

and Low Carbon Steel

Designation L

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

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

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

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

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

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

oV I Ui

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

Designation L

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

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

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

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

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

y 7.
VI U

WNMG-SF
Double-Sided Trigon Inserts
for Super Finishing

Designation L

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

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

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

ISCAR




oV § Ui

WNMG-NF

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

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

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

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

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

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

y r .y v J¥y/ 7V}
oV I Ui
95°

WNMG-VL =

Double-Sided Trigon Inserts

with a Chipformer for High

Temperature Alloys and

Stainless Steel Valves gl

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

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

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

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

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

o DWLNR/L-JHP-MC (10)

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

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

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

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

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

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

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

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

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

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

L. /]
VI VRN

WNMG-PP

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

) . Recommended

Dimensions Tough «<— Hard Machining Data

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

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

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

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

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

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

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

ISCAR




VI U

WNMG-TF

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

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

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

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

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

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

ISOTURN

WNMG-GN =

Double-Sided Trigon Inserts

for General Applications

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

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

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

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

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

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

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

WNMM-NM
Single-Sided Trigon Inserts
for Roughing Applications

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

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

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

N RE 4

Z o

Z Dimensions Recommended Machining Data

= g . f

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

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

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

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

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

iSCTURN
e
WNMG-TNM v =

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

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

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

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

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

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

ISCAR




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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

ISCAR




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

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

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

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

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

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

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

DOVE TAIL GEOMETRY

Member IMC Group
o=
L 4 11 ]
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povelOruan

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

for Heavy Turning of Steel

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

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

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

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

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

r.J y ]
oV I VRN

CNMG-M3M
Double-Sided 80° Rhombic

Inserts for Machining Stainless

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

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

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

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

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

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

LG ISCAR




VI U

CNMG-R3M
Double-Sided 80° Rhombic

Inserts for Rough Machining of
Stainless and Low Carbon Steel

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

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

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

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

80°

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

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

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

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

IOV 1 Ui
CNMG-VL

80°

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

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

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

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

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

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

Member IMC Group
o=
L 4 11 ]
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VI U

CNMG/CNGG-SF
Double-Sided 80° Rhombic

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

Designation

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

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

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

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

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

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

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

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

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

ISOTURN =
CNMG-WF L..

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

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

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

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

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

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

Wiper Inserts for High Feed
Turning and High Surface Finish

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

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

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

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

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

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

©oviI

CNMA

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

7
-

) . Recommended

Bllzsslas Machining Data

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

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

() Sharp edge

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

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

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

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

Recommended

Dimensions Tough «— Hard Machining Data

o [Ye] o wn o

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

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

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

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

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

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

PV IV

CNMG/CNGG-TF
Double-Sided 80° Rhombic

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

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

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

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

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

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

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

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

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

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

ISGTURIN
CNMG-NR

Double-Sided 80° Rhombic
Inserts with a Special Chipformer

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

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

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

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

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

oV I v

CNMG-MR

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

Dimensio