DC - RHOMBIC 55° POSITIVE

ROMBICA 55° POSITIVA | ROMBICA 55° POSITIVA

|« [nps

% new grades

z onca ue 15| us |19 | vs 61| 4] 25 5] 6] 19 10 1 4]
S

=

vt 1121680 DCMT 070204-MM 6 @ ® ® ®
‘ 1121683  DCMT 070208-MM & @
1121647  DCMT 11T304-MM & @ ® ©® ® ®
Medium
1121705  DCMT 11T308-MM & @ ® ©® ® ©®
1121707 DCMT 11T312-MM & @ @ ®
DCMT-MK 1121679  DCMT 070204-MK ® ®
- 1121682 DCMT 070208-MK ® ®
] 1121646 DCMT 117304-MK ® ®
Medium
1121704 DCMT 11T308-MK ® ®
1121955  DCMT 117312-MK ® ®
DCMT-MW 1121414 DCMTLIT304MW & @ 1) ® O @ ®
Medium to Finishing 1121756 DCMT 11T308-MW & @& o) ® ® ®
Wiper
b CGT—N 1121747 DCGT 070201-FS @ ® ® ©® ® ®
6 1121748 DCGT 070202-FS ® ® ® ® ®
1121872 DCGT 070204-FS ® ®
Finishirjg Fo
Fe NSNS 1121873 DCGT 11T301FS ® @ ® © ® @
1121874 DCGT 11T302-FS ® ® ® ©® ® ®
1121875  DCGT 11T304-FS
1124101 DCGT 11T308-FS ® @ ® ®
DCGTAN 1121900  DCGT 070202-LN @) O
@ 1121901  DCGT 070204-LN O O
Medium to Finishing 1111540  DCGT 117302-LN ® ® ©®
1111534 DCGT 11T304-LN ®
1121904  DCGT 11T308-LN O ® O
1124004  DCGT 11T312-LN O ® O
@ First choice | 12 Escolha | 12 Opci6n [0\ Stock available until sold out | Stock disponivel até acabar o stock | Stock disponible hasta acabar el stock Insert Order Code: @ Geometry code + 2 Grade code
@ Stock Itens | Itens de stock O Available under request | Disponivel sob consulta | Disponible bajo consulta
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RELIEF ANGLE 7° ( &
D a1
~ LT
S
DCMT 070204-MM DCMT 21.51-MM 6,350 2,38 040 280 060 019 225 011 0,06 017
DCMT 070208-MM DCMT 21.52-MM 6,350 2,38 080 280 060 038 225 0,20 0,08 0,35
DCMT 11T304-MM DCMT 3251-MM 9525 397 0,40 440 0,80 0,25 3,00 0,15 0,08 023
DCMT 11T308-MM DCMT 32.52-MM 9525 397 080 440 0,80 050 3,00 0,25 010 0,40
DCMT 11T312-MM DCMT 32.53-MM 9525 397 1,20 440 0,80 060 3,00 0,35 012 060
DCMT 070204-MK DCMT 21.51-MK 6,350 2,38 0,40 230 0,60 0,19 2,25 0,11 0,06 017
DCMT 070208-MK DCMT 21.52-MK 6,350 2,38 080 280 060 0,38 225 0,20 0,08 0,35
DCMT 11T304-MK DCMT 32.51-MK 9525 397 0,40 4,40 0,80 0,25 3,00 0,15 0,08 023
DCMT 11T308-MK DCMT 32.52-MK 9525 397 0,80 4,40 0,80 050 3,00 0,25 0,10 0,40
DCMT 11T312-MK DCMT 32.53-MK 9525 397 1,20 4,40 0,80 050 3,00 0,35 012 060
DCMT 117304-MW DCMT 3251-MW 9525 397 0,40 4,40 150 050 400 0,25 012 0,40
DCMT 11T308-MW DCMT 32.52-MW 9525 397 0,80 4,40 150 050 400 0,30 0,15 050
DCGT 070201-FS DCGT 21.50.2-FS 6,350 2,38 010 280 0,30 010 1,00 0,03 001 0,06
DCGT 070202-FS DCGT 21.50.5-FS 6,350 2,38 020 280 0,50 010 150 0,07 0,02 012
DCGT 070204-FS DCGT 21.51-FS 6,350 2,38 040 280 0,80 015 1,50 015 0,08 0,25
DCGT 11T301-FS DCGT 3250.2-FS 9525 397 0,10 4,40 0,50 010 1,50 003 0,01 0,06
DCGT 11T302-FS DCGT 32.505-FS 9525 397 0,20 4,40 1,00 010 2,00 007 002 0,12
DCGT 11T304-FS DCGT 32.51-FS 9525 397 040 4,40 150 015 3,00 015 0,08 0,25
DCGT 11T308-FS DCGT 3252-FS 9525 397 0,80 440 200 0,20 350 0,18 0,10 0,30
DCGT 070202-LN DCGT 21.50.5-LN 6,350 2,38 020 280 1,00 0,05 3,00 0,07 0,05 012
DCGT 070204-LN DCGT 21.51-LN 6,350 2,38 0,40 230 205 010 400 0,15 0,10 0,20
DCGT 11T302-LN DCGT 3250.5-LN 9525 397 020 4,40 203 0,05 400 0,07 0,05 012
DCGT 11T304-LN DCGT 3251-IN 9525 397 0,40 440 255 010 5,00 016 0,10 022
DCGT 11T308-LN DCGT 32.52-LN 9525 397 080 4,40 255 010 5,00 022 0,15 0,50
DCGT 11T312-LN DCGT 3253-LN 9525 397 1,20 440 2,70 015 5,00 0,35 0,15 0,70
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INSERTS RECOMENDATION

EXTERNAL MACHINING | M/A\QUIIN/A\@E\@ EXTERNA | IM\\A\QUIIINJ/A\CII@N EXTERNA
General Recommendation:
1. The choice of the insert shape depends of the operation

2. The insert shape should be selected to the required lead angle and the accessibility or versatility required of the tool.
3. Select the largest suitable point angle on the insert for strenght and economy.

O
=
=
oz
S
=

£ Longitudinal " , ,
: turning Profiling Facing Plunging
5
Rhombic oo o
80°
Rhombic ° °
550 o (]
Parallelogram
550 ° ° °
@ Round () ® () ( X )
Square o o
90° °
Triangular
600 ° ° ° °
350 °
Trigon
80° [ J ([ J
@ @ Recomended Insert Shape @ Alternative Insert Shape

C-332



Recomendacdes de maquinacao
Recomendaciones de maquinacién

INTERNAL MACHINING | MAQUINACAO INTERNA | MAQUINACION INTERNA

General Recommendation:

1. The choice of the insert shape depends of the operation
2. The insert shape should be selected to the required lead angle and the accessibility or versatility required of the tool.

3. Select the largest suitable point angle on the insert for strenght and economy.

Longitudinal " .
turming Profiling Facing
N AN A
Rhombic o .o
80°
Rhombic
50 ° oo °
Parallelogram
550 ( X J
@ Round ) °
Square o
90°
Triangular
600 o0 ° °
350 ¢
Trigon
800 ([ ] [

@ @ Recomended Insert Shape

C-333

@ Alternative Insert Shape

palbit@ 152

TURNING

=
2
k=]
=
@
v
=
@
w
=




P@S”T"\\//E TU RN"NG Application Range Overview

Fine finishing Heavy roughing

FP

TURNING

TN ALOs  Ti(CN)
) |

™A TIEN) AOs Ti(CN)

c
% /
ubstrate Substrate
/ /

PHG115 PH5125 PHG125
(P10—|{25) (P20-P35) (P20-P35)

Substrate

/

50&7°

w A iTlew ALOs Ti(CN)
| 2 /
Substrate Substrate
/ /

PHG140
(Pg5—P45)

PH5740
(P25-P45)

‘PH5115
;(Plo—P25)

AITIN

/ Substrate
/

AITIN §

PH7910 /e PH7920 :
/

(P05-P10) (P10-P35)

Fine finishing Roughing Heavy roughing
i 13 '

: : FLAT
P 0y : Ti (7,N) A:0: Ti(CN) ALOs Ti(CN)
PH5115 Su7smte PH5125

P / P /
u/strate PH 5 74 0 Suk}strate
(P25-P45)

(P15-P25) (P20-p35)

11°

Substrate

palbit@® 132

C-336



Vista geral de aplicacoes
Vista general de aplicaciones

Fine finishing

Finishing
M

50&7°

Medium Roughing

RF RM

MM
MW

ALO: Ti(CN)
R

PHS215 PH5125 PHS225 PH5740
(/\/glo-ws) (ijv\157fv\30) (N\15-M3p) (M25-M45)
AITIN AITIN
PH7

(Mm1g

PH7910 / Substrate
/
(M05-M10)

K

FW

wipe

ALO3 Ti(CN)
N\

50 & 70 PH57¢5 / Substrate
H /
(Ko5—r<1§5)
PHo7c§5 s

92 0 / Substrate
/
-M25)

MK

FLAT RM

=

MW ST

A0 TI(N)

N\
/ Substrate
/

PH5320

(K10-K25)

C-337

Substrate

Heavy roughing

TURNING

TIC AkOs Ti(CN)
NS
B substrate

PHS240
(M25-M45)

Roughing Heavy roughing

paloit@ 152



POSITIVE TURNING

Application Range Overview | Vista geral de aplicacdes | Vista general de aplicaciones

I Fine finishing Roughing Heavy roughing
LN

TURNING

Uncoated Grades

Substrate

PH0910

-

Interrupted cut

Continuous cut

Fine flnlshlng Roughing Heavy roughing
508&7°
PVD Grades
PH7910 : Substrate PH7920
(505-510)
Continuous cut Interrupted cut
Chip-breaker
Indication

Nose Radius
Indication

palbit@ 182
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INSERT SHAPE SELECTION

Seleccao de geometria para pastilha | Seleccién de geometria para plaquita

Shape angle 90° 80° 80° 60° 55° 35°
(©)
Geometry =z
shape code R S C W T D A =
ez
é
Geometry
shape design Q O O < Q ; / o
Cutting edge Accessibility
strength
+ >+
Vibration Less power
tendency consumption
+ < > -
Pc (kW) :

INSERT SHAPE

The insert shape should be selected relative to the entering angle accessibility from tools requirements.

The largest possible nose angle should be selected to provide insert strength and reliability, however, this has to be balanced against the cut varia-
tion need to be performed.

A large nose angle is strong, but requires more machine power and has a higher tendency for vibration.

A small nose angle is weaker and has a small cutting edge engagement, both of which can make it more sensitive to the heat effects.

Scale 1: indicates the cutting edge strength. The inserts to the left have larger nose angles and are correspondingly stronger. The right hand inserts have better

versatility and accessibility.

Scale 2: indicates that vibration tendencies increase to the left side, while power requirements decrease to the right.

paloit@ 152
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CHIP BREAKER SPECIFICATIONS

POSITIVES | POSITIVAS | POSITIVAS

gl Qi Available Shapes
N . at the nose radius | at the flank Conditions**
_ o
@ ey (@] o £
'E% ._% % %% %’ ! /*‘Z oed b Depggé cC__ DC__ RC__ SC__ TC__ VC__ VB_ _
= = = it
Bl 2 |8|288 - i) | 55 | ol | =y | © | ~B |~A |50 | 507
003 | 006
M Fp %T/T M to to ® ® @ ® ® ®
045 | 240
] 005 | 030
M ! ! ~
e (Mo ST 1T e | @
i.nE.
()
2 003 | 006
Simbm| b | o to @ ® ® @ ® ®
. 045 | 240
003 | 006
M FK M %Y\/T to to ® ® @ ® ® ®
030 | 240
= 007 o1 005 | 030
o | 2 e * 050 350
~ i
he]
&
5] oo 0,10
| Z " = 008 | 020
L =hic | AR
S| 200 & & 0,35 3,00
[w] S
E
3| 013 0,01 0,10
[Ve] c 8° &
al = 025 | 300
= & ||l
K o
(@) =)
£ £ 005 | 005
2 G LN ~25° M to to @ @ @ @ @ @
&£ “ 20 1,60 700
, . 004 | 005 A A A A A A
w0l ] e | ® | ® ® | ® | ® | ®
080 | 630
012 006 | 019
M e (—ﬁ:ﬂ e || & @ ® | ® | ® | @
e v 060 | 360
€
=
o
[7)
= 012 006 | 019
MMm%Cﬂ%Ttho v | ® | ® ® | @ | ® | @
e la 060 | 360
006 | 019
] e é%fﬂ b— | © | o | ® | @ e | e | @ | @
e ” 0,60 3,60

*T-Land varies according to the IC (IC reference used: 12,7mm)
** Cutting Conditions varies according to the Insert shape, IC and Nose Radius

palbit@ 122
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Especificacdes de quebra-aparas | Especificaciones de rompevirutas

POSITIVES | POSITIVAS | POSITIVAS

Cutting Edge iz Available Shapes
A | at the nose radius | at the flank Conditions> .
— o U
g 5 [52|=28| 2 cc__ |bc__ sc__ |1c__ =
<l 5558 B | B || e =
= = S= & 4 1 cul ) . ) )
HEAEIEE i) | o | =k | -0 |~ =
jge 010 | 050
G2 Mm to to ® ® ®
£ 050 | 400
E 004 | 050
= M to to
o = 0,17 2,40
~
he]
5| o o
o =
H|EE , 025 | 250
s L& v ooz 250 | 1000
[}
e
I
% 030 0,05 0,80
- to to
E c 3,20 12,80
= S
S| 2
Q| B
Eo 04 0,80 3,20
Eﬂ F%;T to to
= ot 2,50 13,00
E
&
055 0,80 3,20
%ﬂ to to
n 2,50 13,00
*T-Land varies according to the IC (IC reference used: 12,7mm)
** Cutting Conditions varies according to the Insert shape, IC and Nose Radius
Cutting Ece* Wil Available Shapes
8| o at the nose radius | at the flank Conditions**
S o
gl 5§ |3|28| 2 cc DC
| |k |
2w 0 - 005 | 100
9| 25 220 | 1000
2
©
[ o
5| Bs - = | 003 | 010 A A
g5 %k\/j V/_ to to ® ®
OlEg 10° 055 | 300
m [
=
= 04
G| E ,Hkoz - 0,03 0,20
14 § T/T V/_ to to ® ®
= 055 700
*T-Land varies according to the IC (IC reference used: 12,7mm)
** Cutting Conditions varies according to the Insert shape, IC and Nose Radius

C-641
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TU RN”NG GR/A\D ES ” Graus de torneamento | Calidades para torneado

E DNINYNL

9)se8sap |e eIud)SISAY - pepioeus)- 9)se8sap e e1PUSISAY - pepieus)- 9)se8sap |e eIU)SISAY - pepioeus)- 9)se8sap e e1USISAY - pepieud)l- - 3)seSsap [e eUSISISAY - pepieus)-
9)sessap oe euRISISAY - apeppeudl - - 9)se8sap oe eIURISISAY - apeppeua) - | 3)seSsap oe euSISAY - apepieus) - 9)se8sap oe BIDURISISAY - apeppeud) - | 33seSsap oe eUISISAY - apepieus) -
DUBISISAI JBI - ssauysnoj - DUB)SISA IR - ssauysnoj - 2JURSISA JeI - ssauysnoj - DUI)SISA IR - ssauysnoj - DUB)SISA IR - ssauysnoj -
< - «————————— —————— = > < > < >
06/Hd 0C6LHd 0T6/Hd
q N ~ N
g
oa%a a@a 0T6.Hd
" w<mmmuxa - BTTSHd
() z
k- /|\ OV/SHd
5 OVLSHd ~
b= ~—y” OVLSHd
Lﬁlh-
S - OVI9Hd <
A - OFTSHd
GTTGHd Ty
o ' = GTTSHd 0CESHd
> frr
o STTOHd Sy W
; GCTGHd
GTIGHd N
GTZSHd
GTTOHd z
h b S0/GHd
. GOTOHd GTTGHd
‘v N
o
2y 0T60Hd
S g
£
o)
qd 8 O 1 1 1 1 N
2 GHENERNEERR EEERERERIERERERN @ 3 0 00
w -, - - - - % O 1N O N O N O un o -, - - O - - - - - -
— - N — 4 AN AN MM N - < - -
SNOYY34 SAOTIV WNINVLIL
= Lee =il A NOHILSVO B NoN s winwny | Y2/ INaisisay 1vaH

Position and grade symbols shape indicate the suitable field of application.
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TURNING GRADES DESCRIPTION

Descricao de graus para torneamento | Descripcién de calidades para torneado

PVD GRADES

PH7910 vi

Substrate

P05-P10

S05-515

CVD GRADES

PVD (AITiN) coated carbide
grade with a very hard micro
grain substrate improves
wear resistance, heat
dissipation and avoid built-up
edge. High performance on
“gummy” materials. For light
turning of steels, hardened
steels, stainless steels and
HRSA.

PH7920 AN

Substrate

P10-P35

510-S30

A micro grain size combined
with the AITiN PVD coating
make it suitable for Roughing
to Finishing operations under
good cutting conditions to
light interrupted cuts at
medium cutting speeds.
Suitable for steels, stainless
steel, HRSA.

PH5115 o sy

Substrate

P10-P25

Medium temperature CVD coating with
a- Al20s. Carbide grade with a gradient
layer close to the surface. Suitable for high
to medium cutting speeds on steels & cast
steels.

Ti(CN)

PH5705 o,

K05-K15

Substrate

The substrate grade with a very good wear
resistance combined with the MT-CVD
coating allow to work at high to medium
cutting speeds at stable conditions.
Recommend for turning of grey cast irons
(GCI) or hardened steels. Can also be a
solution for high alloy steels.

UNCOATED CARBIDE GRADE

PH5125

P20-P35

Carbide grade suitable for medium machining
of steels & cast steels at medium cutting
speeds. The substrate is suitable for the
adhesion of the Alumina coating (- Al203)
medium temperature - CVD, improving the

tool life.

PH5320

P01-P15
K10-K25

(e PH5740

Substrate

P25-P45

K20-K40

speeds.

Al203 Ti(CN)
N\

Substrate

Substrate grade binary (Wc-Co) with medium
grain size combined with the medium
temperature CVD coating. Suitable for

heavy roughing to roughing operations with
interrupted cuts at medium to low cutting

Ti(CN)

Substrate

Medium temperature CVD coating (- Al203)
combined with a hard substrate make it
capable of withstanding interrupted conditions.
Recommended as general choice for roughing
of all cast irons at low to medium cutting
speeds. Can also be a solution for high alloy
steels.

PHO910

Substrate

Uncoated carbide micrograin grade
combining a good abrasive wear resistance
and thoughness. Suitable for rough to finish
turning of HRSA, Titanium alloys, cast irons
and Aluminium alloys.

C-629
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TURNING GRADES DESCRIPTION

CVD GRADES

TiN Ti (CN)

PHG10
PO5-P10

First choice for continuous
cut with hardness higher
than 38HRC

New CVD coating with
Al203+TiN combined with a
very hard substrate.

Substrate

New CVD coating with
Al203+TiN.
PHG115 PHG125
P10-P25 P20-P35
Suitable for high to Ideal for general
medium cutting speeds on application in all kind of
steels steels
New CVD coating with Carbide grade suitable for
Al203+TiN. medium machining of steels

at medium cutting speeds.

GRADES CHART || Gréfico de graus | Grafico de calidades

ISO Turning
[P
A
A
o @D
15
25
35
45
Ve
y
Good

palbit@® 122

Y %

Average Difficult

Machining conditions

C-630

PHG140
P25-P45

First choice for
roughing to heavy
roughing operations
with interrupted cut at
medium to low cutting
speeds

Binary substrate grade
(Wc - Co) with medium
grain size combined with a
medium temperature CVD
coating.

PHG22
P40-P50

A very high toughness
grade ideal for heavy
roughing applications
while using on large I.C
inserts

New CVD coating with
Al203+TiN.




Descricao de graus para torneamento | Descripcién de calidades para torneado

TiC  AkO: Ti(CN)
2
‘ =
Substrate . . PHS %
New CVD coating with — =
Al203+TiC. NEW

GRADE

PHSZlﬁ PHSZZﬂ PHSZ4N

Suitable for high to First choice for general First choice for
medium cutting speeds in application on turning of roughing to heavy
stainless steel. Ideal for stainless steels roughing operations
turning on good condition with interrupted cut at
of cut (continuous cut) Carbide grade suitable medium to low cutting
for medium machining of speeds on stainless steel
New CVD coating with stainless steels and super
TiICN+ALO3+TiC. alloys at medium cutting New CVD coating with
speeds. New CVD coating with TiICN+ALOs+TiC.
TiICN+AIL203+TiC.

GRADES CHART || Gréfico de graus | Gréfico de calidades

PHSZZN

ISO Turning
M
A
A A very high toughness
e | o grade ideal for heavy
roughing applications
while using on large I.C
15 PHS215 inserts
\ New CVD coating with
b PHS225 TiICN+AL203+TiC.
35
PHS240
45
PHS228
Vc
vy 5 _
o 8 %
Good Average Difficult /
Machining conditions

palbit@ 152
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SELECTION GUIDE (GRADES AND CHIP-BREAKERS) FOR POSITIVE INSERTS

Guia De Seleczio (Graus E Quebra-Aparas) para pastilhas positivas | Guia De Seleccion (Calidades Y Rompevirutas) para plaquitas positivas

SINGLE SIDE...CMT’S, BMT'S, CGT'S, RCMX'S, RCMT’S

ISO

Material
Workplace

High alloyed
Steel

HB 400

DIN
X40CrMoV5
X45GrSio3

Duplex
stainless
steel

DIN
X2CrNiMoSi19
X8CrNiMo27
X2CrNiMoN22

Austenitic
stainless
steel

DIN
X2CrNiMoSi19
X8CrNiMo27
X2CrNiMoN22

Duplex
stainless
steel

DIN
X2CrNiMoSi19
X8CrNiMo27
X2CrNiMoN22

Stable cutting

stabilt Medium Roughing Medium roughing Insert Holders
ablll
/ Chip-breaker ~ Grade  Chip-breaker ~ Grade  Chip-breaker ~ Grade Type Type
PH5115
o P oD M| PHGIS | o | PHSIS
FK MK PH5320 PHG115 - Conventional
PH5705 Positive )
PHG105 single side nose radius
PH5115 PH5115 HCMT S##C
o FP PHG115 MP PHG115 MP PH5115 #BMT S##B
| PHS0 | MK | PHS30 PHG15 p
PHG105 PHG105 x°
PH5115 PH5125 PH5125
* Poolphes | M | pres | ™| pHais
PH5115 PH5115 ,
(«] Fw PHGI15 Mw PHGIT5 - - Positive W.peg' CCMT | S##C95°
Sing|e side nose radius
8 W PH5115 MW PH5115 i i
PHG115 PHG115 DM | ¢ 30
" W PH5115 MW PH5115 i i < Temr
PHG115 PHG115
LM
(«] M PH7910 MM PH7910 MM PHS215 s Conventional
: : nose radius
M single side HOMT SH##C
8 M PH7910 MM PH7910 MM PHS215 T P
3 M phzoo | MM | pH7a20 | MM | prsais _p C
LM X
(+] FwW PH7920 MW PHS215 - - Positive Wiper CCMT | S##C95°
i i dius
PH5125 single side nosera
8 W] P01 MW peoos ] ; DM | ¢
Py . TCMT
FM LM
(«] M PH7910 MM PH7910 MM PHS215 it Conventional
: : nose radius
M single side HOMT SH##C
8 M PH7920 MM PH7920 MM PHS215 ST P
3 m g:g’gg MM | PHS2I5 | MM | PHSIS _p G
o MW PH7920 MW PH7920 - - Positive Wiper CCMT | S##C95°
single side nose radius
8 MW PHS215 MW PHS215 - -
[T)gw S##C 93°
& MW PHS215 MW PHS215 - - @
FM LM
O M PH7910 MM PH7910 MM PHS215 Positive Conventional
| : nose radius
M single side HOMT S##C
8 M PH7910 MM PH7910 MM PHS215 ST P
FM PH5125 .L/C] (
8 M PHS205 MM PHS215 MM PHS215 pe
o - - - - - - Positive Wiper CCMT | S##C 95°
single side nose radius
] A A (N (N L - { e
* | - - : : : - d
8 General cutting %  Unstable cutting

C-647
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SELECTION GUIDE (GRADES AND CHIP-BREAKERS) FOR POSITIVE INSERTS

Guia De Selecdo (Graus E Quebra-Aparas) para pastilhas positivas | Guia De Seleccién (Calidades Y Rompevirutas) para plaquitas positivas

Material
IS0 Workplace

Grey
castiron

HB 220

&)
=z
=
ez
=)
=

DIN
GG15
GG25
GG35

Nodular
Cast Iron

HB 220

DIN
GG15
GG25
GG35

Titanium
Alloys

DIN
TiAI5Sn2.5
TiAl6V4
TIAI6VAELI

Super alloys

DIN
NiCr19Co11MoTi
NiFe35Cr14MoTi

CoCr20W15Ni

Aluminium
Alloys

DIN
AW7075

AlSi12
CuZn37

@ Stable cutting

palbit@ 122

SINGLE SIDE ...CMT’S, BMT’S, CGT’S, RCMX’S, RCMT’S

Sbiit Medium Roughing Medium roughing Insert Holders
LI}
y Chip-breaker ~ Grade  Chip-breaker ~ Grade Chip-breaker ~ Grade Type Type
o FK PHST05 | MK | PH5705 | MK | PH5705 S;‘;‘i&t‘:ﬁe Cr?onsvee:atgﬂ?l
#CMT S##C
8 FK PHS5705 | MK | PH5705 MK | PH5320 D G AU AN
3 MK | PH5320 | MK | PH5320 MK | PH5320 x
o] FW | PHST05 | MW | PHS30 - - Positive Wiper CMT | S#HCos°
single side nose radius
o FW | PHS705 | MW | PH5320 - - E o
MW | PHS320 | MW | PH5320 - -
o FK PHST05 | MK | PHS320 | MK | PH5320 Siﬁggisvize Crfg‘svee:atgﬂg'
#CMT S##C
8 FK PHST05 | MK | PHS320 MK | PH5320 p G ATV I
& MK | PH5320 | MK | PH5320 MK | PH5320 x
o FW | PHST05 | MW | PHS30 - - Positive Wiper cmT | swrcos
s single side nose radius
W PHS705 | MW | PH5320 - -
DCMT
MW | PHS320 | MW | PHS320 - -
o S PH7910 | FM | PH7910 | MM | PH7920 Siﬂ‘iﬁsvige Cnoonsveegggf'
#CMT S##C
8 FM PH7920 MM PH7920 MM PH7920 j G SBMT A
-+ MM | PH7920 | MM | PH7920 | MM | PH7920 | =¥
o FW | PHI920 | FW | PH7920 - - Positive Wiper COMT | si#C 950
s single side nose radius
W PH7920 | MW | PH7920 - -
] DCMT
- = E Tour | SHHCS
MW | PH7920 | MW | PH7920 - - M
o S PH7910 | FM | PH7910 | MM | PH7920 SIE‘;EZ; Crfor‘sveepatggs'
#CMT S##C
8 M PHI920 | FM | PH7920 M PH7920 7 G | o
59 MM PH7920 MM PH7920 MM PH7920 | K
o FW PHI20 | FW | PH7920 - - Siﬁggisvize no;"e”faegius COMT | S#C 95
g W PHI920 | MW | PH7920 - - 7 G oM | (oo
* MW pzgpo | MW | PH7920 - - Riv ToMT
(o] N PHO910 N PH0910 - - Positive Conventional
single side nose radius
#CMT S##C
8 LN PH0910 LN PHO910 - - G AU AN
* LN PHOOI0 | LN PH0910 - - -E -
eneral cutting nstable cutting
@  General cutti o  Unstable cutti

C-648



CUTTING SPEED (m/ min) | Velocidade de corte (m/min) | Velocidad de corte (m/min)

I-Nﬁ

SS - Ferritic/martensitic 200330 125260 100220  80-200 110-230 70175  50-135 110230 70-175 50135 85180  65-160  45-135

SS - Austenitic 180-330  130-290 100-240  80-190  100-240  70-175  55-130  100-240  70-175 55130 85170  65-145  45-125

SS - Austenitic-ferritic (Duplex) 230260  190-220  150-185 120-145 150-190 120150 90110  150-190 120150 90110 130-160 110135  85-105

Nﬁﬁ

200-330  128-230 120-220 115-215 133-235 130225 120-220

SS - Ferritic/martensitic
SS - Austenitic 180-330 124225 115-215 105205 129-223 125220 115-215
SS - Austenitic-ferritic (Duplex) 230260  121-212 110205 100-195 125216 115210  100-200

I

| N=

B o

L

Heat resistent super alloys (Iron base) 200-280 75-130 62-127 55-115 70-120 55-115 50-110
Heat resistent super alloys (Nickel base) 250320 55-95 40-90 33-85 35-80 2775 2370
S Heat resistent super alloys (Cobalt base) 200-320 55-95 40-90 33-85 35-80 2775 2370
Titanium alloys (400<or<1050[MPa]) - 80-172 70-162 65-155 65-152 50-145 45135

palbit@ 182
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ISO TURNING INSERTS CODE KEY

" < A\ D @
m
% X j Triangular inserts with a facet
= - a : : (secondary cutting edge)
2 0 v “ 5 . . . .
=) o i) d(mm) | s(mm) Detailed dimension of M class insert
= VE>,, Insert height Tolerances (mm)
> 80° .
P o8 | W A A 0005 0025 | 0025 Inscribed AV AP 4
F +0.005 +0.013 +0.025 circle A
C +0.013 +0.025 +0.025 6.35 +0.08 o = - -
S | o L H +0013 s0013 | 0025 9525 | 008 | 008 | 011 | 010 | +013
E +0.025 +0.025 +0.025 12.70 +013 +0.13 +013 +0.15 =
G +0.025 +0.025 +0.13 15.875 +0.15 +0.15 +0.15 +0.18 -
T 6°‘A A J +0005 | +005-+013 | #0025 19.05 +015 | %015 | 015 | *018 -
K* +0.013 +0.05~+0.13 | +0.025 25.40 = +0.18 = = o
L* +0.025 +0.05~+0.13 | £0.025 3175 = +0.25 o = o
c «KF |8 o
M* | +008-+020 | +005~+013 | +013 Inscribed circle Tolerances (mm)
N* | +008-020 | +005-+013 | +0.025 Inscribed
. U* | +013~+038 | +008~+025 | +013 circle A B a >\ 4
D * K =/
6.35 +0.05 - - - -
9.525 +0.05 +0.05 +0.05 +0.05 +0.05
E R o *As a rule, the sides of these inserts are 12.70 +008 | +008 | *008 | 008 | +008
as sintered. Tolerance differs with insert 15.875 +010 +010 +010 +010 +010
size, for the accuracy of class M, refer to
the table on the right. 19.05 = = - - +0.10
F X Special 25.40 - +013 = = +010
31.75 = +0.20 - - +0.12

ces symbol
[

{

TN
G

A B C D E
b= e 2
F G N P 0

l \$ 1 Other
\|25§/ J? 0\/ = ‘L\ 1\1 clearance angle

2 - Normal clearance symbol

ANSI

[

4 - Insert symbol

© © °
'g Type Hole type Chipbreaker Shape 'E Type Hole type Chipbreaker Shape 'g Type Hole type Chipbreaker Shape
Z x =
Without Rojr;i:me Chipbreaker £o Round Gzt
£
w Round chipbreaker E ﬁ H countersink | on one side El E G =8 hole on bidhy m
0. OO0 sides
hole / one (70°~90°)
c(ountersin)k
40°~60°) | Chipbreaker Without Without
T on one side m @ c Round hole | chipbreaker E N B chipbreaker l:l D
/ double )
[J] @ | countersink ©
o . © » Chipbreaker < .
< Without < (70°~90°) = Chipbreaker
Q S Round hole | chipbreaker E J = ozigggh Eﬁj R é ° on one side E E
= / double 2 E)
countersink Chipbreaker s Chipbreaker
40°~60° i
v (40°-60%) | oot =] | A withot | 77 (777 | - | oot -
. chipbreaker .
sides sides
— Round hol
Round hole oundhole
/ one Without Chipbreaker _ _ _
B countersink | chipbreaker E ﬁ M on one side Djj m X On request
(700~90°)
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Sistema de codificacao para pastilhas de torneamento ISO
Codificacion para plaquitas de torneado ISO

o %I %a sou 90" G?A S:A @Cl ANSI &‘QZ‘?J?SZEQESEQH°§'¥J0)
A ** Metric designation only
R’s \V’s D’s C’s S’s T's W’s mm inch Symbol | (Radius Designation is MO)
i} 06 04 _ 03 06 02 307 5/32 120 According to International Standard ISO 1832 - 2012(E) %
_ 08 05 04 04 08 3 476 3/16 150 “Indexable inserts for cutting tools - Designation” é
- 09 06 05 05 09 03 556 7/32 180 E
06%* - - - - - - 6,00 0,236
06* 11 07 06 06 11 04 6,35 1/4 2,00
07* 13 09 08 07 13 05 794 5/16 2,50
08* - - - - - - 8,00 0,315
09% 16 11 09 09 16 06 9,525 3/8 3,00 ISO mm ANSI inch
10%* - - - - - - 10,00 0,394 01 159 1 0.062
12%% - - - - - - 12,00 0,472 1 1.98 12 0.078
12% 22 15 12 12 22 08 12,70 1/2 4,00 02 238 15 0.094
15% 27 19 16 15 27 10 15875 5/8 500 03 318 2 0.125
16%* - - - - - - 16,00 063 13 397 25 0.156
19* 33 23 19 19 33 13 19,05 3/4 6,00 04 476 3 0.188
20%* - - - - - - 20,00 0,787 05 556 35 0.219
25%* - - - - - - 25,00 0,984 06 6.35 4 0.250
25% 44 31 25 25 44 17 25,40 100 8,00 07 794 5 0.312
31* 54 38 32 31 54 21 3175 11/4 10,00 09 952 6 0.375
327%% - - - - - - 32,00 126 12 12.70 8 0.500

5 - Insert size symbol 6 - Insert thickness symbol
10 - Chipbreaker geometries

FLAT MF SF LC MS

w
A R AR-N N
5
S5
;2' MR PM ST MW SS
v}
w
T A N2 RN
2
z HR RP HY Hz
v | FLAT FP BO FM FK FW LM MP MM
£
153
H-A- B NR-NR-B-N-1N-N-
=
V]
w MK MW FS LN CP ST RF RM RR
7 - Insert corner symbol 7.1* - Insert edges symbol E
q %)
ISO | mm | inch | ANSI For inserts having secondary e ‘ ‘ E % ° ' ‘ ’ ‘
00 Sharp nase 0 edges two digits are used:
01 0.10 004 02 o 2r digit is
1t digit is
secondary edges
02 | 020 | 008 | 05 secondary edge | **ZECTO , , , 9% - Cutting direction
8%* - Cutting edge information
04 0.40 | .015 1 A 450 A 30 . Shape Hand | Symbol
Shape Honing | Symbol
08 080 | .032 2 o o
D 60 B 5 B>‘
2| 12 | 047 | 3 E | 75 | ¢ | 7 [/ | Nohoning | F I Rght | R
16 | 16 | 062 | 4 F | 80 | D | 150
With
20 20 078 5 P 900 E 200 D honing E .Q .
24 24 094 6 ) ! Left L
Z | special F 25° Chamfered
28 | 28 | 109 | 7 R p—. L/ Nohoning | |
32 32 125 8
*only when N 0° D Chamfered S None N
00 (inch required. p 110 with honing
orM0/ | Round insert 0
metric) VA special *only when required. *only when required.
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