VN - RHOMBIC 35° NEGATIVE

ROMBICA 35° NEGATIVA | ROMBICA 35° NEGATIVA

IS I

G)
Z new grades
= @ csecote
)|
=
VNMA 1120819 VNMA 160404 ® @
Roughing 1121077 VNMA 160408 6 ®
VNMG-MF 1123635  VNMG 160404-MF 6 6 6 @ ® & B ®
Finishing 1123636 VNMG 160408-MF ®@ & 6 »n @ ® o) o) ®
UNMG-SF 1123760  VNMG 160404-SF @ @ ® @ ® ®
- 1123761  VNMG 160408-SF ® ® ® ® ® ®
Medium to Finishing
1123762 VNMG 160412-SF ® ® ® ® ® ®
VNMG-LC
‘ 1123659  VNMG 160408-LC & 6 &
Medium to Finishing
VNMGMS 1121579 VNMG 160404-MS O @ @ ®
Medium to Finshing 1121580 VNMG 160408-MS O ® ® ®
VNMGAMR 1121278 VNMG 160404-MR A ® B ® p O
‘ 1121279 VNMG 160408-MR ® & ® ® v ®
Medium
1121581 VNMG 220408-MR 6 & 6 ©® p G
VNMG-P ﬂ 1124086 VNMG 160404-PM ® ® ®
Medium 1124087  VNMG 160408-PM @ ® ®
VNMGST 1121276 VNMG 160404-ST ® ®
Medium 1121277 VNMG 160408-ST e ©
VNMGSS 1121367 VNMG 16040455 6 ® ® @ ® @
Roughing to Medium 1121295  VNMG 160408-5S 6 @ ® 6 ® &
@ First choice | 12 Escolha | 12 Opcién @ Stock available until sold out | Stock disponivel até acabar o stock | Stock disponible hasta acabar el stock Insert Order Code: @ Geometry code + ) Grade code

@ Stock Itens | Itens de stock O Available under request | Disponivel sob consuilta | Disponible bajo consulta
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VNMA 160404 VNMA 331 9525 476 0,40 381 020 010 330 015 008 025
VNMA 160408 VNMA 332 9525 476 080 381 020 010 330 030 0,10 050
VNMG 160404-MF VNMG 331-MF 9525 476 040 381 0,40 010 150 015 005 025
VNMG 160408-MF VNMG 332-MF 9525 476 080 381 0,40 010 150 020 0,10 040
VNMG 160404-SF VNMG 331-SF 9525 4,76 040 381 150 060 3,00 015 010 023
VNMG 160408-SF VNMG 332-SF 9525 476 080 381 150 060 3,00 025 012 038
VNMG 160412-SF VNMG 333-5F 9525 476 120 381 150 0,60 3,00 035 015 055
VNMG 160408-LC VNMG 332-L.C 9525 476 080 381 1,00 0,35 2,00 012 008 0,35
VNMG 160404-MS VNMG 331-MS 9525 476 040 381 2,00 020 4,00 015 0,10 020
VNMG 160408-MS VNMG 332-MS 9525 476 080 381 250 020 400 025 015 040
VNMG 160404-MR VNMG 331-MR 9525 476 040 381 3,00 1,00 400 025 0,10 030
VNMG 160408-MR VNMG 332-MR 9525 4,76 080 381 300 1,00 400 0,30 015 0,50
VNMG 220408-MR VNMG 432-MR 12,700 476 080 516 4,00 150 500 035 015 0,50
VNMG 160404-PM VNMG 331-PM 9525 476 040 381 3,00 1,00 400 025 0,10 030
VNMG 160408-PM VNMG 332-PM 9525 476 080 381 3,00 1,00 4,00 030 015 050
VNMG 160404-5T VNMG 331-ST 9525 476 040 381 2,00 0,20 350 030 015 040
VNMG 160408-ST VNMG 332-5T 9525 476 080 381 200 030 350 035 015 050
VNMG 160404-5S VNMG 33155 9525 476 0,40 381 150 050 400 020 0,10 030
VNMG 160408-55 VNMG 332-55 9525 476 080 381 2,00 050 4,00 025 012 045

o B’ pgeC-600 . palbit@ 12



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
=




NEG/A\T"\V/E TU RN"NG Application Range Overview

Fine finishing Roughing Heavy roughing

MF IC R HR
©)
Z
=
(4
S
= PM RP HY
1 1
face face
HZ
) 1
wiper face

w w0, n(’c,u) oy -, w np Té{C.N) Em\l A0 T(’CN) AL0s e W A n(c
Substrate ¢ Substrate Su/hs!rate Su;strate Suhstrate
/ : a
PHG105 | PH5115 PHG115 PH5125 PHG125 PH5740 PHG140
(PO5-P10) (P10-P25) (P10-P25) (P20-P35) ¢ (P20-P35) (P25-P45) (P25-P45)
AITiN
PH7910 / Substrate
(P05-P10)

Fine finishing Finishing Medium Roughing Heavy roughing

face face

A0 : Ti(CN) Ti(CN)
\

Substrate Substrate

3 N) N) TiC ALOs Ti(CN)
R X
Substrate Substrate Substrate

PHS215 PH5125 PHS225 PH5740 PHS240
(/\/\19-/\/\25) (/\{\15—/\/\30) (M15-M30§) (M25-M45) § (M25-M45)

PH7910 PH7920 / s

(M05-M10) (M10-M25)

Palblt@ 1vms c-334



Vista geral de aplicacoes
Vista general de aplicaciones

TURNING

wiper

CVD Grades

A0 T [C.NE] - (c N) Alz Ti ([‘.N)
PH5705 / Sie PH5320 mm PH5740 sm
/
(K05-K15) (K10-K25) (K20—K40)

Interrupted cut

Continuous cut

I Fine finishing Roughlng Heavy roughing
FLAT

Uncoated Grades

PH0910 Substrate

/

Continuous cut Interrupted cut

S ST
PVD Grades
P H 7910 Substrate P H 792 0 / Substrate
(505-510) (510-525)
Continuous cut Interrupted cut

palbit@® 132

I Fine finishing Roughing Heavy roughing
MS
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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

NEGATIVES | NEGATIVAS | NEGATIVAS

Cutting Edge* ;
G C(Lj{ttgng oy Available Shapes
A at the nose radius | at the flank CICEleE
— o
w | = (W] ho=
'% ._% § uq__)% % 2 ﬁg d Deph of KN__ [CN__ |DN__ |RN__ [SN__ |TN__ |VN__ [WN__
Tls Sl&5|§ AW (me:w/rer;) cwtboc ., 30°a 550 o go° GO‘A 352 8°°A
2l |3|8=2|8 o) A yod ) o
,E’ 1 020 | 100
5 QE j to to ®
£ @ 0,35 6,00
<
3
C
x
£ o 040 | 150
E . to to ®
= 0,70 6,00
£ 012 | 100
= %’\4 to to ® ®
= £ 050 | 650
2
oo £ 0,14 0,70
c > A
E: 5 M to to ®
3= ! 050 | 500
o
0,15 0,80
2 to to ®
= 050 6,00
k=
[
S
=
5 005 | 010
= to to ® ® @ ® ® ®
0,60 2,50
g ap
BlER o 010 | 020
2| TG | M gy s | L] to to ® ® ® ® ®
5|28 . 13" 080 | 450
© S
%
E g E’ M 03 o 03 0,10 0,60
<TG (M SF to to ® ® ® ® @ @
9 % s 20°10° 20°10 055 300
= [ ¥ y
S
g tén 0.15 e 02 0,07 0,60
S5 M 1 §F~7—’ to to ® ® ® ® ®
=< 18° 10 0,50 3,00
E® K 02 (o 02 0,10 0,15
§5M-w%‘?/j% o | to ® | e | e | e | 6| e
= £ w " 050 | 1050
£ = ’Tﬁ =22 0,10 0,30
EAL MR (5% o | to ® | ® ® | ® | ® | ®
L 2's 070 | 900
E X 0.25 025 0,10 0,30
s .S - Tﬁ ’ 4 _ ~ ~ ~
2= |y ) - o | fo ® | ® ® ®
% £ 150 7°|:‘ 15° 7°m 0,60 9,00

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

palbit@ %2
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Especificacdes de quebra-aparas | Especificaciones de rompevirutas

NEGATIVES | NEGATIVAS | NEGATIVAS

Cutting Edge Cithy Available Shapes
A at the nose radius | at the flank Conditions> .
g8 (%282 KN__ | CN__ [DN__ |RN__ [SN__ |TN__ [WN__ |WN__ | =
- P | | o =
: |5)52(3] e w raw|-0-o| O -8 |-Al0r "0
E& |2|28|8 i) | o) v\ K |~ ~B =4 |50 =
E® . . 0,08 0,10
§§Mmt°| 7 | to ®@ | o | e & | e | ® | e
= £ 250 | 1500
p
ul| E .03 o 03 0,15 0,30
% § Sm v MW to to ® @B @B ®
5(2% © " 090 | 600
o
o
] 2
E 25 " .03 .03 0,10 0,30
s £ (M SHE T to to ® ® ® ® @) ®
AL e 2010 100 | 850
2
té” 032 32 0,20 0,80
'gﬂ M HR to to @ @ @ @ ®
& 18 ® 1,20 15.00
oo
£ M -#70'25 2030 0,30 2,00
® (M RP # # to to ® ®
& 20° 20° 1,50 12,00
[}
S
wv
i
iy
S| 2E M - -l 035 | 200
|2 |M HY = (’:§ to to ® ®
E %‘“g 178° 17° 89 1,60 15,00
I|£*
G}
w
=
=2 -5 05 035 | 240
S'E = 02
Sw(M HZ to to ® ®
T S 180 15° 18° 159 1,60 17,00
*T-Land varies according to the IC (IC reference used: 12,7mm)
** Cutting Conditions varies according to the Insert shape, IC and Nose Radius

palbit@ %2
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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
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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 NEGATIVE INSERTS
Guia De Selecdo (Graus E Quebra-Aparas) para pastilhas negativas| Guia De Seleccion (Calidades Y Rompevirutas) para plaquitas negativas
SELECTION GUIDE FOR NEGATIVE INSERTS - SINGLE SIDE ...NMM’S

55 Material Stabilty Medium Roughing Medium roughing Insert Holders
workplace Chip-breaker ~ Grade  Chip-breaker ~ Grade  Chip-breaker ~ Grade Type Type
PH5125 PH5125 PH5125 Negative Conventional 9
Unalloy steel o RP PHG125 RP PHG125 Hz PHGL25 | singleside | NoseRadius Z
y
N P oo PH5125 y PH5125 " PH5125 D ANV fyiiy =
15 PHG125 PHG125 PHG125 ‘ MEENK I':)—
0° -
(@) PH5125 PH5740 PH5740
* RP PHG125 HY PHG140 Hz PHG140
‘ RP PH5125 RP PH5125 HZ PH5125 Negative Conventional
Low Alloyed Steel PHG125 PHG125 PHG125 single side Nose Radius
D##N
HB180 PH5125 PH5125 PH5125 D
DIN 2INiCrM02 ‘ RP PHG125 HY PHG125 Hz PHG125 ‘ G #NMM MAQZT‘EK
) o
SOCINIMOS % . PH5125 iy PH5125 - PH5125
PHG125 PHG125 PHG125
‘ RP PH5125 RP PH5125 HZ PH5125 Negative Conventional
High alloyed steel PHG125 PHG125 PHG125 single side Nose Radius
HB 200 D##N
DN - S e O s A A = M| g
322C£N1:2A [:16 PH5125 PH5740 pHs7a0 | O e
rivio:
% RP | PHG12s Hz PHGL40 Hz PHGL40
. PH5125 PH5125 PH5125 Negative Conventional
bigh o stee o R | phgis | RP PHG125 HL PHGI25 | singleside | NoseRadius
D##N
DIN PH5125 PH5125 PH5125
X40CrMoV5 ‘ RP PHG125 HY PHG125 Hz PHG125 | U #NMM MN#\;#:‘EK
\ o
ASSGISIES % . PH5125 - PH5125 - PH5125
PHG125 PHG125 PHG125
. PH5125 PH5125 PH5125 Negative Conventional
mFaerg:;{m o RP PHS225 RP PHS225 HY PHS225 | singleside | Nose Radius
. D##N
stainless steel PH5125 PH5125 PH5125
DIN 8 RP | pHs2s HY PHS225 HY PHS225 S G AN A
X12CrMoS17 0°
PH5125 PH5740 PH5740
K6Crivol7 > RP PHS225 HY PHS240 HY PH5240
‘ RP PH5125 RP PH5125 HS PH5125 Negative Conventional
Austenitic PHS225 PHS225 PHS225 single side Nose Radius
stainless steel D##N
NI | ho -
0
X5CrNiMo18 PH5125 PH5740 PH5740
R RP PHS225 HY PHS240 HY PH5240
‘ RP PH5125 RP PH5125 HY PH5125 Negative Conventional
Duplex PHS225 PHS225 PHS225 single side Nose Radius
stainless steel D##N
on @ | v | PR e | PR oW | RTR M| g
X)faccrNrms%g PH5125 PH5740 pHsTa0 | O M
riNIMiO.
R RP PHS225 HY PHS240 HY PH5240
Grey cast iron (o] HZ PH5320 HZ PH5320 HY PH5125 Negative Conventional
HB 220 single side Nose Radius D##N
DIN 8 HZ PH5320 HZ PH5320 HY PH5125 #NMM M##N
edb M##N-K
GG25 3 0 0 o |
GG35 HzZ PH574 HZ PH574 HY PH574 0°
Nodular cast iron ‘ HZ PH5320 HZ PH5320 HY PH5125 Negative Conventional
HBDﬁ\?O single side Nose Radius D##N
GGGAO ‘ HzZ PH5740 HzZ PH5740 HY PH5125 #NMM M##N
GGG50 M##N-K
GGG70 * HZ PH5740 HZ PH5740 HY PH5740 loe
@ Stable cutting 8  General cutting > Unstable cutting
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SELECTION GUIDE (GRADES AND CHIP-BREAKERS) FOR NEGATIVE INSERTS

Material

Ee workplace

&)
=z
=
ez
=)
=

Unalloyed steel

HB 110

DIN
C15
C45
C60

Low alloyed Steel

HB 180

DIN
21NiCrMo2
36CrNiMo4

34CrMo4

High alloyed steel

HB 200

DIN
34CrNiMo6
42CrMo4

High alloyed steel

HB 400

DIN
X40CrMoV5
X45GrSio3

Ferritic/
martensitic
stainless steel

DIN
X12CrMoS17
X6CrMol7

@ stable cutting

palbit@ 162

SELECTION GUIDE FOR NEGATIVE INSERTS - DOUBLE SIDE ...NMG'S

Stabili Medium Roughing Medium roughing Insert Holders
aDlll
d Chip-breaker ~ Grade  Chip-breaker =~ Grade  Chip-breaker ~ Grade Type Type
‘ MF lp):gﬂg LC ::: éﬂg II\JAAi E:gﬁg Negative Conventional
double side Nose Radius D##N
PH5115 PH5125 MR PH5125 M##N
8 MF PHG115 L PHG125 PM PHG125 D G #NMG Mé##N-K
I P##N
& E PH5125 L PH5125 MR PH5740 | ©
PHG125 PHG125 PHG140
PH5115 PH5115 PH5115 ) )
o Mw PHG115 Mw PHG115 Mw PHG115 Negative Wiper Nose DH#NGS
double side Radius CNMG Amﬁll(gg;
P Wy | PHSis M PH5115 ™ PH5115 WNIMG PhNGS'
PHG115 PHG115 PHG115 \
|
0° ~ 93°
N M PH5125 M PH5125 M PH5740 DNMG M o
PHG125 PHG125 PHG140 TNMG MK O
o MF PH7910 ’F\’Al\l; s:gﬁg HR slljlgi’ll:llg Negative Conventional
doubleside | Nose Radius B\Zi:
PH5115 MR PH5125 PH5125 #NMG
8 MF PHGLL5 M PHG125 HR PHG125 G M:«mjl(
PH5125 PH5740 PH5740 | lge
* MF prG12s | MR/PM | phcio HR PHG140
PH5115 PH5115 PH5115
o MW phG1ss Mw PHG115 MW PHG115 | Negative | Wiper Nose CNMG s
double side Radius MEENK 05°
o MW PH5115 MW PH5115 MW PH5115 WNMG NS
PHG115 PHG115 PHG115 :
N3 W PH5125 W PH5125 MW PH5740 | o° DNMG M o
PHG125 PHG125 PHG140 TNMG MK 95
o MF | PH7OI0 | MR/PM | O HR Pt | Negative | Conventional
doubleside | Nose Radius B\i’;’;
PH5115 PH5125 PH5125 #NMG
8 ME- 1 s | MR/PMU | phgios | MR pgios [:] G MR K
PH5125 PH5740 PH5740 | lo°
* MF pHG12s | MR/PM | phcio HR PHG140
PH5115 PH5115 PH5115
o Mw PHG115 Mw PHG115 Mw PHG115 Negative Wiper Nose CNMG D
double side Radius MEENK 05°
o MW PH5115 MW PH5115 MW PH5115 WNMG NS
PHG115 PHG115 PHG115 [:] (.
e W PH5125 W PH5125 W PH5740 | 'o° — DNMG M
PHG125 PHG125 PHG140 TNMG MK 93°
P##N 93°
MF PH7910 MR PH5115 PH5115 ) .
o ST PH5705 M PHG115 HR PHGI15 | Negative | Conventional
double side Nose Radius
PH5115 D##N
8 MF PHG115 MR PH5115 HR PH5115 [:j INMG M##N
ST PH5320 PM PHG125 PHGLIS | | Mé##N-K
PHG105 0° P##N
PH5115 MR PH5125 PH5125
* MF PHG115 M PHGL25 HR PHG125
PH5115 PH5115 PH5115
o MW PHG115 MW PHG115 MW PHG115 Negative Wiper Nose CNMG D o
double side Radius MEENK 05°
o MW PH5115 MW PH5115 MW PH5115 WNMG o g
PHG115 PHG115 PHG115 :
Ny MW PH5115 W PH5115 MW PH5125 | lge DNMG MO
PHG115 PHG115 PHG125 TNMG MK 95
PH5125 Negative Conventional
‘ SF PH7910 35 PH7910 HR PHS225 double side Nose Radius D##N
8 SF PH7910 ss PH7910 HR P D #NMM M##N
< SF | PH7920 55 PH7920 HR PHS740 111, He
PHS240
MW PHS215 MW PHS215 - - ; ; DN 95"
‘ dNeEIatlij Wllge(rj .Nose CNMG VU o8
PH5125 jouble side adius WNMG Mp,;:;,:‘gg?u
8 MW PHS215 MW PHS225 - - D
. ™ PH5125 MW PH5740 i i loe \ _ DNMG NN
PHS225 PHS240 TNMG MK 93°
P##N 93°
8  General cutting b8 Unstable cutting
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Guia De Selecao (Graus E Quebra-Aparas) para pastilhas negativas| Guia De Seleccién (Calidades Y Rompevirutas) para plaquitas negativas

DOUBLE SIDE ...NMG’S

Material » Medium Roughing Medium roughing Insert Holders
ISO ol Stability
Ip-Dreaker rade Ip-Dreaxer rade Ip-Dreaker rade e ®
workplace Chip-breaker ~ Grade  Chip-breaker ~ Grade  Chip-breaker  Grad Typ Typ
PH5125 ©)
o o PH7910 5 PH7910 HR PHS225 Negative Conventional Z
PH125 double side Nose Radius B\ZZN =
Austenitic SF PH7910 ss PH7910 HR #NMG ez
stainless steel s PHS225 Cj G LA —
PH5740 | Iy =
0
“q SF PH7920 SS PH7920 HR PHS240
on o MW PHS215 MW PHS215 - - Negative Wiper Nose MG prinss
X5CrNi189 PH5125 double side Radius WNMG M #N-K O5°
X5CrNiMo18 8 MW PHS215 MW PHo225 - - P##N 95
X15CrNiSi20 [:j |
D##N 93°
v MW PH5125 MW PH5740 i i loe _ DNMG Mi##N 93
PHS225 PHS240 TNMG Mp’;:;m';g}”
M PH5125
‘ SF PH7910 55 PH7910 HR PHS225 Negative Conventional
PHE125 double side Nose Radius B\ii:
Duplex stainless
e ‘ SF PH7920 SS PH7920 HR PHS225 [:j G #NMG ME#N-K
P##N
SS PH5740 PH5740 | lge
* SF PH7920 HR PHS240 HR PHS240
DIN ‘ Mw PHS215 - B . } Negative Wiper Nose CNMG ﬂ’é’éﬁ 255
X2CrNiMoSi19 double side Radius WNMG Mi##N-K 95°
X8CrNiMo27 ‘ - - - - - - P##N 95
X2CrNiMoN22 [:j oamor
L & - R R R - R oo ( DNMG M##N 93°
- WG | e
(o] Flat PH5705 Flat PH5320 HR PH5705 Negative Conventional DN
double side Nose Radius M##N
Grey cast iron 8 ST PH5320 ST PH5705 HR PH5705 C] #NMG MEENK
P##N
“q ST PH5320 ST PH5320 HR PH5320 | |5,
HB 220
DIN o Mw PH5320 Mw PH5320 ) i Negative Wiper Nose CNMG B\ﬁm 2?,'1
GG15 double side Radius WNMG M##N-K 95°
GG25 ‘ MW PH5320 MW PH5320 - - P##N 95°
N e
_ _ 0° M##N 93°
,. MW PH5320 MW PH5320 -~ INMG Mp’;:g\:\; l; ggu
(o] Flat PH5705 ST PH5705 HR PH5705 Negative Conventional D
double side Nose Radius M##N
Nodular cast iron ‘ ST PH5320 ST PH5320 HR PH5320 [:j #NMG M##N-K
P##N
* ST PH5320 ST PH5320 HR PH5320 | |5, G
HB 180
o (o] MW PH5320 MW PH5320 - - Negative Wiper Nose CNMG prinss
GGG40 double side Radius WNMG M##N-K 95°
GGG50 8 MW PH5320 MW PH5320 - - PHEN OS5
GGG70
| DNMG | méswar
_ . 0° ’
& MW PH5320 MW PH5320 TNV e
Titanium Alloys
V: o SF PH7920 MS PH7920 ss PH7920 Negative | Conventional D
DIN double side Nose Radius M##N
TiA5SN25 ‘ SF PH7920 MS PH7920 SS PH7920 #NMG MEENK
TiAl6V4 P##N
TiAI6VAELI ,v SF PH7920 MS PH7920 SS PH7920 lgo
@  Stable cutting 8  General cutting " & Unstable cutting

C-645
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SELECTION GUIDE (GRADES AND CHIP-BREAKERS) FOR NEGATIVE INSERTS

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

DOUBLE SIDE ...NMG'S

50 Material Stabilty Medium Roughing Medium roughing Insert Holders
Workplace Chip-breaker ~ Grade  Chipbreaker ~ Grade  Chip-breaker  Grade Type Type
Super Alloys o SF PH7920 MS PH7920 ss PH7920 Negative | Conventional
DIN MS double side Nose Radius I\E;tii'l\\ll
NICr19Col1MoTi ' SF PH7920 ss PH7920 SS PH7920 [:] #NMG M##N-K
NiFe35Cr14MoTi MS i P##N
CoCr20W15Ni * SF PH7920 S5 PH7920 SS PH7920 0°
AluAng;: " o Ms PH0910 M5 PH0910 . . Negative Conventional
double side Nose Radius B\iﬁj
Ave%ﬁ ‘ MS PH0910 MS PH0910 - - D #NMG MEEN-K
AlSi12 lge P##N
Cuzn37 & MS PH0910 MS PH0910 - -
@  Stable cutting 8  General cutting & Unstable cutting
SINGLE SIDE...CMT’S, BMT’S, CGT’S, RCMX'’S, RCMT’S
50 Material Stabiliy Medium Roughing Medium roughing Insert Holders
Workplace Chip-breaker ~ Grade  Chip-breaker ~ Grade  Chip-breaker ~ Grade Type Type
PH5115 PH5115 PH5115
Ve ° P lemeus | ™ | pias | M | pHeis | positive Conventional
steel P 0 PHSLS | | PHSL2S wp | PHSL25 | singleside noseradivs | yoyr | spac
PHG115 PHG125 PHG125 G #BMT | S##B
HB 110 PH5125 PH5125 PH5125 _D
* Pl omes | ™ | peis | M| pHais "
DIN PH5115 PH5115
15 ° Wl pheis | MY | prewss ] ; Positive Wiper CCMT | SHICO5°
C45 PH5115 PH5115 single side nose radius
c60 8 | W lees | M| ees | ] Q DT | gy o
" - PHLI5 | PH5115 ] ] D ey
PHG115 PHG115
PH5115 PH5115 PH5115 -
i P Ppes | ™ phas | M| o Posive Conventional
Lowallored R . PHSLS | o | PHSL® wp | prois | CTEESEE noseradius | uevr | saic
Steel PHG115 PHG125 PHG125 D G HBMT | S##B
PH5125 PH5125 PH5125 <
HB 180 * Pl mmeis | ™ | peis | M| pHeis
PH5115 PH5115
IN ; ] ,
21NiDCrM02 (o] FW PHGLLS MW PHELTS bositive Wlpe(;. CCMT | S##C95°
36CrNiMo4 PH5115 PH5115 ) ) single side nose radius
34CrMod £ o FW PHGLL5 Mw PHG115 Q DEMT | ¢y 30
2 " PHII5 | PH5115 ] ] p ey
PHG115 PHG115
PH5115 PH5115 PH5115
° Pl peas | ™ | pwers | M| pHGIS | positive Conventona
i : nose raaius
Hich alloved PH5115 PH5125 PH5125 single side #OMT S##C
R 8 | P s | M phas | ™| phais G #BT | Sk
PH5125 PH5125 PH5125 _p
HB 200 * P T mmes | ™| pes | ™| pHeis "
PH5115 PH5115
DIN ° Wl phais | MY | s - ; Positive Wiper COMT | SHHCO5°
34CrNiMo6 PH5115 PH5115 single side nose radius
PO 8 | R | oy | PEID ' D e B
& W PH5115 MW PH5115 ] ) p TCMT
PHG115 PHG115
@  Stable cutting 8  General cutting %  Unstable cutting
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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°)

palbit@ 1e2
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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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