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Shape Clearance Angle Tolerance Insert Type
80° Diamond 0° No rake d+0.05 m=0.08 Pin / Top clamp
s +0.13 Double sided

Insert designation Grade I (S r Catalog Nr.  Page
CNMP 120408 NN LT 10 12 4,76 0,8 TO000062 33
CNMP 120412 NN LT 10 12 4,76 1,2 TO000063 34

All Purpose Chipbreaker

Application Guide Super Finishing Finishing  Semi Finishing Roughing Interrrupted Cut

CNMP 120408 NN [fE= | [fEEEEE___ | |[fOSEEEEEE]| ([fEEEEE | [EEE |
CNMP 120412 NN | | [ ] [FEEEEEEEE] EEEEEEE EEEEEEE

PR T T T S T T S S R S S SR S
1 2 3 4NN 2 3 AN 2 3 JNENN1 2 3 4NN 2 3 4

80° Diamond shape, double sided inserts with positive chip breaker geometry. Generates low cut-
ting forces, suitable for High Temperature Alloys.

Not Recommended Acceptable Recommended Excellent

Stasnless Sieel
\f:‘

Machining Recommendation Guide - Please see Pg. 8
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CNMP 120408 NN Machining conditions Turning

Material Group GrouP

Material

Brinell

d.o.c [mm]

feed [mm/rev]

A max

V¢ [m/min]

* 2.
No' Examples™  faroness T max —min | max ™™ “min | max

ax
5.0

Optimal cutting
conditions

o | feod

350
Low Carbon IR fgg fgjg 180 | 050 50 | 021 045 | 18| 180 300 | 30 035
Steel ' 210 40 040 | 15 250
42 CrMo 4 180 50 | g 040 | 12 280
Alloy Steel 2 g}(ggz 280 | g M0 ' 040 | T2 0 oy B0 50 00
e 1060 20 | 0 40| 0% | 12 20 | 77
4140 320 35 ' 035 | 10 180
220 40 040 | 1.2 190
X40 CrMov 51| 280 40 040 | 12 150
0.50 0.18 70 25 028
™ H13C 320 30 035 | 08 130
ig 40 NiCrMo 6
Alloy Steel 3 a0 350 30 035 | 08 100
$2-10-1-8 | 400 25 030 | 06| 5 9 | 20 025
HSS M42 480 | 050 20 | 011 025 | 04 40 80 17 020
550 17 020 | 03| 3 70| 10 o018
4 |scmitg g | 210 50 | 020 040 | 10| 170 270 | 30 035
304 t0 250
Austenitic 5 [ecmmorrzel 20 1 050 40 | 018 035 | 08| 160 210 | 30 032
Stainless Steel 316 10270
6 |XGCMiMTI17122) 40 | 018 035 | 06 70 150 25 028
316 Ti Duplex / Nitronic
Ll 7 |x8C7  |ameaed| 050 40 | 022 035 | 09| 170 250 | 30 032
Stainless Steel 430
Martensitic | o |xisor13  (Amedd) o000 | g0 gas | ogg | 10 B0 0 g
Stainless Steel 410 Treated 120 190
6G 20 2.0 250
Grey) 6625 M0 | 050 50 | 015 o060 | 18| 170 230 | 30 035
Cast Iron t0 230
GG 30 18 210
GGG 40 210 15 230
Nodular GGG 50 260 | 050 50 | 015 050 [ 13| 120 1% | 30 030
Cast Iron GGG 70 310 1.2 150
G-x260Nicra2 | 450 | 050 17 | 011 025 | 04 | 30 50 | 1.0 = 018
Inconel 625 0.7 25 35
Inconel 718 | =------- 050 30 | 020 035 | 07| 28 40 | 20 028
Hastelloy C 0.8 40 65
TABVA | 050 30 | osg 0¥ | 08| 3 60| 20 030
140 030 | 06| 28 40 | 20 o028
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CNMP 120408 NN [(mmm | [fEEEEE | [iESEEEEEE] ([CEEEEE | [GEE ]

PR Y T O S T T S S R O S SR S
1 2 3 41 2 3 4JBEN1 2 3 4JHEN1 2 3 JNEN1 2 3 4
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Turning Machining conditions CNMP 120412 NN

Material Group GrouP

Material

Brinell

d.o.c [mm]

feed [mm/rev]

* 2.
No- Examples™  fardness T max ~min | max ™™ “min | max

ax
5.0

A max

V¢ [m/min]

Optimal cutting

conditions

“doc | feed

330
Low Carbon IR f'g;g fgjg 180 | 050 50 | 027 068 | 31| 180 280 | 40 = 050
Steel ’ 210 50 060 | 26 250
42 CrMo 4 180 5.0 060 | 26 280
5t 50-2 0.27
Alloy Steel 2 |cke0 230 | gy 50 060 1 20 120 250 40 045
e 1060 20 | 50 | . 05| 20 20 | 7T
4140 320 40 ) 053 | 17 180
220 5.0 060 | 20 190
X40 CrMov 51| 280 5.0 0.60 2.0 150
050 023 70 40 040
" H13C 320 40 053 | 16 130
ig 40 NiCrMo 6
Alloy Steel 3 430 350 40 053 | 16 100
$2-10-1-8 400 35 045 | 12| 50 9 | 34 036
HSS M42 480 | 050 30 | 014 035 | 09 40 80 29 030
550 25 028 | 06| 30 70 | 25 025
XscrNi18 9 | 210
4 . 0250 50 | 026 052 | 17| 170 270 | 40 040
Austenitic 5 |ecamorrzol 20 1 g0 50 | 023 046 | 14| 160 210 | 40 036
Stainless Steel 316 10270
g |X6Cmmoriiziz2l 50 | 023 046 | 10| 70 150 | 40 032
316 Ti Duplex / Nitronic
Ferritic 7 | X807 |ameaed| 050 50 | 029 046 | 15| 170 250 | 40 035
Stainless Steel 430
Martensitic | o |xisor13  [Amedd) (o0 oo | gog s | g5 | 170 B0 0 ga
Stainless Steel 410 Treated 120 190
6620 3.0 250
Garey 6625 M0 150 50 | 020 0% | 27| 170 230 | 40 060
Cast Iron t0 230 ’ ’ ’ ’ : : ’
GG 30 2.7 210
GGG 40 210 2.3 230
Nodular GGG 50 260 | 050 50 | 020 070 | 20 | 120 190 | 40 = 050
Cast Iron GGG 70 310 18 150
G-X260Nicra2 | 450 | 050 1.8 | 006 015 | 03| 30 50 [ 12 012
Inconel 625 14 25 35
Inconel 718 | --=----- 050 50 | 026 046 | 14 28 40 | 30 038
Hastelloy C 16 40 65
TmeV4 | 050 50 | 0o3 04| 16| 3 60| 30 038
T40 039 [ 12| 28 40 | 30 032
Insert designation  Super Finishing Finishing Semi Finishing  Roughing Interrrupted Cut
CNMP 120412 NN | | [emm | [fEEEEEEEE] EEEEEEE EEEEEEE
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