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Insert Nomenclature - ANSI

Clearance I.C.
_ Number of 1/16's on
Shape N= Cl a inserts less than 1/4" |.C.
_ J _ A= § Number of 1/8's on inserts
A= M= o3 1/4" 1.C. and over
\J B= §
B= O= Rectangle and
O it parallelogram inserts
C= require two digits:
C= P= @ Z\_;_/7 -1st, Number of 1/8's in Corner
width .
B B p= § _ o 0 = Sharp Corner 4 =1/16" radius
o= <> r= (O 11| i oS of s n 1=1/64" radius 6 = 3/32" radius
_ 2 =1/32" radius 8 = 1/8" radius
E= @ S= D D= E\/(B 2=1/4" 3=23/64"radius 12 = 3/16" radius
3=23/8"
- - E= ¢ . = 1/om A = Square w/ 45* chamfer
H <:> T A 20 g _ 513% D = Square w/ 30* chamfer
B B F= — Q" E = Square w/ 15* chamfer
K= E V= <§> ; 257 g - ?./- K = Square w/ 15* double chamfer
_ N = Truncated triangle insert
L= W= G= Q’L’w“ P = Flattened corner triangle
(o N M G - 4 3 2
Tolerance Geometry Thickness
_ & A s — — Number of 1/32's on
m A= D) K= inserts less than 1/4" IC
—T -
B= o——4 *L= g Number of 1/16's on
I j %-é - inserts 1/4" IC and over
N — - ¥ 7
d t=l c=— M=) 7 1=1/16"
2=1/8"
d t ‘D= gm N=[ 3=3/16"
A= +-0010 +-.0002 +/-.001 7 ‘51 = ;;‘116"
F = +/-.0005 +/-.0002 +/-.001 ‘E= A Q= Vr—¢ =t
C= +/-.0010 +/-.0005 +/-.001 = 6=23/8
H= +/-.0005 +/-.0005 +/-.001 = [ =
E= +/-.0010 +/-.0010 +/-.001 F //////// R ///////A
G = +/-.0010 +/-.0010 +/-.005 s o R —
] = +/-002 to +/-.006 +-0002 +/-.001 6=7 V) =1
*K = +/-.002 to +/-.006 +/-.0005 +/-.001 . , i _
L = +/-.002t0 +/-.006  +/-.0010 +/-.001 H=P—1) Y= —/
**M = +/-.002 to +/-.006 +/-.003 to +/-.008  +/-.005
**N = +/-.002 to +/-.006 +/-.003 to +/-.008  +/-.001 J= B 7 W= G—%
U= +/-003t0 +-.010 +/-.005to +-.015  +-.005 V4 1
X = Special Design

* Smaller than 1/4" I.C.

** Exact tolerance is determined by the size of the insert.

Geomtry:

B, C, H, J - countersink is between 70 - 90 degrees.

Q, T, U, W - countersink is between 40 - 60 degress.
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Insert Nomenclature - I1SO

Length of
Clearance Cutting Edge
Shape N=G ] (}
\+/O' l‘
f— 11— BY
\J A=
—
o ol B | <O
.- e e .
orner
o= e O || |0
b D — 00 = Round Insert 12 = 1,2mm
p= ¢ 00 = Sharp Corner 16 = 1,6mm
D= @ R= Q 11 02 = 0,2mm 24 = 2.4mm
_ 04 =0,4mm 32 =3,2mm
E= @ s= [ ] D= E\/,w —= == | lo8=08mm 40 = 4,0mm
_ _ E= O Q A = Square w/ 45* chamfer
= = g . v,
H <:> T A e 20 < ~ D = Square w/ 30* chamfer
_ _ F= o E = Square w/ 15* chamfer
K= E V= <§> ; - 25° :)fllaises than 10 use Oinfirst | | = square w/ 15* double chamfer
_ ' N = Truncated triangle insert
L= W = G= Q’L’w“ Example: 9,525 = 09 P = Flattened corner triangle
Cc N M G - 12 04 08
Tolerance Geometry Thickness
N T R
: : - G N | | A
A L1
g =] - c=7—) Q= /— N
- B - ¥ Vor—
d m t F= W R= U 0t
A= +/-0,025 +/- 0,005 +/- 0,025 . . . _
F= +-0,013 +/- 0,005 +/- 0,025 G=7 V) 7= Z—1/
C= +/-0,025 +/-0,013 +/- 0,025 . If less than 10 use 0 in
H= +/-0,013 +/- 0,013 +/- 0,025 H=z ——4 U= Fo—7 first place.
E= +-0025 +/- 0,025 +/-0,025 1 = P
G= +/-0,025 +/- 0,025 +/- 0,13 N — R — Example: 3,18 = 03
*J = +/-0,05 to +/- 0,15 +/- 0,005 s-0025| |¥= O W= 1/
*K= +/-0,05to +/-0,15 +/-0,013 +/- 0,025 X = Special Desi
*L = +/-0,05t0 +/- 0,15 +/- 0,025 +/- 0,025 = opecial Design
*M= +/-0,05to +/-0,15 +/-0,08to +/-0,20 +/-0,13
*N= +/-0,05to+/-0,15 +/-0,08 to +/-0,20 +/- 0,025
*U= +/-0,08to+/-0,25 +/-0,13to +/-0,38 +/-0,13
Geomtry:
B, C, H, J - countersink is between 70 - 90 degrees.
* Exact tolerance is determined by the size of the insert. Q, T, U, W - countersink is between 40 - 60 degress.
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Grades for Steel

P05 P10 P15 P20 P25 P30 P35 P40 P45
(03] C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

CVD Coated Grades ISO Machining Condition/Application

® For high speed machining of steel.
® Optimal for high speed machining of steel due to the

BC7S P05 ~ P15 combination of high hardness substrate and CVD coating.

® Medium to roughing for steel.
® Combining excellent fracture resistance substrate with

BC20N P15~ P30 chipping resistance and heat resistance increased stability.

® For medium to roughing, intermittent cutting of steel
and stainless steel.

® Combination of toughest substrate and coating having
superior chipping resistance provide wide coverage.

BC30 P25 ~ P35

® For high speed machining of steel.
® Optimal for high speed machining of steel due to the

BC20 P25 ~ P40 combination of high hardness substrate and CVD coating.

PVD Coated Grades ISO Machining Condition/Application

® For medium to roughing, interrupted turning of steel.

® Toughest sub-micron substrate with PVD TiAIN guarantee
superior property of prevent build-up edge, thus extending
and consistent tool life can be acquired.

BP93 P20 ~ P30

www.armtoolingsystems.com Page 6



Grades for Stainless Steel

MO05

M10 | M15

M20 | mM25 | M30 | M35 [ M40 | M45 | M50

BP90

Stainless
Steel
=

BC92

BC30 |

| BP93 |

CVD Coated Grades

BC92

BC30

PVD Coated Grades

BP90

BP93

ISO

M10 ~ M20

M15 ~ M25

ISO

MO01 ~M10

M25 ~ M40

Machining Condition/Application

® For high speed cutting of stainless steel.

® Matching of special substrate having excellent thermal
stability and CVD coating having superior chipping
resistance provide longer tool life.

® For medium to roughing, intermittent cutting of steel
and stainlees steel.

® Combination of toughest substrate and coating having
superior chipping resistance provide wide coverage.

Machining Condition/Application

® For high speed maching of difficult-to-cut material
and stainless steel.

® Hard coating guarantees pro-longed tool life at difficult-to-cut
material cutting.

® K-Gold coating.

® For medium to roughing, interrupted turning of stainless steel.

® Toughest sub-micron substrate with PVD TiAIN guarantee
superior property of prevent build-up edge, thus extending
and consistent tool life can be acquired.
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Grades for Cast Iron

K10 K15 K20
C3 (Semi-Finishing)

c
(©)
=
]
(2]
3]
(&)

CVD Coated Grades

BCK35

BCK65

BCK55

BCK45

ISO

K01 ~ K10

K05 ~ K15

K10 ~ K15

K10 ~ K20

K25 K30 K40 K45
C2 (General) C1 (Roughing)

Machining Condition/Application

® For high speed cutting of cast iron.
® Combination of hard substrate and thick CVD provide
excellent wear resistance.

® For general cutting for gray cast iron & ductile cast iron.
® Tough substrate and improved adhesion of thick coating
show superior wear resistance.

® For general, high effective cutting of gray cast iron
and ductile cast iron.

® Combination of tough substrate and thick CVD coating
provide wide coverage of cast iron machining.

o For effective cutting of cast iron at interupted cutting.
® Combination of soft substrate and thick CVD coating
provide stable cutting without breakage.
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Depth
of Cut

Chip Breakers for Turning
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Chip Breakers for Turning

For Finish Cutting
FF ® Good chip control quality on varied depth of cut.
Excellent cutting edge strength has been acquired due

to the special chip breaker.

Recommended depth of cut (inch): .012~.100
Recommended feed rate (IPR): .002~.014

Excellent chip control in varied depth of cut cutting.
Strong cutting edge toughness due to special design.

BF

Recommended depth of cut (inch): .010~.100
Recommended feed rate (IPR): .002~.015

Excellent chip control at shallow depth of cut and low feed.
Ecellent surface finish of work piece due to reduced
cutting force.

Suitable for fine boring.

Recommended depth of cut (inch): .004~.060

® Recommended feed rate (IPR): .002~.010

BFP

® Wide available chip control range from medium-finishing
to medium-roughing
® Suitable chip breaker for CNC machining.

Recommended depth of cut (inch): .040~.200
Recommended feed rate (IPR): .004~.020

Excellent chip control at wide range of cutting conditions.
Suitable for stainless steel cutting.

Recommended depth of cut (inch): .020~.140
Recommended feed rate (IPR): .002~.016

uuuuu

Suitable for interrupted cutting and cast iron machining.
Good surface finish due to low cutting force.
Suitable for both boring and outer diameter turning.

B50

® Recommended depth of cut (inch): .040~.120
i ® Recommended feed rate (IPR): .004~.012

For Medium to Rough Cutting
BR e Suitable for deep depth of cut and high feed cutting of steel
and cast iron.

® Suitable for intermittent cutting.

® Recommended depth of cut (inch): .118~.320
® Recommended feed rate (IPR): .012~.032

For Rough Cutting

ke ® Excellent chip control at deep depth of cut and fast feed

3 rate.

® Strong cutting edge makes excellent cutting performance
at intermittent cutting.

® Recommended depth of cut (inch): .100~.276

® Recommended feed rate (IPR): .010~.026
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CNMG inserts for Steel

Chipbreakers

Depth
of Cut

320 -
300 -
280
260 R
240
220
200 -
180
160 -
140
120 -
100
080
060
1040
020 -

feed rate
(IPR)

P05 P10 P15 P20 P25 P30 P35 P40 P45
C8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

cvD PVD
ANSI ) 10 g 2 R 2
Q S Q O o
[11] m (1] (1] 2]
CNMG-321-FF  |CNMG-090304-FF | e .
2 CNMG-322-FF  |CNMG-090308-FF | e .
& CNMG-431-FF  |CNMG-120404-FF | o .
£ CNMG-432-FF  CNMG-120408-FF e .
CNMG-433-FF  |CNMG-120412-FF .
CNMG-321-BN  |CNMG-090304-BN .
CNMG-322-BN  |CNMG-090308-BN .
CNMG-431-BN  |CNMG-120404-BN . . .
c CNMG-432-BN  |CNMG-120408-BN . . .
E CNMG-433-BN  |CNMG-120412-BN . .
3 CNMG-541-BN  |CNMG-160604-BN
= CNMG-542-BN  |CNMG-160608-BN . .
CNMG-543-BN  |CNMG-160616-BN .
CNMG-642-BN  |CNMG-190608-BN
CNMG-643-BN  |CNMG-190612-BN .

www.armtoolingsystems.com
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CNMG inserts for Steel (cont.)

CVD PVD
ANSI ) 2 g 2 R 2
o S Q &} o
m m (1] (1] 2]
CNMG-431-B50 CNMG-120404-B50 (] (] (] (]
CNMG-432-B50 CNMG-120408-B50 ° ° ° ° °
CNMG-433-B50 CNMG-120412-B50 ° ° ° °
£ /é ~ ICNMG-542-B50  |CNMG-160608-B50 . .
g \ s CNMG-543-B50 CNMG-160612-B50 ° °
= CNMG-641-B50 CNMG-190604-B50 ° L] ° °
CNMG-642-B50 CNMG-190608-B50 ° ° ° °
CNMG-643-B50 CNMG-190612-B50 ° ° °
CNMG-644-B50 CNMG-190616-B50 L ° ° °
CNMG-432-R CNMG-120408-R ° L] L] (]
CNMG-433-R CNMG-120412-R ° ° o °
CNMG-434-R CNMG-120416-R
CNMG-542-R CNMG-160608-R ° °
> CNMG-543-R CNMG-160612-R (] o o (]
'% CNMG-544-R CNMG-160616-R (]
3 CNMG-546-R CNMG-160624-R
o CNMG-642-R CNMG-190608-R ° °
CNMG-643-R CNMG-190612-R ° °
CNMG-644-R CNMG-190616-R ° ° ° °
CNMG-646-R CNMG-190624-R
CNMG-866-R CNMG-250924-R
www.armtoolingsystems.com Page 12




DNMG inserts for Steel

Depth
of Cut

.320
300 -
.280 -
.260
240
.220 -
.200 -

180
160 -
140
120 -
.100
.080 -
.060 -
.040
1020

Chipbreakers

feed rate
(IPR)

P10 P15 P20 P30 P35

C7 (Light Finishing)

C6 (Semi-Finishing)

BC75

Available Inserts

P40

P45

C5 (General)

cvD PVD
ANSI ) 10 g 2 R 2
Q S Q o o
[11] m (1] (1] 2]
DNMG-330.5-FF | DNMG-110402-FF .
DNMG-331-FF  |DNMG-110404-FF .
DNMG-332-FF  |DNMG-110408-FF .
2 DNMG-431-FF | DNMG-150404-FF .
Z ' DNMG-432-FF  |DNMG-150408-FF .
£ DNMG-433-FF  |DNMG-150412-FF
DNMG-441-FF  |DNMG-150604-FF | .
DNMG-442-FF  DNMG-150608-FF | e .
DNMG-443-FF  |DNMG-150612-FF .
DNMG-331-BN  DNMG-110404-BN .
DNMG-332-BN  |DNMG-110408-BN .
DNMG-333-BN  DNMG-110412-BN .
£ - DNMG-431-BN  |DNMG-150404-BN .
2 7 e DNMG-432-BN  |DNMG-150408-BN . .
= DNMG-433-BN  |DNMG-150412-BN .
DNMG-441-BN  DNMG-150604-BN . . .
DNMG-442-BN  |DNMG-150608-BN . . .
DNMG-443-BN  DNMG-150612-BN . .

www.armtoolingsystems.com
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DNMG inserts for Steel (cont.)

ANSI

ISO

CVvD

PVD

BC75
BC20N

BC30
BC20

BP93

Medium

V

DNMG-430.5-B50
DNMG-431-B50
DNMG-432-B50
DNMG-433-B50
DNMG-440.5-B50
DNMG-441-B50
DNMG-442-B50
DNMG-443-B50

DNMG-150402-B50
DNMG-150404-B50
DNMG-150408-B50
DNMG-150412-B50
DNMG-150602-B50
DNMG-150604-B50
DNMG-150608-B50
DNMG-150612-B50

//:‘

Roughing

DNMG-432-R
DNMG-433-R
DNMG-434-R
DNMG-442-R
DNMG-443-R
DNMG-444-R

DNMG-150408-R
DNMG-150412-R
DNMG-150416-R
DNMG-150608-R
DNMG-150612-R
DNMG-150616-R

www.armtoolingsystems.com
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SNMG inserts for Steel

Depth
of Cut

.320 A
.300
.280 -
.260
.240
.220
.200 A
1180
.160 -
.140
1120 A
.100 A
.080
.060
.040
.020 A

Chipbreakers

feed rate
(IPR)

P05 P10 P15 P20 P25 P30 P35
C8 C7 (Light Finishing) C6 (Semi-Finishing)

BC75

Available Inserts

P40

P45

C5 (General)

CVD PVD
ANSI ) 10 g 2 R 2
Q S Q O o
[11] m (1] (1] 2]
SNMG-321-FF  |SNMG-090304-FF .
2 SNMG-322-FF  |SNMG-090308-FF
5 SNMG-431-FF  |SNMG-120404-FF .
£ SNMG-432-FF  |SNMG-120408-FF | e .
SNMG-321BN  |SNMG-090304-BN .
c SNMG-322BN  |SNMG-090308-BN .
s SNMG-431-BN  |SNMG-120404-BN . . .
8 SNMG-432BN  |SNMG-120408-BN . . .
= SNMG-433-BN  |SNMG-120412-BN . . .
SNMG-643-BN  |SNMG-190612-BN
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SNMG inserts for Steel (cont.)

CvD PVD
4
ANSI ISO g S § § §
@ Q @ @ o
SNMG-322-B50 SNMG-090308-B50 ° ° o
SNMG-431-B50 SNMG-120404-B50 o ° ° o
SNMG-432-B50 SNMG-120408-B50 ° ° ° o o
SNMG-433-B50 SNMG-120412-B50 ° ° o
P SNMG-434-B50 SNMG-120416-B50 °
£ o SNMG-542-B50 SNMG-150608-B50 °
g \@ SNMG-543-B50 SNMG-150612-B50 ° o
= N SNMG-544-B50 SNMG-150616-B50 ° o
SNMG-642-B50 SNMG-190608-B50 ° ° ° o
SNMG-643-B50 SNMG-190612-B50 o o o o
SNMG-644-B50 SNMG-190616-B50 o ° ° o
SNMG-854-B50 SNMG-250716-B50 o
SNMG-856-B50 SNMG-250724-B50
SNMG-432-R SNMG-120408-R
SNMG-433-R SNMG-120412-R ° °
SNMG-434-R SNMG-120416-R
SNMG-542-R SNMG-150608-R o ° ° o
o SNMG-543-R SNMG-150612-R ° ° o
= /26\\ SNMG-544-R SNMG-150616-R
> \, " | SNMG-546-R SNMG-150624-R
g 5 SNMG-642-R SNMG-190608-R o o
v SNMG-643-R SNMG-190612-R o o o
SNMG-644-R SNMG-190616-R ° ° ° °
SNMG-646-R SNMG-190624-R
SNMG-856-R SNMG-250724-R
SNMG-866-R SNMG-250924-R i i d
www.armtoolingsystems.com Page 16




TNMG inserts for Steel

Chipbreakers

Depth
of Cut

320
300 -
280
1260 1 R
240
220
200 -
180
160
140
120
100 -
080
060 |
1040
020

feed rate
(IPR)

P05 P10 P15 P20 P30 P35 P40 P45
C8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

cvD PVD
ANSI ) 10 g 2 R 2
Q S Q o o
[11] m (1] (1] 2]
TNMG-221-FF [ TNMG-110304-FF .
o TNMG-331-FF  TNMG-160404-FF .
£ TNMG-332-FF  |TNMG-160408-FF | .
2 TNMG-333-FF | TNMG-160412-FF .
i TNMG-431-FF | TNMG-220404-FF .
TNMG-432-FF  TNMG-220408-FF .
TNMG-221-BF | TNMG-110304-BF
o TNMG-331-BF  TNMG-160404-BF
= TNMG-332-BF  |TNMG-160408-BF
2 TNMG-333-BF | TNMG-160412-BF
i TNMG-431-BF  |TNMG-220404-BF
TNMG-432-BF  TNMG-220408-BF
TNMG-222BN  |TNMG-110308-BN .
TNMG-331-BN | TNMG-160404-BN .
£ _ TNMG-332-BN | TNMG-160408-BN . .
. ﬂ@l TNMG-333-BN | TNMG-160412-BN . .
2 . |TNMG431-BN  |[TNMG-220404-BN . .
TNMG-432-BN | TNMG-220408-BN . .
TNMG-433-BN | TNMG-220412-BN . .
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TNMG inserts for Steel (cont.)

CVD PVD
ANSI ) 2 g 8 R 2
o S Q &} o
11] @ (1] (1] 2]
TNMG-222-B50 TNMG-110308-B50
TNMG-321-B50 TNMG-160304-B50
TNMG-322-B50 TNMG-160308-B50 °
TNMG-323-B50 TNMG-160312-B50
TNMG-324-B50 TNMG-160316-B50
TNMG-331-B50 TNMG-160404-B50 ° L] L] (]
TNMG-332-B50 TNMG-160408-B50 ° ° ° ° °
TNMG-333-B50 TNMG-160412-B50 °
g ; TNMG-334-B50 TNMG-160416-B50
g / @\ TNMG-431-B50 TNMG-220404-B50 ° L] L] (]
= TNMG-432-B50 TNMG-220408-B50 (] (] L] (]
T I TNMG-433-B50 TNMG-220412-B50 °
TNMG-434-B50 TNMG-220416-B50 ° ° °
TNMG-436-B50 TNMG-220424-B50
TNMG-542-B50 TNMG-270608-B50 ° ° °
TNMG-543-B50 TNMG-270612-B50 ° ° ° °
TNMG-544-B50 TNMG-270616-B50 °
TNMG-654-B50 TNMG-330716-B50 ° ° °
TNMG-666-B50 TNMG-330924-B50
TNMG-332-R TNMG-160408-R ° L]
TNMG-333-R TNMG-160412-R ° °
TNMG-432-R TNMG-220408-R ° L] °
> /_\ TNMG-433-R TNMG-220412-R °
'% ©\ TNMG-434-R TNMG-220416-R L] o
3 o v~ |TNMG-542-R TNMG-270608-R
o S [TNMG-543-R TNMG-270612-R °
TNMG-548-R TNMG-270632-R
TNMG-654-R TNMG-330716-R
TNMG-666-R TNMG-330924-R
www.armtoolingsystems.com Page 18




VNMG inserts for Steel

P05
(03]

P10

C7 (Light Finishing)

Depth
of Cut

.320 1
.300 4
.280 1
.260
.240 1
.220 1
.200 4
1180 1

.160
140 1
1120 1
.100 A
.080 1
.060 -
.040 1
.020 1

Chipbreakers

feed rate
(IPR)

P15 P20 1) P30 P35

C6 (Semi-Finishing)

BC75

Available Inserts

P40

P45

C5 (General)

cVD PVD
ANSI ISO 10 3 S 8 P
8) g 8} 13 o
@ S @ @ o
VNMG-3305-FF  |VNMG-160402-FF .
e VNMG-331-FF VNMG-160404-FF . .
< VNMG-332-FF VNMG-160408-FF .
C
£
VNMG-331-BN __ |VNMG-160404-BN . . .
£ ~ VNMG-332-BN  |VNMG-160408-BN . . .
— K
- W VNMG-333-BN  |VNMG-160412-BN .
2 VNMG-431-BN  |VNMG-220404-BN
VNMG-432-BN  |VNMG-220408-BN

www.armtoolingsystems.com
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WNMG inserts for Steel

Chipbreakers

Depth
of Cut

320 -
300 -
280
1260 R
240
220 -
200 -
180
160
140
120
100
1080
1060
040 -
020 -

feed rate
(IPR)

P05 P10 P15 P20 P25 P30 P35 P40 P45
Cc8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

CVD PVD
ANSI IS0 0 g 2 8 2
o o 8] 3) o
m m m m 11]
WNMG-331-FF WNMG-060404-FF . .
g s WNMG-332-FF WNMG-060408-FF . .
X ng WNMG-431-FF WNMG-080404-FF o o
& | |WNMG-432-FF WNMG-080408-FF .
WNMG-331-BN WNMG-060404-BN .
c WNMG-332-BN WNMG-060408-BN . .
E WNMG-333-BN WNMG-060412-BN 3
g WNMG-431-BN WNMG-080404-BN . .
WNMG-432-BN WNMG-080408-BN . . .
WNMG-433-BN WNMG-080412-BN . .
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WNMG inserts for Steel (cont.)

Available Inserts

CVvD PVD
ANSI IS0 o g 2 R 2
Q S Q o o
[a1] m (1] (1] [11]
WNMG-431-B50 WNMG-080404-B50
g \ WNMG-432-B50 WNMG-080408-B50 ° ] o o
g C WNMG-433-B50 WNMG-080412-B50
L M
> WNMG-332-R WNMG-060408-R
£ /K WNMG-333-R WNMG-060412-R
_C r
5 @ L WNMG-432-R WNMG-080408-R . . . .
£ \‘ﬂ; WNMG-433-R WNMG-080412-R ° ° ° °
] WNMG-434-R WNMG-080416-R
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CNMG inserts for Stainless Steel

Depth
of Cut

1320
300 -
.280 -
.260 -
240
220
200
1180 -
160
140
120
.100
.080 -
.060
.040
1020

Chipbreakers

o feed rate

§§§§55555§S§S§§8 (IPR)
Grades
Mos | M10 | M15 | wm20 | M25 | Mm30 | M35 | M40 | M45 | M50
§ _ BP90 |
8| m | BC92 |
g » | BC30 |
| BP93
Available Inserts
CcCVvD PVD
ANSI ISO Y b 3 P
O (&] o o
m m m m
CNMG-321-BN CNMG-090304-BN
CNMG-322-BN CNMG-090308-BN
CNMG-431-BN CNMG-120404-BN . . °
e CNMG-432-BN CNMG-120408-BN . . . .
2 CNMG-433-BN CNMG-120412-BN . .
D CNMG-541-BN CNMG-160604-BN
= CNMG-542-BN CNMG-160608-BN .
CNMG-543-BN CNMG-160616-BN .
CNMG-642-BN CNMG-190608-BN
CNMG-643-BN CNMG-190612-BN .
CNMG-431-B50 CNMG-120404-B50 .
CNMG-432-B50 CNMG-120408-B50 . .
CNMG-433-B50 CNMG-120412-B50 .
£ <@> CNMG-542-B50 CNMG-160608-B50 .
B / CNMG-543-B50 CNMG-160612-B50
= CNMG-641-B50 CNMG-190604-B50 .
CNMG-642-B50 CNMG-190608-B50 .
CNMG-643-B50 CNMG-190612-B50 .
CNMG-644-B50 CNMG-190616-B50 .

www.armtoolingsystems.com
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CNMG inserts for Stainless Steel (cont.)

CcVvD PVD
ANSI ISO & @ 3 &
(& (& o o
1] [11] m 2]
CNMG-432R CNMG-120408-R .
CNMG-433-R CNMG-120412-R .
CNMG-434-R CNMG-120416-R
CNMG-542-R CNMG-160608-R
o CNMG-543-R CNMG-160612-R .
£ \fﬁff }> CNMG-544-R CNMG-160616-R
S “ 4 [cNMG-546-R CNMG-160624-R
o CNMG-642-R CNMG-190608-R
CNMG-643R CNMG-190612-R
CNMG-644-R CNMG-190616-R .
CNMG-646-R CNMG-190624-R
CNMG-866-R CNMG-250924-R

www.armtoolingsystems.com




DNMG inserts for Stainless Steel

Depth
of Cut

1320
300 -
.280 -
.260 -
240
220
200
1180 -
160
140
120
.100
.080 -
.060
.040
1020

Chipbreakers

feed rate

(IPR)

Grades
Mos | M10 | M15 | wm20 | M25 | Mm30 | M35 | M40 | M45 | M50
§_ BP90 |
€8 | BCO2 |
g"’ | BC30 |
| BP93
Available Inserts
CVD PVD
ANSI ISO S b 3 P
O O o o
m m m m
DNMG-331-BN DNMG-110404-BN
DNMG-332-BN DNMG-110408-BN
DNMG-333-BN DNMG-110412-BN
£ 4 :(\ v |DNMG-431-BN DNMG-150404-BN
T B ﬁ DNMG-432-BN DNMG-150408-BN .
= . DNMG-433-BN DNMG-150412-BN
DNMG-441-BN DNMG-150604-BN . . .
DNMG-442-BN DNMG-150608-BN . . .
DNMG-443-BN DNMG-150612-BN . .
DNMG-430.5-B50 |DNMG-150402-B50
DNMG-431-B50 DNMG-150404-B50 .
e DNMG-432-B50 DNMG-150408-B50 .
2 @  DNMG-433-B50 DNMG-150412-B50
g / DNMG-440.5-B50 |DNMG-150602-B50
' DNMG-441-B50 DNMG-150604-B50 .
DNMG-442-B50 DNMG-150608-B50 . .
DNMG-443-B50 DNMG-150612-B50
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DNMG inserts for Stainless Steel (cont.)

cvD PVD

ANSI IS0 & A S 3

Q Q o o

[11] 1] [11] [a1]
DNMG-432R DNMG-150408-R
o , DNMG-433-R DNMG-150412-R
£ (@ -, DNMG434R DNMG-150416-R

3 \’ DNMG-442-R DNMG-150608-R .

0 ‘ DNMG-443-R DNMG-150612-R
DNMG-444-R DNMG-150616-R
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SNMG inserts for Stainless Steel

Depth
of Cut

1320
300 -
.280 -
.260 -
240
220
200
1180 -
160
140
120
.100
.080 -
.060
.040
1020

Chipbreakers

o feed rate

CESER R s Ry (IPR)
Grades
Mos | M10 | M15 | wm20 | M25 | Mm30 | M35 | M40 | M45 | M50
" _ BP90 |
20
£ | BC92 |
) ) | BC30 |
(7]
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
O O o o
m m m 11]
SNMG-321-BN SNMG-090304-BN
e SNMG-322-BN SNMG-090308-BN
2 SNMG-431-BN SNMG-120404-BN ° ) °
o} SNMG-432-BN SNMG-120408-BN ° ° °
= SNMG-433-BN SNMG-120412-BN ° ° °
SNMG-643-BN SNMG-190612-BN
SNMG-322-B50 SNMG-090308-B50 °
SNMG-431-B50 SNMG-120404-B50 )
SNMG-432-B50 SNMG-120408-B50 ° ° °
SNMG-433-B50 SNMG-120412-B50 °
SNMG-434-B50 SNMG-120416-B50 °
£ SNMG-542-B50 SNMG-150608-B50 °
g \@/ SNMG-543-B50 SNMG-150612-B50
= SNMG-544-B50 SNMG-150616-B50
SNMG-642-B50 SNMG-190608-B50 °
SNMG-643-B50 SNMG-190612-B50 °
SNMG-644-B50 SNMG-190616-B50 °
SNMG-854-B50 SNMG-250716-B50
SNMG-856-B50 SNMG-250724-B50
www.armtoolingsystems.com Page 26




SNMG inserts for Stainless Steel (cont.)

CVD PVD
ANSI ISO P a 3 P
(&] (&] o o
m m m m
SNMG-432-R SNMG-120408-R
SNMG-433-R SNMG-120412-R
SNMG-434-R SNMG-120416-R
SNMG-542-R SNMG-150608-R .
o SNMG-543-R SNMG-150612-R .
£ SNMG-544-R SNMG-150616-R
E SNMG-546-R SNMG-150624-R
e SNMG-642-R SNMG-190608-R
SNMG-643-R SNMG-190612-R
SNMG-644-R SNMG-190616-R .
SNMG-646-R SNMG-190624-R
SNMG-856-R SNMG-250724-R
SNMG-866-R SNMG-250924-R o

www.armtoolingsystems.com




TNMG inserts for Stainless Steel

Chipbreakers

Depth
of Cut

1320 A
1300 A
280
1260 R
1240 A
220
200 A
180
160
140 A
120 A
100 A
1080
060
1040 A
1020

feed rate
(IPR)

Grades
Mo5 [ m10 | m15 | M20 | mM25 | wm30 | M35 | M40 | M45 [ M50
» _ BP90 |
L0
8 M | BC92 |
Ih | BC30 |
n
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
O O o o
m m m 11]
TNMG-222-BN TNMG-110308-BN
TNMG-331-BN TNMG-160404-BN 3
£ / TNMG-332-BN TNMG-160408-BN . . .
5 A@\  TNMG-333-BN  TNMG-160412-BN
p— e TNMG-431-BN TNMG-220404-BN .
TNMG-432-BN TNMG-220408-BN . .
TNMG-433-BN TNMG-220412-BN .
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TNMG inserts for Stainless Steel (cont.)

CVD PVD
ANSI ISO S a 3 >
O O o o
11] 11] [11] o
TNMG-222-B50 TNMG-110308-B50
TNMG-321-B50 TNMG-160304-B50
TNMG-322-B50 TNMG-160308-B50 °
TNMG-323-B50 TNMG-160312-B50
TNMG-324-B50 TNMG-160316-B50
TNMG-331-B50 TNMG-160404-B50 L]
TNMG-332-B50 TNMG-160408-B50 °
TNMG-333-B50 TNMG-160412-B50 °
g ; TNMG-334-B50 TNMG-160416-B50
g / @\ TNMG-431-B50 TNMG-220404-B50 o
= TNMG-432-B50 TNMG-220408-B50 (]
T I TNMG-433-B50 TNMG-220412-B50 °
TNMG-434-B50 TNMG-220416-B50 °
TNMG-436-B50 TNMG-220424-B50
TNMG-542-B50 TNMG-270608-B50 °
TNMG-543-B50 TNMG-270612-B50 °
TNMG-544-B50 TNMG-270616-B50
TNMG-654-B50 TNMG-330716-B50
TNMG-666-B50 TNMG-330924-B50
TNMG-332-R TNMG-160408-R
TNMG-333-R TNMG-160412-R
TNMG-432-R TNMG-220408-R
> /_\ TNMG-433-R TNMG-220412-R
'% ©\ TNMG-434-R TNMG-220416-R
3 o v~ |TNMG-542-R TNMG-270608-R
o S [TNMG-543-R TNMG-270612-R
TNMG-548-R TNMG-270632-R
TNMG-654-R TNMG-330716-R
TNMG-666-R TNMG-330924-R
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VNMG inserts for Stainless Steel

Depth

Chipbreakers

of Cut
.320 1
.300 1
.280 1
.260 1
240 1
220 1
.200
180 1
160 1
140 1
120 1
.100
.080 1
.060 1
.040 1
.020 -
NEEEiizetRuSHREy e
eedceaeceoaoeeaeaee (IPR)
Grades
Mo5 [ m10 | m15 | M20 | mM25 | wm30 | M35 | M40 | M45 [ M50
§ _ BP90 |
<3|l m | BC92 |
% N | BC30 |
\ BP93
Available Inserts
CVvD PVD
ANSI ISO S a 3 P
o o o a
0 0 o0 [
VNMG-331-BN VNMG-160404-BN ° ° °
g T — VNMG-332-BN VNMG-160408-BN (] ] (]
g e ® il VNMG-333-BN VNMG-160412-BN
= VNMG-431-BN VNMG-220404-BN
VNMG-432-BN VNMG-220408-BN
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WNMG inserts for Stainless Steel

Depth
of Cut

.320
.300
.280
260
240
.220
.200 A
1180
160
140
1120 A
100 -
.080
.060
1040
.020

Chipbreakers

feed rate
(IPR)

Grades
Mo5 [ m1i0 | m15 | M20 | mM25 | wm30 | M35 | M40 | M45 [ M50
§— BP90 |
<38l m | BC92 |
g"’ | BC30 |
| BP93
Available Inserts
CVD PVD
ANSI ISO S 8 S >
(8] (8] o o
m m m a1]
WNMG-331-BN WNMG-060404-BN
€ X WNMG-332-BN WNMG-060408-BN o
2 /O‘K WNMG-333-BN WNMG-060412-BN
3 = "2 % WNMG-431-BN WNMG-080404-BN
= L WNMG-432-BN WNMG-080408-BN o o o o
WNMG-433-BN WNMG-080412-BN o
WNMG-431-B50  |WNMG-080404-B50
£ \ WNMG-432-B50  |WNMG-080408-B50 o
g - \  WNMG-433-B50  |WNMG-080412-B50
5 WNMG-332-R WNMG-060408-R
£ Al WNMG-333-R WNMG-060412-R
> (@B WNMG-432R WNMG-080408-R .
2 | |WNMG-433R WNMG-080412-R o
o WNMG-434-R WNMG-080416-R

www.armtoolingsystems.com
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CNMG inserts for Cast Iron

c
(o)
=
-t
(2]
©
(&

P

K05
C4

Depth
of Cut

1320 1
.300 A
.280 1
.260
.240
.220 1
.200 4
1180 1
.160
140
1120 4
.100 A
.080 1
.060
.040 1
.020 1

Chipbreakers

BR

K10 K15

C3 (Semi-Finishing)

K20

Available Inserts

C2 (General)

feed rate
(IPR)

K40 K45
C1 (Roughing)

CcvD PVD
ANSI ISO 3 S 3 3
X X X X
o o o o
(1] (1] [11] [11]
CNMG-321-BN CNMG-090304-BN °
CNMG-322-BN CNMG-090308-BN °
CNMG-431-BN CNMG-120404-BN ° °
£ CNMG-432-BN CNMG-120408-BN . ° °
3 CNMG-433-BN CNMG-120412-BN ° °
3 CNMG-541-BN CNMG-160604-BN
= CNMG-542-BN CNMG-160608-BN °
CNMG-543-BN CNMG-160616-BN °
CNMG-642-BN CNMG-190608-BN °
CNMG-643-BN CNMG-190612-BN
CNMG-431-B50 CNMG-120404-B50 °
CNMG-432-B50 CNMG-120408-B50 ° ° °
CNMG-433-B50 CNMG-120412-B50 °
g CNMG-542-B50 CNMG-160608-B50
g CNMG-543-B50 CNMG-160612-B50
= CNMG-641-B50 CNMG-190604-B50
CNMG-642-B50 CNMG-190608-B50 °
CNMG-643-B50 CNMG-190612-B50 °
CNMG-644-B50 CNMG-190616-B50
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CNMG inserts for Cast Iron (cont.)

CVD PVD
ANSI ISO 3 S 3 3
X X X X
O O (&] (&]
m m (1] (1]
CNMG-432-BR CNMG-120408-BR (] o o (]
CNMG-433-BR CNMG-120412-BR ° ° ° °
o CNMG-434-BR CNMG-120416-BR
'g; CNMG-542-BR CNMG-160608-BR ° °
3 CNMG-543-BR CNMG-160612-BR ° °
x CNMG-544-BR CNMG-160616-BR L]
L CNMG-546-BR CNMG-160624-BR
S CNMG-642-BR CNMG-190608-BR ° °
3 CNMG-643-BR CNMG-190612-BR (] (]
= CNMG-644-BR CNMG-190616-BR L]
CNMG-646-BR CNMG-190624-BR
CNMG-866-BR CNMG-250924-BR
CNMG-432-R CNMG-120408-R
CNMG-433-R CNMG-120412-R
CNMG-434-R CNMG-120416-R
CNMG-542-R CNMG-160608-R
> CNMG-543-R CNMG-160612-R
'.g’ CNMG-544-R CNMG-160616-R
3 CNMG-546-R CNMG-160624-R
o CNMG-642-R CNMG-190608-R
CNMG-643-R CNMG-190612-R
CNMG-644-R CNMG-190616-R
CNMG-646-R CNMG-190624-R
CNMG-866-R CNMG-250924-R
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DNMG inserts for Cast Iron

c
(o)
=
-t
(2]
©
(&

K05
C4

Depth
of Cut

1320 1
.300 A
.280 1
.260
.240
.220 1
.200 4
1180 1
.160
140
1120 4
.100 A
.080 1
.060
.040 1
.020 1

Chipbreakers

BR

K10 K15

C3 (Semi-Finishing)

P

K20

Available Inserts

C2 (General)

feed rate
(IPR)

K40

C1 (Roughing)

K45

CVvD PVD
7] 0 n n
ANSI Iso o © © N
o o Q [&]
(1] (1] [11] [11]
DNMG-331-BN DNMG-110404-BN
DNMG-332-BN DNMG-110408-BN °
DNMG-333-BN DNMG-110412-BN °
1S - DNMG-431-BN DNMG-150404-BN °
% <;<. DNMG-432-BN DNMG-150408-BN °
= DNMG-433-BN DNMG-150412-BN L]
DNMG-441-BN DNMG-150604-BN ° °
DNMG-442-BN DNMG-150608-BN . ° °
DNMG-443-BN DNMG-150612-BN ° °
DNMG-430.5-B50 |DNMG-150402-B50
DNMG-431-B50 DNMG-150404-B50
£ DNMG-432-B50 DNMG-150408-B50 °
__g i> DNMG-433-B50 DNMG-150412-B50
ke v DNMG-440.5-B50  DNMG-150602-B50
DNMG-441-B50 DNMG-150604-B50 °
DNMG-442-B50 DNMG-150608-B50 °
DNMG-443-B50 DNMG-150612-B50 °
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DNMG inserts for Cast Iron (cont.)

CVD PVD

ANSI ISO 3 S e 3

X X X X

O O (@] (@]

[21] [21] m m
o DNMG-431-BR ___ |DNMG-150404-BR
5 DNMG-432-BR  DNMG-150408-BR
5 DNMG-433-BR  |DNMG-150412-BR
& DNMG-434-BR  |DNMG-150416-BR
IS DNMG-441-BR  |DNMG-150604-BR
£ DNMG-442-BR  IDNMG-150608-BR
g DNMG-443-BR  |DNMG-150612-BR
= DNMG-444-BR  DNMG-150616-BR
DNMG-432-R DNMG-150408-R
o .. DNMG433R DNMG-150412-R
£ @ - DNMG434R DNMG-150416-R
S \—’ DNMG-442-R DNMG-150608-R
i : DNMG-443-R DNMG-150612-R
DNMG-444-R DNMG-150616-R
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SNMG inserts for Cast Iron

Cast Iron

P

K05
C4

Depth
of Cut

1320 1
.300 A
.280 1
.260
.240
.220 1
.200 4
1180 1
.160
140
1120 4
.100 A
.080 1
.060
.040 1
.020 1

Chipbreakers

BR

K10 K15

C3 (Semi-Finishing)

K20

Available Inserts

C2 (General)

feed rate
(IPR)

K40 K45
C1 (Roughing)

CvD PVD
ANSI ISO 3 S 13 3
¥ ¥ ¥ 4
o o o o
m m 0 0
SNMG-321-BN SNMG-090304-BN
£ SNMG-322-BN SNMG-090308-BN
= SNMG-431-BN SNMG-120404-BN ] o
3 SNMG-432-BN SNMG-120408-BN . . .
= SNMG-433-BN SNMG-120412-BN o
SNMG-643-BN SNMG-190612-BN
SNMG-322-B50 SNMG-090308-B50
SNMG-431-B50 SNMG-120404-B50 ]
SNMG-432-B50 SNMG-120408-B50 o
SNMG-433-B50 SNMG-120412-B50 °
SNMG-434-B50 SNMG-120416-B50
g SNMG-542-B50 SNMG-150608-B50
S SNMG-543-B50 SNMG-150612-B50
= SNMG-544-B50 SNMG-150616-B50
SNMG-642-B50 SNMG-190608-B50 °
SNMG-643-B50 SNMG-190612-B50 ]
SNMG-644-B50 SNMG-190616-B50
SNMG-854-B50 SNMG-250716-B50
SNMG-856-B50 SNMG-250724-B50
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SNMG inserts for Cast Iron (cont.)

CVD PVD

n n n 0n

ANSI ISO 9 © o 3

(&) (&) (&) (&)

m m m m
SNMG-431-BR SNMG-120404-BR

o SNMG-432-BR SNMG-120408-BR . . o

S SNMG-433-BR SNMG-120412-BR o o o
3 SNMG-542-BR SNMG-150608-BR
4 SNMG-543-BR SNMG-150612-BR
2 SNMG-642-BR SNMG-190608-BR

§ SNMG-643-BR SNMG-190612-BR .
3 SNMG-644-BR SNMG-190616-BR
= SNMG-856-BR SNMG-250724-BR
SNMG-866-BR SNMG-250924-BR
SNMG-432-R SNMG-120408-R
SNMG-433-R SNMG-120412-R
SNMG-434-R SNMG-120416-R
SNMG-542-R SNMG-150608-R
o SNMG-543-R SNMG-150612-R
£ /8\ SNMG-544-R SNMG-150616-R
o N;/ SNMG-546-R SNMG-150624-R
2 SNMG-642-R SNMG-190608-R
SNMG-643-R SNMG-190612-R
SNMG-644-R SNMG-190616-R
SNMG-646-R SNMG-190624-R
SNMG-856-R SNMG-250724-R
SNMG-866-R SNMG-250924-R
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TNMG inserts for Cast Iron

Chipbreakers

Depth
of Cut

1320 1
.300 A
.280 1
.260
.240
.220 1
.200 4
1180 1
.160
140
1120 4
.100 A
.080 1
.060
.040 1
.020 1

BR

feed rate
(IPR)

K05 K10 K15 K20 K40 K45
C4 C3 (Semi-Finishing) C2 (General) C1 (Roughing)

Cast Iron
A

Available Inserts

CVD PVD
ANSI ISO 3 S i 3
X X X X
O O (&) (&)
[11] [21] m m
TNMG-222-BN | TNMG-110308-BN .
TNMG-331-BN | TNMG-160404-BN . .
£ TNMG-332-BN | TNMG-160408-BN . . .
= TNMG-333-BN | TNMG-160412-BN .
2 TNMG-431-BN | TNMG-220404-BN .
TNMG-432-BN | TNMG-220408-BN .
TNMG-433-BN | TNMG-220412-BN
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TNMG inserts for Cast Iron (cont.)

CVD PVD
ANSI ISO 3 S 3 3
X X X X
O O (&] (&]
11] 11] (1] (1]
TNMG-222-B50 TNMG-110308-B50
TNMG-321-B50 TNMG-160304-B50
TNMG-322-B50 TNMG-160308-B50
TNMG-323-B50 TNMG-160312-B50
TNMG-324-B50 TNMG-160316-B50
TNMG-331-B50 TNMG-160404-B50
TNMG-332-B50 TNMG-160408-B50
TNMG-333-B50 TNMG-160412-B50
g TNMG-334-B50 TNMG-160416-B50
g TNMG-431-B50 TNMG-220404-B50
= TNMG-432-B50 TNMG-220408-B50
TNMG-433-B50 TNMG-220412-B50
TNMG-434-B50 TNMG-220416-B50
TNMG-436-B50 TNMG-220424-B50
TNMG-542-B50 TNMG-270608-B50
TNMG-543-B50 TNMG-270612-B50
TNMG-544-B50 TNMG-270616-B50
TNMG-654-B50 TNMG-330716-B50
TNMG-666-B50 TNMG-330924-B50
TNMG-332-BR TNMG-160408-BR o
_E’ TNMG-333-BR TNMG-160412-BR °
o) TNMG-432-BR TNMG-220408-BR o
é TNMG-433-BR TNMG-220412-BR °
o TNMG-434-BR TNMG-220416-BR
= TNMG-542-BR TNMG-270608-BR
% TNMG-543-BR TNMG-270612-BR
g TNMG-544-BR TNMG-270616-BR
TNMG-666-BR TNMG-330924-BR
TNMG-332-R TNMG-160408-R
TNMG-333-R TNMG-160412-R
TNMG-432-R TNMG-220408-R
> TNMG-433-R TNMG-220412-R
'.g’ TNMG-434-R TNMG-220416-R
3 TNMG-542-R TNMG-270608-R
o TNMG-543-R TNMG-270612-R
TNMG-548-R TNMG-270632-R
TNMG-654-R TNMG-330716-R
TNMG-666-R TNMG-330924-R
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VNMG inserts for Cast Iron

Chipbreakers

Depth
of Cut

.320 1
.300 4
.280 1
.260
.240 1
.220 1
.200 4
1180 1
.160
140 1
1120 1
.100 A
.080 1
.060 -
.040 1
.020 1

N+ © © O N YT © o feed rate
0O 0 00 v« «— «— — — S I o o I o I o B 5 B s
[SIRSIR=IE=] O oo oodo (IPR)

K05 K10 K15 K20 K25 K30 K40 K45
C4 C3 (Semi-Finishing) C2 (General) C1 (Roughing)

Cast Iron
A

Available Inserts

CVD PVD

ANSI ISO 3 5 B 3

X X X X

O O (&) (&)

[11] [21] m m

VNMG-331-BN __ |VNMG-160404-BN .

£ VNMG-332-BN  |VNMG-160408-BN . .
3 VNMG-333-BN  |VNMG-160412-BN
2 VNMG-431-BN  |VNMG-220404-BN
VNMG-432-BN  |VNMG-220408-BN
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WNMG inserts for Cast Iron

Chipbreakers

Depth
of Cut

.320
.300 -
.280
.260 -
.240
.220
.200 -
.180
1160
140
1120 -
.100 -
.080 -
.060
.040 -
.020

BR

N T © @® O N T © O o feed rate
OO0 00 <« =< = < AN NAA Do
[SIR=IR=NR=1 o 0o oo oo (IPR)

Grades
K05 K10 K15 K20 K25 K30 K40 K45
C4 C3 (Semi-Finishing) C2 (General) C1 (Roughing)

Cast Iron

Available Inserts

CcVD PVD
0 0 0 n
ANSI IS0 o S 5 3
o] o] O o
o 1] [11] 1]
WNMG-331-BN  |WNMG-060404-BN .
c WNMG-332-BN  |WNMG-060408-BN .
E WNMG-333-BN  |WNMG-060412-BN .
3 WNMG-431-BN  |WNMG-080404-BN .
WNMG-432-BN  |WNMG-080408-BN | e . .
WNMG-433-BN _ |WNMG-080412-BN . .
| WNMG-431-B50  |WNMG-080404-B50 .
£ WNMG-432-B50  |WNMG-080408-B50 . .
= ng\, WNMG-433-B50  |WNMG-080412-B50 .
[}
E i
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WNMG inserts for Cast Iron (cont.)

CVD PVD
3 8 B 3
ANSI ISO e e o 3
(& (& o O
[11] [11] m m
° o WNMG-432-BR  |WNMG-080408-BR . . . .
€< 2% WNMG-433-BR  |WNMG-080412-BR . . .
25 Q}\, WNMG-434-BR  |WNMG-080416-BR
2L e
o WNMG-332-R WNMG-060408-R
£ . WNMG-333R WNMG-060412-R
5 L@ WNMG-432-R WNMG-080408-R
e . |WNMG-433R WNMG-080412-R
WNMG-434-R WNMG-080416-R
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DC_T inserts for Steel

Chipbreakers

Depth
of Cut

1320
300 -
.280 -
.260
240
220
200
1180 -
160
140
120
.100
.080 -
.060
.040
1020

feed rate
(IPR)

P05 P10 P15 P20 P30 P35 P40 P45
C8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

cvD PVD
ANSI ) 10 g 2 R 2
Q S Q o o
[11] m (1] (1] 2]
DCGT-21.50.5-BFP |DCGT-070202-BFP
o DCGT-2151-BFP  DCGT-070204-BFP . .
S . @ . DCGT-2152BFP |DCGT-070208-BFP
g ‘ DCGT-32.50.5-BFP |DCGT-11T302-BFP
i DCGT-32.51-BFP  |DCGT-11T304-BFP . .
DCGT-32.52BFP  DCGT-11T308-BFP | e
DCMT-21.505-B50 |DCMT-070202-B50
e B DCMT-2151-B50 |DCMT-070204-B50 . . . .
S @ - DOMT2152.850 |DCMT-070208-B50 . . .
8 0 " DCMT-3250.5-B50 DCMT-11T302-B50
= DCMT-32.51-850 |[DCMT-11T304-850 | . . . .
DCMT-32.52-850 |DCMT-11T308-850 | e . . . .
DCMT-21.50 5-BMP [DCMT-070202-BMP | @ . . .
c DCMT-21.51-BMP  DCMT-070204-BMP | o . . . .
E DCMT-21.52-BMP [DCMT-070208-BMP | o . . .
8 DCMT-32.505-BMP DCMT-11T302-BMP| . . . .
= DCMT-32.51-BMP [DCMT-11T304-BMP| . . . .
DCMT-32.52-BMP | DCMT-11T308-BMP| e . . . .
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SC_T inserts for Steel

Chipbreakers

Depth
of Cut

.320
.300
.280
260
240
.220
.200 A
180
160
140
1120 A
100 -
.080 -
.060
1040
.020

feed rate
(IPR)

P05 P10 P15 P20 P25 P30 P35 P40 P45
Cc8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

cvD PVD
ANSI ISO 0 3 2 S P
o o Q ) o
[21] m m m m
SCGT-32.51-BFP  |SCGT-09T304-BFP | e
2
<
R
=
[T
SCMT-32.51-BMP |SCMT-09T304-BMP | e . . .
£ SCMT-32.52-BMP  |SCMT-09T308-BMP | e . . .
- SCMT-431-BMP  |SCMT-120404-BMP | e
2 SCMT-432-BMP  |SCMT-120408-BMP | e . . .
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TC_T inserts for Steel

Chipbreakers

Depth
of Cut

1320
300 -
.280 -
.260
240
220
200
1180 -
160
140
120
.100
.080 -
.060
.040
1020

feed rate
(IPR)

P05 P10 P15 P20 P30 P35 P40 P45
C8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

CcvD PVD
ANSI ) 10 g 2 R 2
Q S Q o o
[11] m m m [a1]
TCGT-731-BFP TCGT-090204-BFP
) N TCGT-21.50.5-BFP |TCGT-110202-BFP
= TCGT-21.51-BFP  |[TCGT-110204-BFP
:E TCGT-21.52-BFP  |[TCGT-110208-BFP
L TCGT-32.51-BFP  |[TCGT-16T304-BFP J J
TCGT-32.52-BFP |TCGT-16T308-BFP
TCMT-731-B50 TCMT-090204-B50 [ J [
TCMT-732-B50 TCMT-090208-B50 ° o 4
g TCMT-21.50.5-B50 |[TCMT-110202-B50 J °
'g TCMT-21.51-B50 TCMT-110204-B50 ° ° ° °
= TCMT-21.52-B50 | TCMT-110208-B50 ° ° ° ° °
TCMT-32.51-B50 TCMT-16T304-B50 ° ° ° ° °
TCMT-32.52-B50 | TCMT-16T308-B50 ° o o ° °
TCMT-21.50.5-BMP TCMT-110202-BMP L] L] ° °
g TCMT-21.51-BMP  |[TCMT-110204-BMP °
g TCMT-21.52-BMP  \TCMT-110208-BMP ° ° ° °
= TCMT-32.51-BMP  [TCMT-16T304-BMP ° ° ° ° °
TCMT-32.52-BMP  [TCMT-16T308-BMP L L L °
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VBMT inserts for Steel

Chipbreakers

Depth
of Cut

.320
.300
.280
260
240
.220
.200 A
180
160
140
1120 A
100 -
.080 -
.060
1040
.020

feed rate
(IPR)

P05 P10 P15 P20 P25 P30 P35 P40 P45
Cc8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

cvD PVD
ANSI ) 2 g 8 R 2
o o Q ) o
[11] m (1] (1] 2]
VBMT-21.51-BMP__|VBMT-110204-BMP . .
£ VBMT-221-BMP  \VBMT-110304-BMP | . .
3 @ VBMT-222-BMP  |VBMT-110308-BMP
— VBMT-331-BMP  \VBMT-160404-BMP . . .
VBMT-332-BMP  |VBMT-160408-BMP | e . . . .
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VC_T inserts for Steel

Chipbreakers

Depth
of Cut

.320
.300
.280
260
240
.220
.200 A
180
160
140
1120 A
100 -
.080 -
.060
1040
.020

feed rate
(IPR)

P05 P10 P15 P20 P25 P30 P35 P40 P45
Cc8 C7 (Light Finishing) C6 (Semi-Finishing) C5 (General)

BC75

Available Inserts

CVD PVD
=
ANSI ISO 2 S a Q P
o o Q ) o
m m m m m

VCGT-220.5-BFP  [VCGT-110302-BFP
VCGT-221-BFP VCGT-110304-BFP
V VCGT-222-BFP VCGT-110308-BFP

VCGT-331-BFP VCGT-160404-BFP
VCGT-332-BFP VCGT-160408-BFP

VCMT-331-BMP VCMT-160404-BMP o
VCMT-332-BMP VCMT-160408-BMP

Finishing
|
/

Medium
@
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DC_T inserts for Stainless Steel

Depth
of Cut

.320 1
.300 4
.280 1
.260 1
.240 1
.220 1
.200 4
1180 1
.160
140 1
1120 1
.100 A
.080 1
.060 -
.040 1
.020 1

Chipbreakers

feed rate
(IPR)

Grades
Mo5 | M10 | M15 M20 | mM25 | M30 | M35 [ M40 | M45 | M50
§_ BP90 |
€8 | BC92 |
g"’ | BC30 |
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
O O o o
m m m 11]
DCGT-21.50.5-BFP |DCGT-070202-BFP
o DCGT-21.51-BFP  |DCGT-070204-BFP
£ . @& - DCGT-2152-BFP |DCGT-070208-BFP
= } DCGT-32.50.5-BFP |DCGT-11T302-BFP
L e DCGT-32.51-BFP  |DCGT-11T304-BFP
DCGT-32.52-BFP  |DCGT-11T308-BFP
DCMT-21.50.5-B50 |[DCMT-070202-B50
e i DCMT-21.51-B50  |[DCMT-070204-B50 . .
2 > DCMT-21.52-B50 |DCMT-070208-B50 .
@ / DCMT-32.50.5-B50 |DCMT-11T302-B50
= DCMT-32.51-B50 |DCMT-11T304-B50 . . .
DCMT-32.52-B50 |DCMT-11T308-B50 . . .
DCMT-21.50.5-BMP [DCMT-070202-BMP .
e DCMT-21.51-BMP  |DCMT-070204-BMP . . . .
2 ;/O\VA DCMT-21.52-BMP | DCMT-070208-BMP °
g | o> DCMT-32.50.5-BMP |DCMT-11T302-BMP . ° ° .
DCMT-32.51-BMP  |[DCMT-11T304-BMP . . . .
DCMT-32.52-BMP [ DCMT-11T308-BMP ° ° ° °
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SC_T inserts for Stainless Steel

Depth
of Cut

.320 4
.300 1
.280 1
.260 1
.240 1
.220 4
.200 1
.180 1
1160 1
140 1
1120 4
.100
.080 1
.060 1
.040 1
.020 4

Chipbreakers

feed rate
(IPR)

Grades
Mo5 [ m1i0 | m15 | M20 | m25 | wm30 | M35 | M40 | M45 [ M50
" _ BP90 |
L)
cQ | BC92 |
) 1) | BC30 |
(7]
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
(&) (&) o o
m m m 11]
SCGT-32.51-BFP  |SCGT-09T304-BFP
()]
£
2
=
(1
SCMT-32.51-BMP  |SCMT-09T304-BMP o
£ SCMT-32.52-BMP  |SCMT-09T308-BMP o
g SCMT-431-BMP  |SCMT-120404-BMP
= SCMT-432-BMP  |SCMT-120408-BMP .
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TC_T inserts for Stainless Steel

Depth
of Cut

.320 1
.300 4
.280 1
.260 1
.240 1
.220 1
.200 4
1180 1
.160
140 1
1120 1
.100 A
.080 1
.060 -
.040 1
.020 1

Chipbreakers

feed rate

(IPR)

Grades
Mos | M10 | M15 | wm20 | M25 | Mm30 | M35 | M40 | M45 | M50
§_ BP90 |
€8 | BC92 |
g"’ | BC30 |
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
O O o o
m m m 11]
TCGT-731-BFP TCGT-090204-BFP
o \ TCGT-21.50.5-BFP |[TCGT-110202-BFP
= TCGT-21.51-BFP  |TCGT-110204-BFP
2 )Q . |[TCGT-21.52-BFP  |TCGT-110208-BFP
L ~ |TCGT-32.51-BFP  [TCGT-16T304-BFP
TCGT-32.52-BFP  |[TCGT-16T308-BFP
TCMT-731-B50 TCMT-090204-B50
TCMT-732-B50 TCMT-090208-B50
£ TCMT-21.50.5-B50 |TCMT-110202-B50
S TCMT-21.51-B50  |[TCMT-110204-B50 .
= TCMT-21.52-B50  [TCMT-110208-B50 . . .
TCMT-32.51-B50  [TCMT-16T304-B50 . o °
TCMT-32.52-B50  |[TCMT-16T308-B50 ° ° °
TCMT-21.50.5-BMP |TCMT-110202-BMP . . °
E TCMT-21.51-BMP  |TCMT-110204-BMP
S TCMT-21.52-BMP  |TCMT-110208-BMP .
= TCMT-32.51-BMP | TCMT-16T304-BMP . °
TCMT-32.52-BMP | TCMT-16T308-BMP ° °
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VBMT inserts for Stainless Steel

Depth
of Cut

.320 4
.300 1
.280 1
.260 1
.240 1
.220 4
.200 1
.180 1
1160 1
140 1
1120 4
.100
.080 1
.060 1
.040 1
.020 4

Chipbreakers

feed rate
(IPR)

Grades
Mo5 [ m1i0 | m15 | M20 | m25 | wm30 | M35 | M40 | M45 [ M50
§_ BP90 |
€ | BC92 |
g"’ | BC30 |
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
(&) (&) o o
m m m m
VBMT-21.51-BMP  [VBMT-110204-BMP
()]
g VBMT-221-BMP  |VBMT-110304-BMP
5 0’ VBMT-222-BMP  |VBMT-110308-BMP
= VBMT-331-BMP  |VBMT-160404-BMP 3 .
VBMT-332-BMP  |VBMT-160408-BMP 0 . .
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VC_T inserts for Stainless Steel

Depth
of Cut

.320 4
.300 1
.280 1
.260 1
.240 1
.220 4
.200 1
.180 1
1160 1
140 1
1120 4
.100
.080 1
.060 1
.040 1
.020 4

Chipbreakers

feed rate
(IPR)

Grades
Mo5 [ m1i0 | m15 | M20 | m25 | wm30 | M35 | M40 | M45 [ M50
§_ BP90 |
= | BC92 |
g"’ | BC30 |
| BP93
Available Inserts
CVD PVD
ANSI ISO S a 3 >
(&) (&) o o
m m m 11]
VCGT-220.5-BFP  |VCGT-110302-BFP
2 ~____ VCGT-221-BFP VCGT-110304-BFP
@ y VCGT-222-BFP VCGT-110308-BFP
£ o VCGT-331-BFP VCGT-160404-BFP
VCGT-332-BFP VCGT-160408-BFP
VCMT-331-BMP  |VCMT-160404-BMP o .
£ ~__ \VCMT-332-BMP  |VCMT-160408-BMP o o
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DC_T inserts for Cast Iron

c
(o)
=
-t
(2]
©
(&

K05
C4

Depth
of Cut

1320 1
.300 A
.280 1
.260
.240
.220 1
.200 4
1180 1
.160
140
1120 4
.100 A
.080 1
.060
.040 1
.020 1

Chipbreakers

K10 K15

C3 (Semi-Finishing)

P

K20

Available Inserts

C2 (General)

feed rate
(IPR)

K40

C1 (Roughing)

K45

ANSI

ISO

CvD

PVD

BCK35

BCK65

BCK55

BCK45

Medium

DCMT-21.50.5-B50
DCMT-21.51-B50
DCMT-21.52-B50
DCMT-32.50.5-B50
DCMT-32.51-B50
DCMT-32.52-B50

DCMT-070202-B50
DCMT-070204-B50
DCMT-070208-B50
DCMT-11T302-B50
DCMT-11T304-B50
DCMT-11T308-B50

Medium

DCMT-21.50.5-BMP
DCMT-21.51-BMP
DCMT-21.52-BMP
DCMT-32.50.5-BMP
DCMT-32.51-BMP
DCMT-32.52-BMP

DCMT-070202-BMP
DCMT-070204-BMP
DCMT-070208-BMP
DCMT-11T302-BMP
DCMT-11T304-BMP
DCMT-11T308-BMP
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SC_T inserts for Cast Iron

Chipbreakers

Depth
of Cut

.320 4
.300 1
.280
.260 1
.240 1
.220 4
.200 A
.180
1160 1
140 1
1120 4
.100 +
.080
.060 1
.040 1
.020 4

feed rate
(IPR)

K05 K10 K15 K20 K25 K30 K40 K45
(o7 C3 (Semi-Finishing) C2 (General) C1 (Roughing)

Cast lron
A

Available Inserts

cVD PVD

ANSI ISO 3 8 B 3

X X 4 4

(8] (] (8] (8]

[11] [11] [a1] [a1]

SCMT-32.51-BMP | SCMT-09T304-BMP . .

£ SCMT-32.52-BMP | SCMT-09T308-BMP . .
3 SCMT-431-BMP  |SCMT-120404-BMP

2 SCMT-432-BMP  |SCMT-120408-BMP . . .
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TC_T inserts for Cast Iron

Cast Iron

P

K05
C4

Depth
of Cut

1320 1
.300 A
.280 1
.260
.240
.220 1
.200 4
1180 1
.160
140
1120 4
.100 A
.080 1
.060
.040 1
.020 1

Chipbreakers

K10 K15

C3 (Semi-Finishing)

K20

Available Inserts

C2 (General)

feed rate
(IPR)

K40

C1 (Roughing)

K45

CcvD PVD
ANSI ISO 3 S 3 3
X X X X
o o o o
(1] (1] [11] [11]
TCMT-731-B50 TCMT-090204-B50 °
TCMT-732-B50 TCMT-090208-B50 °
g TCMT-21.50.5-B50 |TCMT-110202-B50
g TCMT-21.51-B50 TCMT-110204-B50 °
= TCMT-21.52-B50 | TCMT-110208-B50 °
TCMT-32.51-B50 TCMT-16T304-B50 °
TCMT-32.52-B50 |[TCMT-16T308-B50 °
TCMT-21.50.5-BMP TCMT-110202-BMP
g TCMT-21.51-BMP  \[TCMT-110204-BMP
g TCMT-21.52-BMP  |[TCMT-110208-BMP °
= TCMT-32.51-BMP  \TCMT-16T304-BMP ° ° °
TCMT-32.52-BMP  [TCMT-16T308-BMP ° ° (]
www.armtoolingsystems.com Page 55




VBMT inserts for Cast Iron

Chipbreakers

Depth
of Cut

.320 4
.300 1
.280
.260 1
.240 1
.220 4
.200 A
.180
1160 1
140 1
1120 4
.100 +
.080
.060 1
.040 1
.020 4

feed rate
(IPR)

K05 K10 K15 K20 K25 K30 K40 K45
(o7 C3 (Semi-Finishing) C2 (General) C1 (Roughing)

c
o

=

- K
7

@

(&

Available Inserts

cVD PVD
ANSI ISO 3 S B 3
X X 4 4
(8] (] (8] (8]
[11] [11] [a1] [a1]
VBMT-2151-BMP _|VBMT-110204-BMP
£ VBMT-221-BMP  |VBMT-110304-BMP
2 . © o vBMT-222BMP  VBMT-110308-BMP
2 VBMT-331-BMP  |VBMT-160404-BMP . .
VBMT-332-BMP  |VBMT-160408-BMP .
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VC_T inserts for Cast Iron

Chipbreakers

Depth
of Cut

.320 1
.300 4
.280 1
.260
.240 1
.220 1
.200 4
1180 1
.160
140 1
1120 1
.100 A
.080 1
.060 -
.040 1
.020 1

feed rate
(IPR)

K10 K15 K20 K40 K45
C3 (Semi-Finishing) C2 (General) C1 (Roughing)

c
o
=
- K
7]
@
(&

Available Inserts

CvD PVD
s | 8 | 8 | 2
ANSI ISO e © o 3
O O O O
m om [11] [11]
VCMT-331-BMP VCMT-160404-BMP .
1S VCMT-332-BMP VCMT-160408-BMP °
=)
§ —
[}
=
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Index

CNMG-BN 9 21 31

CNMG-FF 9

DCMT-B50 43 49 55

DNMG-B50 12 23 33

DNMG-BR 33

DNMG-R 12 24 33
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SNMG-BN 13 25 35
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Index (Cont.)

TCMT-B50 45 51 57

TNMG-B50 16 27 38

TNMG-BN 15 27 37

TNMG-FF 15

VCGT-BFP 47 53

VNMG-BN 17 29 39

WNMG-BN 18 30 40

WNMG-FF 18
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