
Negative inserts with a hole
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ap=0.012~0.079(inch)

fn=0.002~0.014(inch/r)

ap=0.002~0.039(inch)

fn=0.002~0.014(inch/r)

ap=0.002~0.039(inch)

fn=0.002~0.012 (inch/r)

ap=0.004~0.039(inch)

fn=0.002~0.012(inch/r)

ap=0.059~0.197(inch)

fn=0.006~0.020(inch/r)

machining cast iron with low cutting force.ap=0.059~0.197(inch)

fn=0.006~0.020(inch/r)

Introduction of chip-breakers

high feed and small depth of cut.ap=0.012~0.079(inch)

fn= 0.004~0.016(inch/r)

ap=0.004~0.039(inch)

fn=0.002~0.012(inch/r)

Turning
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Conventional
Chipbreaker

ap=0.059~0.197(inch)

fn=0.008~0.020(inch/r)

Recommended chipbreaker for light-load roughing of P-kind and K-kind materials

and greater cutting edge security.ap=0.118~0.472(inch)

fn=0.012~0.031(inch/r)

Recommended chipbreaker for roughing P-kind materials

removal rates and low cutting force at large cutting depth and high feed rates.ap=0.118~0.591(inch)

fn=0.012~0.031 (inch/r)

Double side

Double sided

ap=0.098~0.315(inch)

fn=0.008~0.024(inch/r)

Single sided

ap=0.098~0.787(inch)

fn=0.008~0.047(inch/r)

Recommended chipbreaker for roughing M-kind materials

Negative inserts with a hole

ap=0.020~0.059(inch)

fn=0.004~0.012(inch/r)

Introduction of chip-breakers

perfect combination of good wiper result and sturdy cutting edge structure, which perfectly meet 

ap=0.012~0.079(inch)

fn= 0.004~0.016(inch/r)

ap=0.020~0.118(inch)

fn=0.002~0.012 (inch/r)

ap=0.004~0.059(inch)

fn= 0.002~0.012(inch/r)

Turning
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g Recommended chipbreaker for heavy-load machining P-kind materials

ap=0.197~0.591(inch)

fn= 0.012~0.039(inch/r)
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g For machining cast ironWithout
chipbreaker

ap=0.012~0.472(inch)

fn=0.002~0.024(inch/r)
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For machining non-ferrous metal and high-hardness materialWithout
chipbreaker

ap=0.002~0.020(inch)

fn=0.002~0.012(inch/r)

Negative inserts with a holeIntroduction of chip-breakers

Turning

A



Introduction of chip-breakers

materials such as steel and cast iron etc.

etc.

depth of cut.

ap=0.002~0.039(inch)

fn=0.002 ~0.012(inch/r)

ap=0.004~0.079(inch)

fn=0.002~0.012 (inch/r)

ap=0.004~0.079(inch)

fn=0.002~0.012 (inch/r)

ap=0.004~0.039(inch)

fn=0.002~0.012(inch/r)

ap=0.039~0.157(inch)

fn=0.008~0.020(inch/r) 

ap=0.039~0.157(inch)

fn=0.008~0.020(inch/r) 

Turning
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General chipbreaker for roughing

and cast iron etc.

Chipbreaker for machining Al

action,with good chip control.

Unique chipbreaker for machining AL alloy

Without
chipbreaker 

ap=0.118~0.276(inch)

fn=0.012~0.028(inch/r)

ap=0.02~0.118(inch)

fn=0.002~0.012 (inch/r)

ap=0.02~0.189(inch)

fn=0.002~0.020(inch/r)

ap=0.004~0.315(inch)

fn=0.002~0.016(inch/r) 

ap=0.002~0.020(inch)

fn=0.002~0.012(inch/r) 

Introduction of chip-breakers

Turning
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#
 steel

#
 steel

Cutting depth(inch) Cutting depth(inch)

HR

HM

SF

HF

Turning
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-EF -EM -ER

and h
ig

h-p
lastic

ity
 materials such as stainless steel, etc

Specia
lly

 d
esigned for machining intensively adhesive

-EM 

-EF 

edge enables it to cut lightly and easily and achieve good 

cutting edge is improved in addition to sharpness, 

intermittent machining of adhesive materials such as 

austenitic stainless steel, etc.

-ER 

angle with wide land achieves 

balance between edge security 

and sharpness, and effectively 

reduces cutting resistance and 

wear on groove.

CNMG432-EF

/YBG202

6

0

CNMG432-EM

/YBG202

Cutting edge

A company A company

Machining end surface of valve 

(intermittent machining)

Workpiece diameter:5.3in

Rotating speed:350 rpm

Feed rate:0.01in/r

Cutting depth:0.059in

Machining external of valve

Machining external of valve

Cutting edge


