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Inserts - ISO Designation

. Shape . Relief Angle . Accuracy
Symbol Shape Nose Angle Figure Symbal Eﬁ;‘: | Telerance (mm}
- Symbel |Corner Height]  Thickness (s} 1.C. Dia.
H Hexagaonal 120 O A 3¢ (class] | frr) {=) (d)
° Octagonal sl O B g A | +0005 +0.025 | *0.025
P Penta I et
i O c 7 F | 0005 $0.025 | 20013
5 Sguare Q0" D =
o 15° c | :0013 £0.025 | 0.025
T Triangular &0" & - = !
z e = H | t0013 £0025 | +0.013
F 25°
B orss = = E | 40025 £0.025 | %0.025
. a i G | 0025 013 0.025
£ = +0. +0, £0.
Rhombic J7 N 0 |
F 50° b e J ‘ +0.025 +0.13 :g:%ﬁ} .
= = 5 iinch K 0.01 0.025 i{"'["E‘]'
] 350 0 +0, 3 013
b Lo o 5] L 20025 | o025 | 0951,
o ' +0.13
L Rectangular 90" ] q =
= — . M 008y +0.13 $0.05]
& i +0.18 : £013
B Parcllelogram az° i ; +0.08 +0:05
5 w018 " | 095 | somf’
K 55° = ;
| Rond : O o | B35} =e | 2%}

> o
T N

@ Groove and Hole

=

* Details of accuracy will vary occording to shope and
size of insert - futher details are available on reguest.

5
16

.

M G

5 Cutting Edge Length

| T
Symbol | ShapeofHole |Chipbreaker Shape }.®.{ @ E @ A g @g Teh
" - : 1 | = | . dia.
> - =1 ' [=] [=,]
R Without Hole Single-sided /|2 5|8 SIEHS|E S|Es|8s[ESIES
o (i) e | L] o | L7 4 e | L N | w1l = 7 < A Y =
F Daouble-sided L-—m 03] 387 ;03] 397 |03 AQ|02| 27 06| &9 04 4R [-| - |-| - | 397
v T | - 04| 476 [0d| 48113 - ga 5@ -] - - AT6
A Without \_||_| ! Al E ENEENE ES l.‘._g__!%j o e 5] & Fel= o
M | Cytnoricaltoe |Sle-sded =1 LT | ool 556 ol selonl ss oo sclon en| | || |
i7 i =| - |oe| 635 |08 65 (04| 43 |4 HOF FB|-| - |- 635
“ R = E];j\ -1 - o7 794 o8] 81[05| 54 || 138 0s 97 = ||| 708
W i Without || ) \ 00 /| foslep [-[- [-"-T-1"- T-T"- [-T-T-T-T-T- T4
Wit porti cyinalien || 0 | |12] 2525(00] 9525 [0l o7 (06| 65 [16] 165 1] 1 |16 w6 i1 | 9535
T A0° - 60" Single-sided [ \ [y | [efme |- - =2 I N G e O ] ol I e e |
) — - — — = J el o 5 SN I S IS D e e ) e
Q ng"gétgﬂ*_ﬁr@' Without liiks 2|1 |u|wr |u| ve|o a7z no|s B (2w 170
i oumenea]  TICT| [2iem{m e e ol 0o s e s 5575
u Colntereink Dauble-sided 5|wn [-] - o I S (BRI B B I B0
With partly eylindrical 5 T 19 W05 [ B0 (1 1930 130 (33320183 B33 1805
g hole, singla-side | Without Bid 00200 [-[- [-[ - [-T-7-1T-[-[-T-T-1-1- [200
T ] = B - wr g & |
n |y [awssnd I VI | b Emm ali] | jspuraa || e
With partly eylindrieal | |, i 265|254 250264 (25] 358 el wn(m w0l - <] - [ma
c huln'?;‘.cf:rl_g‘;gustd& AT - i e e e R e v v |55] -850 33} SR~ | = f-[= |'W
4 Countersink Daukble-sided L«.I_'l.-é 2320 |-[=- |-| - =] = [=f = f=] = 20
# Maote: For the insert shape K7, the rule for the relationship between the symbaol
X Special Type and the dirmension differs from those of other shapes,
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Inserts - ISO Designation

Detalled accuracy for J, K, L, M, N, and U classes . Edge Preparaticn Mote on insert thickness
For inserts whiose corer angle is larger thon 55° [Milling Inserts] For chipbreaker inserts, the
ol bed ] Tol - thickness is defined as T' (height Z
i olerance on inscri aleronce an corner | | from the bottom foce to the
Inscribed circle dia. {d} height {m) Insert Shapes Rake c cutting edge) shown in the o
circle LK LMN[ U [JLKLMN| U Spplsd Angle Ap| | Tigurebelow o
635 BO M O A 14° =
+0.05 +0.08 | 008 | 013 _ ' - o
9.525 80O 1@ D 60 il
i : : E 75° 5‘
1270 +0.08 +0.13 +0.13 +020 | B f_\; F 85° e
= ® Thickness
P 90
15.875 +0.0 +0.18 0,15 +0.27 ' |:! - Symbol | Thickness
| Specia
19.05 AN » o1 159
Ralie
o2 238
013 +0.25 0,18 +0.38 Angle a
25.40 EEM,/ i || s
A i
For D-type inserts whose corner angles are 55 B 5° 03 338
Inscribed |Tolerance on inscribed Tolerance on corner Insert Shapes = T3 397
circla circle dia. {d) haight (m) applied c ! !
6.35 D 15° 04 476
E 200
9575 +0.05 +0.01M 05 556
: F 25°
1270 + 008 i pus i i 06 635
: s o o7 7.54
15.875 M 0° !
+0.10 +Hon P e 09 952
19.05 Z

Thickness

Special
Mote; The tolerance for shape ¥ may be increased more than the value above,

‘ Corner Radius '. Symbols of major cutting edge (Milling Inserts) . Hand of Insert . Chipbreaker

{Optional Symbals}

Symbol|  Corner e Sumbal Haned Chipbreakers are not part
Radius Symbol F:ﬂl!'!::lli'lﬂn of Shape ¥ of 150 designatian,
() Cutting Edge R Right Each manufacturer
designates a chipbreaker
oo 0.03 L Left in their own way.
04 04
- T = | Inscribed cirele (d)
08 08 Corner height {m)
12 1.2 E Honed Rounded -
16 16 eige
20 20
24 24 Chamfered
za 2.3 T Edge -
32 32
Combination
& honed edge
*—R
Radius (Turning Inserts)
YAMALDOY
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Inserts - ISO Turning
SVl Q-Series

o1 Grade Descriptions

= QX500 (ISO P10-P25) Cerment. For high  QX5020 (150 P10-P35 M10-M30 K10- QX5355 (IS0 M10-M30) CVD Coated.
‘E speed finishing and light cutting. Will K30) CVD Coated. An excellent general For roughing and finishing turning

=l remain a high class surface finish, Mainly  purpose grade for medium roughing en applications on o wide variety of

[ USF:‘d on steels qnd can be opplied to Steels, Stainless and Caost Irons. Stoinless Steels.

= Eﬁ;’?.fﬁrﬂe Stainless steels and QX530 (1SO P25-P35 Mi5-M25) Conted. QX010 (ISO M10 S10) Coated. E‘xcellent
— ; urning grode for steels, Last steels an ade giving superior results on heat

(s 8 QX505 (ISO K05-K15] Coated. Used for StuinlagssgSte'els. A good general purpose ?.ersistﬂﬁlt ;uﬁefgugﬁ :a-s;ec'laﬂy for the
e finishing, semi finishing and medium Steel grade for roughing. aerospace industry. TiAln bosed coating
m rou h|n Gf C{.'IS-t Ians Inc|udtl‘lg QKSQEQ [lSD FZ':I-P#I} MZQ'MJ{)] ensures high wear resistance on thgse
p Malleable and Nodular Irons, at CVD Coated. demanding materials.

high speed, Medium / rough turningand =~ K10 (ISO K05-K20) Uncoated. Used i
QX510 (150 PO1-P15 M10-M15 K01-K20) intermediate cutting of steel / stainless cnmLEnation with L hrilgﬁc:‘ueke. Q:Em::tw

inichi steel. Combination of toughest substrate : ) !
g&?ﬁ?&;ﬁiﬂ Ifso; L|i?:]s£1||gglgg fS‘:’:rEfisr rﬁgg and alumina coating (MT-TICN + TiC + for matehing Aluminiums, Plastics and

ke : AL203 + TiN] having superior chipping ~ ©ther soft Non-Ferrous materials.
Cast lrons including Malleable irons at resistance provide wide coverage.

high speeds.
W o "
3, L :
E3 Material Description S E8 2 ]
55 Lik IT g2 of
26 e Colour defines similar =" 85 23 s a
machineability = *p &
o T < Speed - m/min
11 Mild, soft & free machining non-alloy -130 - -400 200- 200- 1B0- 150- 150-
"__lowcarbon steels RN L - 200 350 200 200
1.2 Non-alloy, case hardening, structural & low -200 =700 780- 200- 150- 130 130-
= to medium carbon steels 250 300 320 180 18D
13 MNon alloy, plain & medium carbon steels & -Z260 =26 -850 150- 200- T30- T T2J-
* El:lstins - : _ T 220 30 280 150 150
1.6 Heat treated high alloy steels & castings 48 1500 180 ETE
21 Soft, generally easy to machine Ferntic & -230° 200 -BO0 90- T To- - 70- W0 BO-
" Martensitic steels & castings 190 220 120 220 120
2.2 Medium, reasonable to machine Austenitic 290 -30 -1000° 70- 100- J0- B0- 70- 120- BO- 30
% stainless steels & castings g 160 220 140 100 120 1770 120 60
2.3 Hord difficult to machine Ferritic & Austenitic -340-36 -T200 SO B0- 7ds BO- -
** {duplex) stoinless & costings ' ‘o0 90 130 120 70
31 Grey cust iron st bo mediumn 180 TS 200 TS0 To0-
3.2 Grey cast iron - medium to hard _13%% 1265% 136;% TIDB?J_ gjt?t;
3.3 Malleoble & Nodular iron - soft to medium 440 ;‘g’c'l }E} 1255% 1225?6
3.4 Malleable & Nodular irons - medium to hurﬂ_%%% ] 1&% 12%%_ .11%%_ }?}Gg_.
4.1 Pure Titanium {also pure Nickel)
siston sup;eu Vs Imluding:-:iaﬁ T
) I
®1 based hightemperaturealloys
"5 Heat resistant super alloys, cobalt or nickel
** baosed, medium to hard to machine
53 Heat resistant super aliays, cobalt or mickel
™ based, hard or very hard to machine
61 Copper S 32%%'
6.2 Brass (Alpha - long chip) ~ME 22%%'
6.3 Bross (Beta - short chip) & soft Bronze e 22%%'
6.4 High strength Bronze "l
7.1 Unalloyed: Aluminium, Magnesium & Zinc gL ‘55%% ‘!f,%%'
92 Aluminium alloys less than 5% 51 Moagnesium TS0 ~300- 400-
& Zinc alloys (lang chip) =300 500 700
7.3 Aluminium alloys 5% to 10% Si 200 500 Soa
7.4 Aluminium alloys above 10% Si (short chip) o i
81 Thermoplostics ‘!‘,%%‘
8.2 Thermo-setting plastics ‘;*g-é
8.3 Reinforced plastics & composite materials 25%{‘;
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Inserts - ISO Turning

AL - High positive breaker [_ 7 NM6 - General application
specifically for Zos medium breaker used
aluminium alloys. on negative inserts with

o8 tougher

- grades.
[ F

L 2 4 § L) W

Bupjiom|pia

.Fﬂd' Rate {mm/rev}
S EEEE.
.

Depth of Cut [mm] Diepth of Cut (mm)
L11 / R11 - General purpose i NM7 - A ripple edge [_ ¥
-breaker for copy turning. T breaker ideal for copy Bas
[A): 05 L/RT1. E e turning where cut depth .
(B 10 L/RTI, - vaties and chip controlis | E

grade (X520

é 94 4 very important. Use with 41
or4 1=ll.:J
P i om0 e - on steels, " 2
° 3 ‘ 5 8 4 | stainiess an ] 2 & 8 ’ "
malleable
Depth of Cut (mm} - Depth of Cut (mm]

irons,
NF1 - Finishing breaker NR8 - Roughing breaker
used on small VMG 12 for steels and stainless with
inzerts.

grades GX520.

1

T
] “ . . i
Depth of Cut (mm]

cEEEE -

Feed Rate [mm/frey)
- -
[-3
oW
=
5
B -
-
-
A
Feed Rate (mm/rav]
& -
=

F Cut [mirn)

NF2 - A finishing i ¥ NR9Y - General application ¥ TT"T 1
chipbreaker associated Son roughing breaker, suitable | Ega
with QX500 cermet will £ for intermittent E”
provide excellent surface E08 cuts on
finishes at Za4 negative
high speeds Ea inserts. 2
on the 3 o
majority 2} % X & B 8 = i o 4 8 8 .
of ferrous
materials, Depth af Cut [mm) Depth of Cut (mm)
MF3 - Finishing chipbreaker i PG - General application 1
for negative inserts used Zos finishing and light to B
with QX510 for finishing E medium roughing in 'g:
steel or finish ENS conjunction with =
and medium CLER SPMR =04
cutting on ‘5" and & ﬂ
cast iron. E : + TPMR 3": +ow
[ el 'S -
[ z i 5 8 1ic ﬁg;":t':e | o 7 4 (] ] i
Dapth of Cut [mm) Depth of Cut (mm]
NM4 - Medium breaker e ] PF - Finishing breaker L
used on negative inserts for ‘;’:“ used on positive inserts for | Byy
light to medium £ general application. ‘E"
roughing. £ E
Eu- | Eu
= 7 F o2
g e . & odl
[ F i ] [ 1c e 1 4 [ B it
Depth of Cut [mm) Depth of Cut (mm]

PM - Medium bredker
used on positive inserts

NMS5 - General chipbreaker
far medium roughing or

] R
Tos | 2o

semi finishing on steels and | ¢ as for general E“
stainless in E application, E
combination g0 gie
with grades Eoy Eag m
QX510 and 3 $a

0 [T [T
Qxs20. [} ] i L] [ ] L4 [ ] ] 4 L] [ ] W

Depth of Cuk [mm) Crepth of Cut (mm)
VF - General purpose B . ST - Light to medium P
chipbreaker with a radius | Sas ! roughing breaker used in Zon
groove, used with negative | a8 conjunction with QX5355 'E“
inserts. For light to E grade for L E
medium cutting £o4 tuming 2041
across a wide Zg53 e e e stainless %821
application %, o s steels. R
band, b ? & & s 10 Tl ] i ] " i
Depth of Cut (mm) Dapth of Cut {mmij
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Metalworking

STEEL
STAINLESS STEEL

_CCGT =%

Inserts - ISO Turning

Esg:lfér Rpplication

YAMALOY

Br%lc.l:fger Application

CAST IRDN —
RN :1;: LJF;'T‘IIECIE-.ME PM Mad Cut
; SUPER ALLOYS _lﬁe?cﬂt—
B HARI]’EH.ED!.TEEL N"Lﬁ__*d E’ﬂ L
P Application TNM7 ugh
FF Finish
AL Med Cut (Alum)
Garida leDﬁ‘:gﬂﬂﬂnﬂK
G 150 Desigration Grade 150 Diesigration OX520- W0-35 10-30 10-30 « &
P L] K M K TGK5030 25-35 15-25 o
Kio - - 05-20 v OX510 01-15 10-15 01-20 «
OX500 10-25 - = A GX5I0  10-35 10-30 10-30 « 7 +
QX520 10-35 10-30 W0-30 .« < - QX530 20-40 20-3G. - v + Suitable for Internal/External Toolholders:
CN530 20-40 20-30 2 - < OX5030 25-35 15-25 2 - - =
QXE&ES = A0 = 30 = . 1 E =0 I
. QXaoio 10 0 T W e - F—
Suitable for External/Internal Toclholders: i r.; t
}_ 62549 |lo3=\@ g3’
e SDNC-  sbDJc- s
95° | ! Suitable for External/Internal Toolholders: _spuc-
- a Insert Size Chip- Order Code
sCLC- SCKC- 5__ DCMT breaker ©199¢ YML-120
_SCLC- 070204 PM QX520 -1314D
Insert Size Chip- Grder Code FM QX520 -1328D
CCET breower 07098 Y120 T304 by Gx5030-1328H
060202 AL Ki0  -0121N 117308 ©M QX5020-1335G
FF QX500 -0223A PM QX5030-1335H
060204 PF QX520 -0223D e
097302 AL K0 -0151 & Application
PF OX500 -0263A DNMG B
097304 PF QX520 -0263D MMS Ml it
AL K10 =0161N Insert Size Chip- Grad Order Code NME Mad Gt
09T308 AL Kil -0169N CNMG breoker ° YML-120
120402 AL KID -017IN 120404 MM6 CIX5030 -071H
120404 AL KIO -0181N 120408 oA GXBUI0 -0724K
120408 AL KIO -0191N MME QX5030 -0716H
Bd'cemi' Application BEEEEF Applicotion
CCMT Eam=r DCGT E e
AL Med Cut [Alum)
R L S
QX505 - L
OX520 10-35 10-30 10-30 - -
QX530 20-40 W0-30 - & o
2GX5030 25-35 15-35 2 - @ ¢ <
GNGi58 - {06-30 - v
GXEOW 10 10 W_sx v+
150 Designation IS0 Diesignation
Gode. g M K Grode. o M K
K1 = - g5-70 # KW - - 05-20 <
QX500 05-15 - = v Ve GX500 10-25 - A
QX520 10-35 1W0-30 W-30 & o - _OX520 10-35 10-30 1W0-30 - -
QX500 10-35 10-30 10-30 ~ < - GI¥530 20-40 20-30 - v
Q¥5030 25-35 15-25 2 - ¢ «

SCLC-

SCKC- -
_SCLC-

Insert Size Chip- Crder Code
CCMT breover 99% YML-120

QX500 -0351A
DenRaz GX5020 -0351G
QX500 -0355A
QX520 -0355D
Q5030 -0355H
QX500 -0403A
QX520 -0403D
CIX5030 -0403H

PM
PM
PM
PM
Fp
PM
PM

060204

09T304

PM
PM
PM

QX500 -0406A
GX5020 -0406G
QX5020 -0410G

097308
120404
122

& 202

Suitable for Internal/External Toolholders:

SDNC-  sSDUC-
Insert Size Chip- Order Cod
"DCET breaker 5998 yMi-120
070202 AL Ki0 _ -1021N
070204 AL K10 -103IN
T304 4 k0 -1061N
117308 AL Kio  -107IN

PDUN PDMN 5l S
_MDUN-  _PDUN-
Insert Size Chip- Order Code
DNMG brecker 57998 YML-120

110404 NM4 QX5020 -1574G
110408 HWMA QXE020 -1575G
150604 HME QX530 -1696E

150608 NME QX5030 -1716H

e ——

50 Years of Keeping Industry Working



YAMALOY

KNUX Eeeall SCMT [

Bunjiom|piaj

IEDDesrgnmm . trade ]EGDE&gnutmn H! P
TEET 1030 .,/' qu@waq E
P

GHEIB FOEE oY 20 - 30

L Suitable for Internal/External
Suitable for External Toolholders: Suitable for External Toolholders: Toolholders:

R

: o
45°

CS5BP- CSDP- CS55P-

S5DC-
Insert Size Chip- Crrder Code Insert Size Chip- Order Code
KMNUX br Grode ypmi.120 SPMR breaker GFO9¢ yM1 120
BT GX5030 -2223H Insert Size Chip- Ordar Code 120304 PG GX520 -6642D
160405 R QX520 -2213D SCMT breaker 539 YML-120 120308 PG 0X5020 -6662G
R QX530 -2213E | 09T304 PM OCX520 -0425D PG QX5030 -6662H

SCGT [-aliesry

/ QX520 EiExlLW 10-30
10 - 15_“ Ll Qxs0z0 @ EE LY 10-30
LN 20-30 |
25- 35!}3

Gods B Desiratie Im»:! "
m

Suitable for External Toolhaolders:

STFC- 5TGC-

Insert Size Chip= Oirder Code
“GT breaker ©% YML-120

09T308 AL K10 -4169N

Insert Size Chip- Grade Order Code

P TCGT breaker YML-120

A Insert Size Chip- Drder Code Egggi i::_mg _ggim

ﬁ""a SMMG breaker ©99¢ yML-120 16TI04 AL KIO “697IN

44. s 120408 NM& QX5030 -5336H 167308 AL KD ~6981N
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Inserts - ISO Turning

TCMT Bl TpMR e

Metalworking

MVINL- MVVN-

STFC- STGC- STSC- STTC- CTFP- c'i'sp. E,':.'l"I'P- CTWP-

; 4 R Insert Size Chip- Order Code.
I?Eﬂhjd%ehmﬁg Grade ?'T;Lrﬁa%e TPMR bredk Grode ymL-120 Insest Size Chip- . Order Code
090204 PM GQX5020 -7110G 1ozoa 5 QX5020 -8742G VINMG breaker YML-120
UM QXG0D <TI20A = PG Qx5030 -B742H 127302 NWFl QX530 -9402E
M0204 oy Gwezn -71200 160304 PG QX520 -8772D | joqan, NFI QX500 -9404A
P GX500 -7T140A 160308 PG GX520 -B782D NFl X530 -9404E
167304 PG QX5030 -8782H 12T308 MWFl QX5030 -9408H

P QX5020 -7140G
15T308 PM QX5020 -71456G

VCGT ESll \WNMG £ S

Grode 150 Designation M E,# s w
we  HIEEN - ’

Suitable for External Toolholders:

"'“*9'3 | T SVIC-  SVVCN
: Insert Size Chip- Drdes Code
&) 90° E VCGT breaker %8 yML-120
110302 AL Ki0_ -9101N
5 . PTFN- PTGN- 110304 AL KID  -911IN
_PTFN- 160404 AL KiD  -5141N

160408 AL K10 -9151N
— F F P 160412 AL K10  -9161N

'ﬂ g=-_ ﬁ | R | S-ct PR
e e e || weta? 3290
Insert Size Chi Ceder T
Insert Size Chip- Cirder Code ‘ - ‘ ‘ ﬁNh‘i%bfﬂﬁﬂ Grade "f'Helr-"ltiEg

Grade i
TNMG breaker YML-120 060404 NM4 QX520 -9774D
160404 NMb GX5030 -7516H mMe oLl 060408 NSS QX8010 -9780K
160408 NM6 CX5030_-7526H . _/ | 080408 Nie GX5030 -9836H
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Inserts - ISO Turning

YAMALDY

Insert Geometry for
Finishing & Semi-finishing

of Aluminium &

Aluminium Alloys

@ Optimised edge and radius geometry.

@ Improved surface finish.

<
®
-
g
<
o
-
X,
5
@

® Improved chip control.
@ 'G' Tolerance for high repeatability.

® First choice for machining pure
aluminium,

@ 30% longer insert life compared to
uncooted grade,

Grade K10C

IS0 ND5-N15 PVD Coated. Micrograin
carbide for machining aluminium and
aluminium alloys, 30% higher tool life
against uncoated grade. Smooth coating
and polished surface gives better

chip control,

ALC Geometry

For finishing and semi finishing of aluminium and aluminium alloys. A unigue breaker design gives a sharp cutting edge and
positive rake angle. Special edge preparation ond surfoce treatment produce better surface quality and greater chip control,
reduced friction and vibration. 'G' tolerance inserts for higher repeatability.

B wilisiin

Ap, DOC = 0.02 ~ 4,80 {mm)

F=005-0 Fits the same Fits the some

0,085 30 iy} Internal/External Internal/External
For Machining Aluminium Alloys Toclholders as Toolholders as
Ap. DOC = 0.02 - 3.50 (mm) DCGT TCGT

F = 0.05~0.40 (mm/r)

Insert Size Chip-

Order Code

Grade i Insest Size Chip- Qrder Code
DCGX breaker YML-120 ns P g
070204 ALC KOG -1283N TCGX breaker 999 yML-120
1T304 ALC KOG -1291N 16TI08 ALC KIOC  -7096M
Fits the same Fits the same Fits the same

Internal/External
Toolholders as
CCGT

Irternal/External
Toolhelders as
SCGET

Internal/External
Toolholders as

VCGT

|ggté;z{ehﬂ!1i ‘r R Crder Code

YML-120

060202 ALC HiOC  -D312N

060204 ALC KiOc -0314N \ Insert Size Chip- . Order Cade
e PR

= o i
120404 ALC KIOC -0324N SCGX breaker ~/%¢  YML-120 110304 ALC KIOC -9203N
120408 ALC K10C  -0326N 120408 ALC KIOC  -4T73N 160404 ALC KIOC  -9233N
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