KN** Negative insert/ Negative Inserts

Ideal Machining Condition
O Gute Bearbeitungsbedingungen

Turning

Normal Machining Condition
Normale Bearbeitungsbedingungen

- Drehen
[CementedfcarbidefandlcermetiinsertsEliartmetalllund(Cermet]

Unfavorable Machining Condition
Unglinstige Bearbeitungsbedingungen

ISO Code

Sortenauswahl

Spanbrecherauswahl

Empfohlene Schnittparameter

- - 5 B Steel / Stahl (ST L Q O 0%
[ 8 Stainless Steel /
/E W g %’ Rostfreier Stahl O%SS 6369 %%gg
RV brn éé Cast iron./Gusse.isen %
12° -g Non-ferrite material / % %
< Example R type = = tNe _’\"tefat”et i
i eat-resistant steel
Rechtsausfiihrung Warmfester Stahl O€3$ O
_% | __£| Uncoated
Dimension (mm) Coated Carbide g2 | £82| Carbide
Abmessung Beschichtetes Hartmetall 88 | 38% | unbeschicht.
Insert Shape = 2| Hartmetall
Schneid- Type - Typ )
plattenform TN = N = NN N T ol NN ~
la| L |[IW|[S bm|r |R2REBSLIIL2888eLkLge & | 53
OO0 VLOLOO===Z00000/0 0 A
NN MM@ooo@@@AZ |Z 0oooa
S>E>>>>>>>>>>>>>>>> > [>>>>
KNUX160405L11 | 16 [16.15/9.525|4.76| 2.2 | 0.5 | o ® @@ O ® O
KNUX160410L11 | 16 [16.15/9.525|4.76 | 2.2 | 1.0 ° fe)
KNUX | KNUX160405L12 | 16 |16.15/9.525|4.76 | 2.2 | 0.5 o
W KNUX160410L12 | 16 |16.15/9.525|4.76 | 2.2 | 1.0 o
KNUX160405R11 | 16 |16.15/9.525|4.76 | 2.2 | 0.5 )
Finishing/
Schlichten KNUX160410R11 | 16 |16.15/9.525|4.76 | 2.2 | 1.0 °
KNUX160405R12 | 16 |16.15/9.525|/4.76 | 2.2 | 0.5 fe)
KNUX160410R12 | 16 |16.15/9.525/4.76 | 2.2 | 0.5 fe)
Chipbreaker / Spanbrecher
1 Finishing - Medium
Schlichten - Mittlere Bearbeitung
12 Medium - Roughing
Mittlere Bearbeitung - Schruppen
Tool holder / Klemmhalter
CKJNR/L CKNNR/L
Kr:93° Kr:63°
Page/Seite A215 A215
Insert code key A50-A51 Grade selection reference A16/A37-A47 chip breaker selection reference A28-A36 Recommended cutting parameters A261-A263

(@)
[
-]
=
()
O
[
©
()
O
c
()
—
()]
()
=
(&)
=
()
o)
<
(@]
=
C
-
-}
|_
T
| .
()
C
()
O




()]
m m JleyewpeH 7 7
< L0ZaA 10ZaA 10ZaA
o % abpigied
O pajusWa
T .C
S g (o] 20€99A 20€98A
@ - 20€99A
== gz }809 = , (zoe08A) zoloar
S5 £ 5 20z99A I
J o
L L 8§ 3 15Z08A | ®
P =
= k3 =L
mm 5l = 202989A N.,_Nom;, Glle
— S s 10Z99A 10Z98A 10Z99A o0 |
~ m w J: z 102o89A ) 10z98A _ ) 5z 2
S 7] [0]
> aod ~ 110ddA o| |E| |2
= zZz e Hol
) LZrAdA - S| |5
e ol |= [0)
T NE2d 1L08DA (ZL08DA | 1E18OA) gl |5z
2 HZ8oA ] (11180A ) (124E0A 2lel g
Q) El || |2
Q o lleeunier [ ovoxn | 10ZaA ) gl ||| &
=) = abpiq.eo L0LAA 10LAA el 23
S 3 FIVEES 0LDA 1500A 8|8
5 8 (5001v3) , 5|8 |8
enw = Sweoy) 000LVD (000LvD ] (0002ND ) Z||T||T
nn.v m olwess) 000LND .
@ < 2 oz
ic o 13}U0I40s3q
o a [o1S1ONA| OLSLONA OLSIONA
C Bwis)
o [} I
[=
m nl.v 191yo1yosaqun
L £ (1S19NA) LSLONA
n» o Yo
2 =
= S0ZO8A s
A.n 20£99A ! ol e
- H G0ZOgA 20299A .W %
S £ k3 S0Z989A gl 2
(= O m S 20298A Z0z5aA Z01L98A 20198A =l |e||@
(@) 5 Fo3 o) 3 8
S T 2 ENCIR
) © - B 15£08A N al2llS
1 55 m < (o] Pnu
o c =
(@) o £ 25208A EIER @
) o
0 (3] 15208A LSEINEA zZsiaga
) |
O 261084 SENes =
= 5 - = = H
=fe LSLNEA
(= |
O] - |©o |©o o |o - © | ©o o« | © | o | o« | o |lo| o
u % o -~ N (3] < o -~ N o o - N [y} o - N [y}
) ENEN usbunsebepadng
I aljojsyiaj\ SlaMeyeS)
M UEIS JOIBHSOY - [BRS SSOIUIEIS S[elJajew snolisj-UoN |99}S Juelsisal-jesq [eusle|\ peH Jadns

OV TEToN|=2=To [VER g RETVTEETUVEET O] [ \VAR eIV (ST NN |2 TV ST I s W) 3uisiad) Uaiog auajyojdwig - (SHasu]) MaIAISAQ 3pel9 PApUILILIOddY

A16



Application Anwedungsinformation

Internal grooving - Innenbearbeitung

e Follow the machining sequence as shown in the picture.

Good for chip flow, always feed along the direction of moving from the
deepest in the hole to outside.

e Bearbeitungsfolge gemaf Skizze. Bei der Bearbeitung von Sackbohrungen, sollte zur

besseren Spanabfuhr von innen nach aufien gearbeitet werden.

Turning

B Recommended cutting parameters - Empfohlene Schnittparameter

- Drehen

Inserts Size
o Recommended feed rate (mm/rev) - Empfohlener Vorschub (mm/U)
Stechplatte Grole
Inserts width(mm) Parting Grooving Turning Profiling
Stechplatte Breite Abstechen Einstechen Drehen Profildrehen
25 0.05—0.15 0.05—0.15 0.05—0.15 0.05—0.15
3 0.05—0.15 0.05—0.15 0.07—0.15 0.1—0.2
4 0.05—0.2 0.05—0.2 0.07—0.25 0.1—0.2
5 0.07—0.2 0.07—0.22 0.1—0.25 0.15—0.3
6 0.1—0.3 0.07—0.25 0.1—0.3 0.15—0.3
Workpiece Material Hardness
Werkstiick Material Harte YBG302 | YBG202 | YBC151 | YBC251 | YD101 YD201 | YBG102 | YC10 YC40
Carbon steel 125<HB<170 | 120-260 | 150-280 | 140-280 | 150-280 130-280 | 110-260
Kohlenstoffstahl
Low alloy steel
niedrig legierter | 180sHB<275 | 80-175 | 110-200 | 100-240 | 110-200 90-200 70-175
Stahl
High alloy steel | 4o 1B<305 | 80-160 | 110-190 | 100-220 | 110-190 90-190 | 70-160
Hoch legierter Stahl
Cast steel 180<HB<250 | 75-140 | 100-170 | 80-160 | 100-170 80-170 | 60-140
Stahlguss
Ferrite
; 200<HB<300 | 70-170 | 100-200 100-200 80-200 60-170
M Martensite
Austenite 180<HB<300 | 80-200 | 110-220 110-220 90-220 70-200
Malleable castiron | 45413030 | 100-200 | 130-220 90-160
Temperguss
Groycastion | 1g0<HB<220 | 90-170 | 120200 80-140
rauguss
Nodular castiron | 160<HB<250 | 80-150 | 110-180 60-140
Al alloy
Alu-Legierung - 200-400
Heat resistant alloy
hitzebestandigen <400 20-50 30-60
Legierungen

The cutting parameters recommended are suitable for wet machining.
Die angegebenen Schnittparameter werden fiir die Berabeitung mit Kihlfllissigkeit empfohlen.

Advice: internal machining and Axial machining, The cutting speed should be reduced by 30%-40%.
Hinweis: Bei Innen- und Axialstechen, sollte die Schnittgeschwindigkeit um 30%-40% reduziert werden.
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