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New wiper inserts for finish that achieves higher feed cutting
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SEWay
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New wiper shape to improve surface roughness
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New breaker design to improve wear resistance
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Breaker Design Management
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Wide chip guide face reduces wear and damage on rake face.
Delivers good wear resistance even under high feed conditions.
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New profile improves wiper effect!
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Features 3 Ridges to Provide Excellent Chip

Performs under higher feed rates without
compromising surface roughness!!
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CNMG120408
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Composite land design delivers sharp cutting performance and cutting edge strength
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‘ In machining under the feed condition exceeding the conventional speed, the SEW type has:
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Constant surface roughness
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Stable and long tool life

O] b £ FULIEE

Chip Management

CNMG120408
Ve = 200m/min, SCM415

EE lJrCtJJ D ( ?miﬂ'ﬁ%%ﬁ Stable chip management is shown.
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Wear Resistance
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Ve = 200m/min, f = 0.6mm/rev,
a, = 1.0mm, SCM435
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For previous wiper inserts...
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The effect is
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Wiper inserts are effective for turning the ID and OD, and for facing as shown in the figure below. Note, wiper
inserts leave the same surface roughness as normal inserts at tapers and corners.
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Use a holder with a 95° cutting angle. v

®7JDI7E| 75 A?ﬁIEZ<§ No tool compensation required.
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CNMG/WNMG type wiper inserts follow the ISO standard allowing use without correcting the machining program.
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The obtuse (100°) corner on the CNMG type can also provide a wiper effect.
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When using the obtuse (100°) corner, use a holder with a 75° cutting angle.
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DNMX type wiper inserts do not follow the ISO standard. Correct the machining program as explained on the opposite page.
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Tool Compensation Guide for DNMX Type Wiper Inserts (Compensation: mm)
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Cutting edge position compensation (tool offset) in X and Z axes @/ —XRSCIHHE nose Radius
BEISOFvIICHL. AAMBHREDE. AR I External Turnin l[okZr=y
(9 X/ ZHP DS AR 0T < eety, T NS : IHEVHIOSE
The cutting edge for this insert differs from |/—XR(mm)| X&hA[E | ZshA[E
standard ISO inserts and therefore requires a tool Nose Radius X direction Z direction XEl  axis
compensation be made in the X and Z axes as shown 0.4 —0.14 —0.02
in the table on the right. - - -
el i 08 o012 002 DZ8FPIRES

XAHRUIBI DS XEFEIR+HICEDE T, : : : Z-axis compensation —

The X axis compensation is positive for internal 1.2 —0.1 —0.03 11
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Wiper nose radius
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Tool compensation for corners (Based on compensation in step (D
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The corner radius must be corrected to prevent the insert from gouging the corner with respect to — H% After tool offset
the programmed tool path. ¥ !Eé Normal insert nose radius P
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Programmed corner radius = Actual corner radius + Radius compensation é = 2 //
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R4.0 1.2 0.08 +R0.18
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Tool compensation for tapers (based on compensation in step
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TiEIC?Eb\;fﬂﬁﬁﬂIC%mEE’??’DZ<7—C3L\ Example) Machining a 60°/-20° taper, using ? 0.8mm nosi radfs
Tool paths for tapers leave gouging and remaining material with respect to the A )\— /) —XEHZBHR ,@
programmed tool path. Correct the normal direction as shown below. W‘D;”DSE profile %Y?l‘
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ZRULET,
Compensation + indicates gouging
Compensation - indicates uncut material.

F—INEE Taper Angle (0)

/—ZR(mm) \

Nose Radius —25° | —20° | —15° | —10° —5° A\
0.4 0.08 | 0.07 | 0.05 | 0.04 | 0.02
0.8 0.09 | 0.08 | 0.06 | 0.05 | 0.02
1.2 0.05 | 0.05 | 0.05 | 0.03 | 0.02

J—ZR(mm) F—INEE Taper Angle (0)

ML 0° 5 10° | 15° | 20° | 25° | 30° | 35° | 40° | 45° | 50° | 55° | 60° | 65° | 70° | 75° | 80° | 85° | 90°
0.4 0.00| 0.00| 0.00|—0.01|—0.01|-0.01 |—0.02 |—0.02 |—0.03 |—0.03 | —0.04 | —0.05 | —0.05 | —0.05 | —0.03 | —0.02 | —0.02 | —0.01 | 0.00
0.8 0.00| 0.01| 0.02| 003| 003| 0.03| 0.03| 002| 0.01| 0.00|—0.02|—0.03|—-0.05|—0.04 |—0.03|—-0.02 |—0.01| 0.00| 0.00
1.2 0.00| 0.02| 0.04| 0.06| 007| 008| 0.08| 007| 0.06| 0.05| 0.03| 0.00|-0.03|—0.02|—0.01| 0.00| 0.01| 0.00| 0.00
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o @ General Steel (Carbon Steel, Alloy Steel), Mild Steel
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Shape Catalogue No. - & 8 8 fﬁ‘% ngn—jeeu Finishing to Light Medium Rough to Heavy
8 8 'l.(_) 8 Inscribed circle | Thickness | Hole diamenter | Nose Radius PO1 P1 0 P20 PSO
CNMG 120404N-SEW | ® | & @ | @ 04 (5= o
& " voenswe 00 7w sie | 0s | |/ AC8B10P
120412N-SEW | @ | @ | — | — 1.2
DNMX 150404N-SEW | ® (@ |® | @ 0.4% / ACS820P 7
150408N-SEW | @ ([ ®  ® @ | 127 | 476 | 5.16 0.8 T
‘ ,,,,,,,,,,,,,, 150412N-SEW | @ |@ | — | —| | | | 12¥] |[J=FARY—AYb cucscens ]
DNMX 150604N-SEW 0.43%
150608N-SEW 127 | 6.35 | 5.16 0.8 TZOOOZ /
150612N-SEW - |- 1.23% | |
v WNMG 080404N-SEW | @ @ © | © 0.4 glu T1 500A
080408N-SEW @ © (©® @ | 127 476 | 5.16 0.8 / /
080412N-SEW | @ (@ | — | — 1.2 "ﬁ, : : :
X EPEUE. ISOREICERMLTHEDE A

Approximate values are not in accordance with the ISO standard.
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@mark : Standard Stocked item (expanded item) @mark : Standard Stocked item  Blank : Made to order item  Item with —: We cannot produce
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.SCM420 QEEEEE%E&E SCM420 automobile power train parts
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Cutting Conditions

a =0.4~1.0(mm)
f 0.3(mm/rev)
Wet

.SEWEE 7 l-/_jj SEW Type Breakers

.ﬂiﬁi'j 'f / \b_f v j Competitor's wiper insert
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Reduces damage to inserts resulting from further damage to the rake surface.
Chip management is good. Tool life can be extended further.
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IERE : CNMG120408 - AC810P TIERE  : WNMG080408 - ACB10P  XHUPTHER.3(Z |
Insert Insert With increase of the feed, the efficiency is
ESE =250 (m/m|n> IEIESES ve= 360 (m/m|n) improved 1.3 times!
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Cutting Conditions ap= 0.5 (mm) 7__X F%f# :
= - Testing conditions
v(/etO.S 035 (mm/rev) =0.35-0.42 (mm/rev)
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Although the feed is increased, the machining efficiency is improved by maintaining surface
roughness and constant damage. Chip management is good.
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® \lery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.
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® Please handle with care as this product has sharp edges.

® Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.
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