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Compatible P
Workpiece Materials s«

SKU# ANSI# ISO# L OI.C S Od r START SPEED START FEED
424-1894 VNMG331-DF  VNMG160404DF 0.654 0.375 0.187 0.15 0.016 [P Vc: 1310sfm (980-1640) fz: 0.004in/z (0.002-0.008)

424-1895 VNMG332-DF VNMG160408DF 0.654 0.375 0.187 0.15 0.031 [P Ve: 1310sfm (980-1640) fz: 0.004in/z (0.002-0.008)
424-1884 VNMG332-DF VNMG160408DF 0.654 0.375 0.187 0.15 0.031 [P Ve: 1180sfm (920-1580) fz: 0.006in/z (0.002-0.012)
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+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions

DF CHIP BREAKER

The DF chip breaker is the preferred choice chip breaker on P

category material finish. M Class tolerance double sided chip o
breaker, excellent chip flow in finishing cut range while producing

excellent surface finish on work material.
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Compatible P
Workpiece Materials Stes

SKU# ANSI# ISO# L gl.C S Od r START SPEED START FEED
424-1917 VNMG332-DM VNMG160408DM 0.654 0.375 0.187 0.15 0.031 | P Vc: 920sfm (720-1180) fz: 0.008in/z (0.004-0.012)

424-1918 VNMG333-DM VNMG160412DM 0.654 0.375 0.187 0.15 0.047 P Vc: 850sfm (720-1120) fz: 0.010in/z (0.004-0.016)
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+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions

DM CHIP BREAKER

The DM chip breaker is the preferred choice chip breaker on P
category material semi-finish. M Class tolerance double sided chip
breaker, light cutting force with wide chipping range, can achieve
better result on high adhesive alloy steels.
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Steel

Compatible
Workpiece Materials
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Stainless Steel L >

SKU# ANSI# ISO# L g1.Cc S od r START SPEED START FEED

424-1927 VNMG331-EF VNMG160404EF 0.654 0.375 0.187 0.15 0.016
424-1928 VNMG332-EF VNMG160408EF 0.654 0.375 0.187 0.15 0.031

424-1935 VNMG331-EF VNMG160404EF 0.654 0.375 0.187 0.15 0.016

424-1936 VNMG332-EF VNMG160408EF 0.654 0.375 0.187 0.15 0.031

M Vc: 660sfm (460-850) fz: 0.004in/z (0.002-0.008)
M Vc: 590sfm (390-850) : 0.006in/z (0.004-0.012)
P Vc: 890sfm (590-1180) fz: 0.006in/z (0.002-0.008)
M Vc: 660sfm (460-850) : 0.004in/z (0.002-0.008)
P
M

Vc: 890sfm (590-1180) fz: 0.008in/z (0.004-0.012)
Ve: 590sfm (390-790) : 0.006in/z (0.004-0.012)
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+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions
, . , , -
The EF chip breaker is the preferred choice chip breaker on M category
material finishM Class tolerance double sided chip breaker. With S \ <
a specially design rake angle and an inclined edge angle aimed at —
machining material that is highly adhesive and plasticity, such as e s

stainless steel, EF chip breaker has a sharp edge making the cutting
light and smooth, stability control chip flows and maintain surface finish,
making it suitable for ultra fine and fine machining of stainless steel.

© Shars Tool Company 2020 General Turning Inserts



VNMG * .

Compatible
Workpiece Materials ., cc steel

SKU# ANSI#

424-1938 VNMG331-EM  VNMG160404EM 0.654 0.375 0.187 0.15 0.016

424-1939 VNMG332-EM  VNMG160408EM 0.654 0.375 0.187 0.15 0.031

Steel

QdI-—--

ISO# L gl.Cc S od r START SPEED START FEED

S =N

Vc: 890sfm (590-1180) fz: 0.008in/z (0.004-0.012)
Vc: 520sfm (330-720) fz: 0.006in/z (0.004-0.012)
Vc: 890sfm (590-1180) fz: 0.006in/z (0.002-0.008)

Vc: 520sfm (260-720) fz: 0.008in/z (0.004-0.012)

Steel

N Ferrite
Materials

Heat-resistant
steel

- L
0 (g9
- c ted
Coated cemented carbide E g E|Comente
o |© o| Carbide
0 (OO
— — — ~ ~— -— ~— O
S| s ¥ |s(d|8I8(Y8|Y¥|2| 5|53 |98|9|8|5|8|Q|% = [
— |- |N N[N ||| == || <= || vwig|lSs
Ol |lOl0OjlOlOjlOO|lO|lO|lO|lO0O|=|=2|=2|=2|n|ola|la|la|lao| O o = | N
0|0 |0 (0|00 |00 |0 |0 |0|0|0 |00 |||l Z2|z|0|O0
SU> > > > |>|[>[>|[>[>[>|>[>[>|>|>|>|>|>|[>|>|>|>]|>]|>
424-1938 o
424-1939 [ )
+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions

EM CHIP BREAKER

The EM chip breaker is the preferred choice chip breaker on M
category material Medium. EM chip breaker is designed with sharp
cutting edge which is required for machining highly adhesive material
such as stainless steel while reinforced the impact resistance on

the edge, which makes it suitable for semi-finishing and intermittent
machining of adhesive materials, such as austenitic stainless steel.
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Compatible
Workpiece Materials

SKU# ANSI#

427-2334 VNMG333-NM

al1.C

Steel

Stainless Steel

od r
0.15 0.047

ISO# L o1.C S
VNMG160412NM 0.654 0.375 0.187

START SPEED

START FEED
P Vc: 980sfm (820-1150) fz: 0.008in/z (0.004-0.012)

M Vc: 720sfm (530-920) fz: 0.010in/z (0.006-0.016)
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+ Good Working Conditions o General Working Conditions

NM CHIP BREAKER

The NM chip breaker is the preferred choice chipbreaker for semi-
finishing S-kind materials. Double-side chipbreaker with M-class
tolerance with good capability to prevent wear and work-hardening
when machining low-machinability rated metals. Possesses higher
feed and depth of cut capability than NF chipbreaker.
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Steel

K

Compatible
Workpiece Materials

Castlron S
D
SKU# ANSI# ISO# L g1.C S od r START SPEED START FEED
424-1905 VNMG331-PM VNMG160404PM 0.654 0.375 0.187 0.15 0.016 P Vc: 980sfm (850-1250) fz: 0.006in/z (0.004-0.012)
424-1906 VNMG332-PM VNMG160408PM 0.654 0.375 0.187 0.15 0.031 P Vc: 920sfm (790-1180) fz: 0.008in/z (0.004-0.012)
424-1916 VNMG331-PM VNMG160404PM 0.654 0.375 0.187 0.15 0.016 P Vc: 1120sfm (920-1440) fz: 0.010in/z (0.004-0.020)
424-1910 VNMG331-PM VNMG160404PM 0.654 0.375 0.187 0.15 0.016 K Vc: 1050sfm (790-1250) fz: 0.004in/z (0.002-0.008)
424-1911 VNMG332-PM VNMG160408PM 0.654 0.375 0.187 0.15 0.031 K Vc: 980sfm (720-1180) fz: 0.006in/z (0.003-0.010)
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M Class tolerance double sided chip breaker has a stronger cutting

+ Good Working Conditions

PM CHIP BREAKER

The preferred choice chip breaker on P category material semi-finish

o General Working Conditions

mmm Adverse Working Conditions

i

edge than DM chip breaker. This insert is suitable for turning
semi-finish/medium on alloy steel under unstable cutting conditions
and is also the preferred choice on cast iron.
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Steel Cast Iron

odf |-~

Compatible
Workpiece Materials ~ J0FC  r 2 — 5
SKU# ANSI# ISO# L OI.C S Od r START SPEED START FEED

427-3070 WNMG332-SF  WNMG160408SF 0.654 0.375 0.187 0.15 0.031 | P Vec: 1310sfm (1050-1575)fz: 0.008in/z (0.002-0.014)

M Vc: 720sfm (530-920)  fz: 0.008in/z (0.002-0.014)

K Vc: 690sfm (530-850)  fz: 0.008in/z (0.002-0.014)
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427-3070 o
+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions

Extra Fine Finishing on P soft steel. Unique nose design and sharp y

cutting edge lead to small cutting resistance and reduce vibration. \_)

Outstanding performance of chip breaking and chip flowing on
machining P soft steel and medium carbon steel to ensure high
quality surface finish.

© Shars Tool Company 2020 General Turning Inserts



VNMG 4 -

Compatible
Workpiece Materials

E(W
A (3,
o

QdI----

SKU# ANSI# ISO# L OI.C S Od r START SPEED START FEED
428-1419 VNMG332-XF ~ VNMG160408XF 0.654 0.375 0.187 0.15 0.031 [P Ve: 720sfm (460-1500) fz: 0.008in/z (0.004-0.012)
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428-1419 [ )

+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions

XF CHIP BREAKER

New generation chip breaker for finishing P type steel. Curved edge
inclination ensures the strength of the cutting edge and reduces
cutting resistance, special chip breaker design ensures improved
chip control performance within the finishing range.
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Workpiece Materials
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SKU# ANSI# ISO# L OI.C S Od r START SPEED START FEED
428-1422 VNMG332-XM ~ VNMG160408XM 0.654 0.375 0.187 0.15 0.031 [P Ve: 720sfm (460-1500) fz: 0.012in/z (0.006-0.018)
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+ Good Working Conditions o General Working Conditions mmm Adverse Working Conditions

XM CHIP BREAKER

New generation chip breaker for semi-finishing P type steel. With
optimal cutting-edge structure to ensure its sharpness and strength,
the newly designed chip breaker geometry, and innovative coating
grades, the cutting edge is superior in its strength and wear
resistance.
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