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ISO

ISO designation system for indexable inserts

S

Basic shape angle

N

Clearence angle

M

M

Type of insert

~ O W

without chip breaker, with cylindrical fixation hole

I i I W

withoutchipbreaker,withconicalfixationhole

c O
without chip breakers,
with fixation hole conical from both sides

" KA

Chip breakers at both sides, without fixation hole

G E:_Tﬂ__:j

Chip breakers at both sides,with cylindrical fixation hole

gi o R vl

Chip breakers at one side, with conical fixation hole

J m

Chip breakers at both sides with fixati onhole
conicalfrombothsides

A |:| 85° A Limits of tolerance
\( 30 m s d
B - i A | +0,005") +0,025 | +0,025
B C | £0,013 +0,025 | +0,025
E | £0,025 +0,025 | 0,025
o 1)
C 80° < , :5 F | +0,005 +0,025 | +0,013
G | £0,025 +0,13 +0,025
C H | £0,013 +0,025 | +0,013
1) _
D O 550 J | 20,005 +0,025 | £0,05-+0,15
7° 1)
~ \: K | 0,013 +0,025 | 0,05 - 0,15
L | 0,025 +0,025 | £0,05 - £0,15
E <> 75° D M | £0,08 - 0,20 | 0,13 +0,05 - +0,15
150 U | +0,13-+0,38 | +0,13 +0,08 - £0,25
™ d m d
H O 120° M| 635 +0,08 | +0,05
E 9,52 +0,08 +0,05
K 20° 12,7 +0,13 +0,08
@ ~a|
5 s 15,88 0,15 | 0,10
E 19,05 +0,15 +0,10
25,4 +0,18 +0,13
L 900 S ) ’ )
|:| 4 25 U| 635 +0,13 | 0,08
9,52 +0,13 +0,08
M <> s G 12,7 £0,20 | 20,13
15,88 +0,27 +0,18
- & 19,05 £027 | 20,18
o O 135° 25,4 0,38 | 0,25
N
0° m= Corner radius
O
S = Thickness
P
R - d= Incircle
N 11°
s D 9° O ;
- : \ SN !
T 60° | A h ‘ 7 i
NRAN P A
Clearance angle So < Sz
e b
::g;;:{;gnspec'a Indexable insert with unequal number of sides
Vo <> s
m*)
VAN d

Chip breakers at one side,with cylindrical fixation hole

A I N O |

without chip breakers, without fixation hole

Indexable insert with equal number of sides

o [
without chip breakers,with fixation hole conical
from both sides

Chip breakeres at one side, without fixation hole

i R i

Chip breakers at one side, with conical fixation hole

-
enerally used for indexable inserts with
round face cutting edges.

he calculation for the “m” measurement is
y»ased on the precise radius in inches.

u m

Chip breakers at both sides, with fixation hole conical

w O [

without chip breaker, with conical fixation hole

« T

with special features to drawing



19 06 24
Length of cutting edge Thickness Corner radius Modemstes Design Direction of cut
s J
A
- s O L
2 0
&
C
E R Sharp cutting edges
S Examples:
D 00 r= max0,2 mm E The indexable insert can
| 04 r= 0,4 mm 0,1 only be used for cuts to
e
s 08 r= 0,8 mm 0,1 the left
s
H 12 r= 1,2 mm 0,1 ,
Rounded cutting edges
| 16 r= 1,6 mm =0,1
20 r= 2,0 mm 0,1
K g 24 r= 2,4 mm 0,1 S N
Examples: 25 r= 2,5mm 0,1
01 s= 1,59 mm 32 r= 3,2 mm 0,1
L T1  s= 1,98mm
: 02 s= 2,38 mm Chamfered and rounded
03 s= 3,18 mm cutting edges
M T3 s= 3,97 mm
04 s= 4,76 mm The indexable insert can
_ T be used for cuts either
05 s= 5,56 mm to the left or to the right
0 06 s= 635mm
| 07 s= 7,94 mm
P 09 s= 9,52mm Chamfered cutting edges
12 s=12,70 mm
| R
K
R Q
s Double-chamfered
cutting edges
' The indexable insert can
only be used for cuts to
' é P C -
© &7
Double-chamfered and
rounded cutting edges
)
Examples:
06 I= 6,350 mm
09 I = 9,525 mm
11 1 =11,000 mm
12 1 =12,700 mm
15 1 =15,880 mm
16 1 =16,500 mm
19 1 =19,050 mm
22 | =22,000 mm
25 | =25,400 mm
27 1 =27,500 mm
32 1 =31,750 mm




ISO

ISO designation system

for tool holders, external machining

C L N
P
Fixation type Indexable insert shape Tool holder shape Insert clearence angle
C A D s A 90° 75 A
NI, T@ T
A 30
B D 82° ——
B
Clamp from above
Fix from above ‘\ L5
C <> g C o) 90° i 7/\ 45°
O —eee e
C
’ ﬁ : <> - =
E <> 75° E 60° 90° D
- 15°
H O 120°
E
4 20°
P K // s G 90° 93°
F
L [ o =
Clamped throughahole M <> 86° K 750 ) o5° G
Fixation through a hole ‘E 20°
s o (O s —
N —_—
\LA/OQ
P Q 1080 M 50° 63°
Durch Bohrung geschraubt P
Fixation by screw through R - 11°
a conical hole =
S I:' o R 7 75° @\ s O
N
Clearance angle
O R . . requiring special
v £ T & %F < indication
WA e
Vv % 72,5° 60°
85°




R 50 50 T 25

Direction of cut Cutting height Shank width Tool length Cutting edge length
L n B E
O
© g
The tool holder can / g
only be used for cuts /
to the left / H 9
|
h, b Q
(h1) (h2) L l
Code letters
for the length |4 M
For clamped tools, the
cutting height (h1) generally A 32mm
The tool holder can be corresponds to the shaft B 40 mm
used for cuts either to the height (h2). The exceptions C 50 mm O
left or to the right to this include cartridge ;
D 60 mm
toolholders and clamped
tools for internal turning. E 70 mm
F 80 mm P
R G 90 mm I
H 100 mm
J 110 mm R
K 125 mm
L 140 mm
M 150 mm S
N 160 mm L L
P 170 mm
The tool holder can Q 180 mm T
only be used for cuts
to the right R 200 mm
S 250 mm
T | 300mm Vv
U 350 mm
\ 400 mm
W 450mm W
X
special length
Y 500 mm Examples:
06 I = 6,350 mm
09 I = 9,625 mm
11 1 =11,000 mm
12 1 =12,700 mm
15 1 =15,880 mm
16 1 =16,500 mm
19 1 =19,050 mm
22 | =22,000 mm
25 | =25,400 mm
27 | =27,500 mm
32 1 =32,000 mm




Coating Insertion Grade Overview

Grad Iso BREEALEHR

Microscopic tissue Grade description
structure

PVD P10- P30/M20- M40/S15- S25

PVD multilayer coated P10— P30/M20- M40/S15- S25 carbide substrate for
¢ finishing to medium machining of stainless steel, super alloys and steel
(milling). Excellent wear resistance and thermal stability in a wide range of
applications.

AKC203 P15-P25

CVvD P20-P35

CVD coated P20- P35 carbide grade for medium operation to roughing of steel
and casting steel. Optimal performance of wear resistance and toughness for
a wide application field.

T
CVvD P20-P40
APC352 P20-P40 CVD coated P20- P40 carbide grade for roughing operation of steel and
casting steel. Optimal performance of wear resistance and toughness
for a wide application field.

APC252 P20-P35

PVD P10-P30/M10-M25
/

PVD multilayer coated P10— P30/M10- M25 carbide substrate for finishing
to medium machining of stainless steel,superalloys and steel(grooving/milling).
Optimised coating stability for higher wear resistance and thermal stability in
a wide range of applications.

ABM9320 P10-P30
M10-M25

CVD  M15-M35

CVD coated M15- M35 carbide grade for medium to roughing operation
stainless steel with wide application field. High wear resistance and
capability against plasctic deformation at higher cutting speed.

PM253 M15-M35

CVvD K10-K25

CVD coated K10- K25 carbide substrate. Optimized for medium to roughi
operation of cast iron. Good wear resistance and toughness at higher
cutting speed.

BD152 K10-K25

P10-P30 PVD P10- P30/M20- M40/S15- S25
ABG205 M20-M40
S15-825 PVD multilayer coated P10— P30/M20- M40/S15- S25 carbide substrate for

" finishing to medium machining of stainless steel, super alloys and steel (milling).
i Excellent wear resistance and thermal stability in a wide range of applications.




Positive and negative reversible inserts for heavy-duty machining

r

7 ¥ Grade
d <B§1
LA 4 Insert model 5 5 L z
N % & & I 8
() O (&) (&)
| d s d1 r max. < < 3 <
CCMT...-BSMR CCMT 250924-BSMR | 25,80 25,40 9,52 @ 860 24 | 20 ° ° °
, v Grade
ﬁ ah Insert mode
1 b B s =
L » 5§ § § 3
| d s di1 r max. 9 (_I) 3 9
SCMT...-BSMR SCMT 250924-BSMR | 25,40 | 25,40 9,52 @ 860 @ 2,4 | 20 ° ° °
SCMT 380932-BSMR | 38,10 38,10 9,52 | 860 3,2 | 35 ° ° °
SCMT...-BSR SCMT 250916-BSR 25,40 2540 952 860 1,6 | 20 ° ° ° °
SCMT 250924-BSR 25,40 2540 952 860 24 @ 20 ° ° ° °
SCMT 380932-BSR 38,10 38,10 9,52 860 32 | 35 ° ° °
CN. .
i / Grad
Insert mode ace
= = w I
n [Te) o o
ap & g = %
| d s d1 r max. 2 < 2 <
CNMA 190616 19,30 | 19,05 6,35 7,93 1,6 17 °
CNMM...-RP CNMM 190612-RP 19,30 | 19,05 6,35 7,93 @ 1,2 17 ° ° °
CNMM 190616-RP 19,30 | 19,05 6,35 7,93 1,6 17 ° ° °
CNMM 190624-RP 19,30 | 19,05 6,35 7,93 @ 2,4 17 ° ° °
CNMM...-BRP CNMM 250724-BRP | 25,80 25,40 7,94 @ 912 | 24 | 20 ° ° °
CNMM 250924-BRP | 25,80 25,40 9,52 @ 9,12 | 2,4 | 20 ° ° °
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For cutting data standard values see pages 18



Negative angle blade for heavy-duty machining of train components

X Grade
d;
4 & 5 5 5
a, — [ < [3Y]
Ll Insert mod P B 5 g 8
nsert mode | d s aF : TiER 2 2 < <
SNMA.... SNMA 190616 19,05 19,05 6,35 7,93 16 17 P
SNMA 250724 2540 2540 @ 7,94 912 @24 | 22 °
SNMG....-BMR SNMG 250924-BMR | 25,40 | 2540 952 912 @ 24 | 16 °
SNMG....-BRW SNMG 250724-BRW | 25,40 | 25,40 7,94 | 9,12 = 24 9 ° ° °
SNMG 250924-BRW | 2540 2540 952 9,12 24 @ 12 ° ° °
SNMM...-BRP SNMM 250724-BRP | 25,40 | 25,40 7,94 | 9,12 = 24 | 20 ° ° ° °
SNMM 250732-BRP | 2540 | 2540 7,94 | 9,12 32 | 20 ° ° °
SNMM 250924-BRP 2540 | 2540 9552 | 9,12 | 24 | 20 ° ° ° °
SNMM 250932-BRP 2540 2540 9,52 9,2 @ 32 | 20 ° ° °
SNMM...-BR SNMM 250724-BR 2540 | 2540 7,94 | 912 24 | 20 ° °
SNMM 250924-BR 2540 | 2540 952 | 912 @ 24 | 20 ° °
SNMM....-RP SNMM 190612-RP 19,05 | 19,05 6,35 | 7,93 @ 12 @ 17 ° ° °
SNMM 190616-RP 19,05 19,05 6,35 7,93 @ 16 17 ° ° °
SNMM 190624-RP 19,05 | 19,05 | 6,35 | 7,93 | 2,4 17 ° ° °
SNMM 190632-RP 19,05 | 19,05 | 6,35 7,93 | 32 @ 17 ° ° °
SNMM 250724-RP 2540 | 2540 7,94 912 @24 | 20 °
Sorte
Grade
= = w I
Yo} 0 o o
Insert mode % z & 3 8
| d s d1 r max. < < < <
TNMM..-BR TNMM 270612-BR 27,50 15,87 635 | 635 12 | 20 °

17

For cutting data standard values see pages 18



h, Ordering code

h Tool holder
= configuration
h b 11 I2 f insertion model
PCLNR/L 95° PCLNR/L 2525M19 25 25 150 38 32 GNM. 19
PCLNR/L 3232P19 32 32 170 38 40
PCLNR/L 4040S19 40 40 250 38 50
Righthand version as shown, PCLNR/L 4040825 40 40 250 45 50 CNM. 2509..
left hand version mirrorlike 1, PCLNR/L 5050T25 50 50 300 45 60
PSBN-R/L 75° PSBNR/L 3232P19 32 32 170 392 | 27  gyMmL19..
PSBNR/L 4040519 40 40 250 38,5 35
PSBNR/L 4040525 40 40 | 250 475 35 | gNM. 2507
Righthand version as shown, left PSBNR/L 5050725 50 50 300 49 43
hand version mirrorlike ! PSBNR/L 4040S25-09 40 40 | 250 475 35 | gNM. 250
PSBNR/L 5050T25-09 50 50 300 49 43
—
N Ao PSDNN 3225 P19 32 25 170 404 13 gyMm 19
PSDN-N 45 PSDNN 3232 P19 32 32 170 40,4 12,5
PSDNN 4040S25 40 40 250 45 20 SNM. 2507
PSDNN 5050725 50 50 300 45 25
g PSDNN 4040S25-09 40 40 250 45 20 SNM. 2509..
PSDNN 5050T25-09 50 50 300 45 25
PSKN-RIL 75° PSKNR/L 3232P19 32 32 170 337 40 gNM. 19,
PSKNR/L 4040S19 40 40 250 37,6 50
PSKNR/L 4040525 40 4 | 250 45 50 SNM. 2507
Righthend version as shown, et PSKNR/L 5050725 50 50 300 45 60
hand version mirrorike PSKNR/L 4040S25-09 40 40 | 250 45 50 SNM. 2509..
T PSKNR/L 5050T25-09 50 50 300 45 60
PSSNR/L 45° PSSNR/L 3232P19 25 25 150 28 32 SNM. 19,
PSSNR/L 4040S19 32 32 170 32,6 40
1= DY  PSSNR/L 4040525 25 25 150 38 32 SNM. 2507
Righthand version as shown, PSSNR/L 5050725 32 32 170 38 40
left hand version mirrorlike
PSSNR/L 4040S25-09 40 40 250 38 50 SNM. 2509..
PSSNR/L 5050T25-09 40 40 250 45 50
] he
Spare parts Ordering Code
[o] 0] /) 0o C—Do 1
. . C IS
Cutt d .
u|e‘?‘|%t?‘l ge Kmfsizheandle Shim shape C Shim shape S Lever Fixation screw Shim pin AS;LeJrrT]]cbhly wrench
19 2525 - 4040 B01-C1847 B01-S1847 D02-19210 A03-10270 EO01-11011 V10-30000 V01-A0040
25 4040 - 5050 B01-C2463 B01-S2463 D02-23250 A03-12360 E01-15212 V10-50000 V01-A0050



Tool holders for heavy duty machining
Cartridge system: Cartridge

Blade holder size

Ordering Code h
= h1 b1 I 2 d1
b

D-82-026 L 50 65 80 300 70 90 10

D-82-027 R 50 65 80 300 70 90 10

D-82-030 L 60 65 80 300 70 90 10

D-82-031 R 60 65 80 300 70 90 10

Ordering Code 1,
= h1 b1 | I 12 f 1
b
ccMT Insert the CCMT card holder D-80-002 L 40 83 73 CCMT 2509..
D-80-001 R 40 83 73 CCMT 2509..
k—h
SCMT BM46411 L 40 83 53,00 58,9 SCMT 2509..
BM46412 R 40 83 53,00 58,9 SCMT 2509..
BM46233 L 40 83 53,25 62,2 SCMT 3809..
~h BM46247 R 40 83 53,25 62,2 SCMT 3809..
Rechtsausfui hrung wie gezeichnet, Linksausfi hrung spiegelbildlich
Spare parts Ordering Code
[©] (= < = T
Knife holder code i =
Shim Fixation screw Threaded Conical spring Chip breaker Key
bushing washer
D-80-003R, D-80-005L D-20-061 M6x16 D04-0F276 D-61-008 V01-A0040
DIN 7991

D-80-001 R, D-80-002 L D-20-058 A02-80250 E02-F12080 V04-T3000

BM46412 R, BM46411 L B02-S2563 A02-80250 E02-F12080 V04-T3000

BM46247 R, BM46233 L B02-S3863 A02-80250 E02-F12080 V04-T3000

10



Train wheel

processing O”

CNMX
both sides useable



Indexable inserts for railway wheel machining

b Insert size

dE Ect
Ordering Code | d s d; r

S

Grades

fine application

RCMX...R25 RCMX 2507M0-R25 - 25,00 7,90 7,20 - ° °
RCMX 3209M0-R25 - 32,00 9,52 9,50 - ° °

rough application

RCMX... RCMX 2006M0 - 20,00 6,35 6,50 - ° °
RCMX 2507M0 - 25,00 7,90 7,20 - ° °
RCMX 3209M0 - 32,00 9,52 9,50 - ° °
RCMX...R40 RCMX 2507M0-R40 - 25,00 7,90 7,20 - ° °
RCMX 3209M0-R40 - 32,00 9,52 9,50 - ° °

special fixation
RCMH...R40 RCMH 3209M0-R40 - 32,00 9,52 9,50 - ° °

Sonderlésung: System Vollhartmetall / Special Solution: System full carbide

RC...
Grades
d[ E d]_
Ordering Code d S d4 r
S
fineapplication
RCMR...R25 RCMR 3209M0-R25 - 32,00 9,52 12,00 - ° °
rough application
RCMR...R40 RCMR 3209M0-R40 - 32,00 9,52 12,00 - ° °

17
For cutting data standard values see pages 18
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Tool holders for railway wheel machining

2 | S Knife holder size
hy - Suitablle indexable
I & ®Knife holder code ol b N inserts
h,
CRCCN 5050V32 50 50 400 @ 42 | 25 RCMR 3209M0-R25

RCMR 3209M0-R40

Spare parts

Spare parts Ordering Code
© @ 6 i =1
Cutting edge  Shank size .
length Shim Clamp Fixation screw | Shimscrew Assembly punch Key
32 5050 Bm46416 Bm46417 M8x20 DIN912 M6x16 DIN7991 0,5x5x30 DIN2098 V01-A0060 SW6

V01-A0040 SW4

13



ISO
Tool holders for ISO-Standard

T — Knife holder size
i Ordering Code h, . .
= | b L ] f Suitable indexable
h, inserts
PRDC-N PRDCN 3232P20 32 32 170 32 16 RCMX 20...
PRDCN 4040825 40 |40 250 42 20 RCMX 25...
PRDCN 5050Vv32 50 50 400 52 25 RCMX 32...
PRGC-R/L PRGCR/L 3232P20 32 32 170 - 40 RCMX 20...
PRGCR/L 4040525 40 40 250 - 50 RCMX 25...
R version mirbrine
PRGCR/L 5050832 50 50 250 - | 50 RCMX 32...
Spare parts Ordering Code
© ) 0o -] D 1
Cutting edge  Shank size
length Shim Lever Fixation screw | Shim pin Assembly punch| Key
20 3232 B05-R1747 D05-19189 A03-08235 E01-09008 V10-40000 V01-A0030
25 4040 B05-R2263 D05-23235 A03-10305 EO01-11011 V10-30000 V01-A0040
32 5050 3832 8132 1612 4125 0025 5005




Indexable blade for processing and repairing train wheels

Insert size Grades
Ordering Code | d s dy r ap
max.
LNUX 191940SN-RWT 19,05 19,05 10,00 6,35 4,0 7 ° °
LNUX...-BRW LNUX 191940SN-RWM 19,05 19,05 10,00 6,35 4,0 10 ° °
LN r Insert size
‘ RS ‘ Grades
d ¢ @d‘
*
: | |Ls.| Ordering Code | d s dy r ap
- max.
LNUX...-BRW LNUX 301940SN-RWM 30,00 19,05 12,00 6,35 @ 4,0 14 ° °
LNUX...-BRWF LNUX 301940SN-RWF 30,00 19,05 12,00 6,35 @ 4,0 17 ° °
LNUX...-BRWR LNUX 301940SN-RWR 30,00 ' 19,05 | 12,00 6,35 | 4,0 20 ° °
Insert with turning grooves on both sides
SN... r .
Ve Insert size Grade
d | O di
Ordering Code | d s dq r
L ] Js
CNMX...-BRWT CNMX 190740-RWT 19,05 19,05 7,93 7,80 4,0 7 °
CNMX 191140-RWT 19,05 19,05 10,40 7,80 4,0 7 °

17
For cutting data standard values see pages 18
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Tool holders for railway wheel machining

Knife holder size

Insert special tool holder . .
Matching suitable

b h | h f
Ordering Code = ! ! tool bar
BRWTO1...R/L ) RWT01-32 5555R 55 55 210 44 60 BRWCO1...R
E—‘: ‘ BRWCO02...L
RO .
| RWTO01-32 5555L 55 55 210 44 60 BRWCO1...L
- BRWCO02...R
° [
f b
" 1 H
<)
Iy s
Ersatzteile Spare parts Ordering Code
6-kt
threaded screw Key 6-kt-screw 6-kt-nut
BRWTO01-32 5555 R/L M6x16 V01-A0030 M12x50 M12 (Typ1)
ISO 4028 ISO 4017 ISO 4032
Insert seat size
. b I ) h, f) Sunabl_elndexa
Ordering Code ble insert
BRWCO1..R/L ) RWCO01-LN19 3223R/L 225 42,4 35 32 23 LNUX 191940
@
hy RWCO01-LN30 3223R/L 225 42,4 35 32 23 LNUX 301940
) **) HS

1

@ Insert seat size

BRWC02...R/L *) RWCO02-LN19 3219R/L 18,56 42,4 35 32 191 LNUX 191940

**) NS
@
1

i

¥

f1
i I

~o =

e
O
O

16



Technical hints

Cutting data recommendations

Machining examples railway wheel machining

ACP15T A CP25T
ap
nsert Type Cutting speed Feed f Depth of cut ap
m/min mm/U mm/rev mm
0.25 - 1 BRWT: 04- 7
LNUX 19.... 30-90 30-70 ’ BRW: 1 -10
04 -1,4
BRW: 2 -14
LNUX 30.... 40-100 40 - 80 05 -1,8 BRWF: 2 -17
BRWR: 4 -20
Insert cutting guidance data
Work piece: Railway wheelR9
nass wet
Condition of cut: RCMX 3209MO0 \
Tool: AKC203 w/

Indexable insert:
Boehlerit grade:

Parameters of cut:

Work piece:

Material:
Condition of cut:

Tool:
Indexable insert:
Boehlerit grade:

Parameters of cut:

Work piece:

Material:
Condition of cut:
Tool:

Indexable insert:
Boehlerit grade:

Parameters of cut:

Ve = 100 - 160 m/min
ap = 4 -10 mm
fa=1,0-1,6 mm/U mm/rev

Radprofil

Railway wheel profile
dry-
BRWTO01-325555R
APC352
Ve = 70 m/min

a,=0,4-2mm
fn = 1,0 mm/U mm/rev

Radprofil
Railway wheel profile

R7T

dry
BRWT01-325555R
LNUX 191940-BRW
ABC320
V¢ = 60 - 70 m/min
ap = 2,5-4mm
fn =1,4 mm/U mm/rev

[T

APC352

17






Indexable inserts for roll turning

Insert size Grade
Ordering Code
| d s d, r
LNMR 501432 50,8 255 14 6,4 3,2 ° ° °
LNMR..-CB LNMR 501432-CB 50,8 255 14 64 3,2 o) 5) °
Insert bothsided
SNUN... r .
Ve Insert size Grade
d
| Ordering Code | d s d, r
S
SNUN... SNUN 250724T 25,40 2540 7,94 2,4 °
Insert for grooving
Bm39525 i
140° Insert size Grades
d
Ordering Code | d s dy r
Bm39525 Bm39525 44,4 2550 142 6,4 2,5 19) ° 15)

19



Insert coating corresponding

processing material Insert application method

Grade ISO Range of applications
g pp ME N s g Hﬁ T M D S G P
2 ® I
7] 30 5
05 15 25 35 45 3 @ ES Z3 _
01 10 20 30 40 50 < S g R'c Turning Milling Scarfing Threa Grooving Parti1
IS [} -5 c I =
n E ZFE @t
AKC203 P15 [— | [ ]
P25 | — m] °
APC252 | P20 I = e
P35 — °
] [ J
apcasy | P20 s
P40 — L
P10-P30
ABG205 | M20-M40 —| [ | °
S15-525 — °
P10-P30
| u °
ABD152 | K10-K25 & [ ] ®
[S— et
1SO 513
The application complies with the | ]
full scope of ISO 513 01 10 20 30 40 50 Main appiication Standard grade
05 15 25 35 45

Fields of a lication
|
AKC203 P15-P25

APC252 P20-P35

= Further applications

Processing Material Description

AKC203 P15-P25
Gradeforsteelmaterialswithatensilestrengthand
hightemperature.Suitableforstainlesssteelapplication

APC252 P20-P35

(Universal turning grade) “ Main grade for machining
steel materials and easily machina

ble stainless steels at medium cutting speeds, included
inter-the properties of high wear resistance and excellent

characteristics across a wide range of applications.

APC352 P20-P40

APC352 P20-P40
CVD coated P20- P40 carbide grade for roughing operation

CVvD  P20-P40 of steel and casting steel. Optimal performance of wear
resistance and toughness for a wide application field
P10-P30 M20- ABG205 P10-P30 M20-M40

ABG205 M40 S15-S25

TiN-TIiCN

S15-825

Grade for machining alloyed and unalloyed steels at medium
cutting speeds. The multilayer TiN TiCN coating is on a very
tough base material.

This grade has the wear resistance of the

hard material coating as well as the cutting edge stability an

ABD152 K10-K25

ABD152 K10-K25
K15 region casting turning grade. the best Processing

K15
GG MGG GG and MGG materials and using them for steel rolling
ABM 9320 P10-P30 ABM 9320 P10-P30
M10-M25 M10-M25
PVD multilayer coated P10— P30/M10— M25 carbide substrate
PVD P10-P30/M10-M25 for finishing to medium machining of stainless steel, super

alloys and steel (grooving/milling). Optimised coating stability
for higher wear resistance and thermal stability in a wide
range of applications.

20



boehlerit

Aokai Tong New Material Co., Ltd.

; A5 101 Add:No.101,
BuildingA5, SmallandMedium-sizedEnterprie PromotionPark,
HuangheNorthRoad, TianyuanDistrict,

Zhuzhou City,Hunan Province, Chinatool.com

Fax: 86-731-22795610

el: 86-731-28835805

webpage.www.ako

E-mail.grand@akotool.com



