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Adjustable blade for peeling
Adjustable blade system for bar stripping www.akotool.com

L N G F

Grundform Clearance angle Tolerance grade Insert type
| O - N Tolerances c I:ﬁ]
0° m s d
SR A 10’0051) 10’025 10‘025 Without Chip breaker,
J CD . C 20013 20,025 20025 with cone hole double-sided
E  +0,025 +0,025 +0,025
F  +0,0057) +0,025 | =0,013 F [:’\j::]
L O 90° G  +0,025 +0,13 +0,025
H  +0,013 +0,025 | 0,013 o i
J :0,0051) 20,025 20,05 2015 With chip breaker double-sided,
R Q == K ::0,0131) +0,025 +0,05 - +0,15
L | +£0,025 +0,025 +0,05 - 0,15
M +0,08—+0,20 | +0,13 +0,05 — +0,15 H Hm
S == U +0,13 - +0,38 +0,13 +0,08 - +0,25 90°
D m d
M| 635 £0,08 0,05 With c9ne hole 90° one-sided
and chip breaker
T A 60° 9,52 +0,08 +0,05
12,7 0,13 | 0,08 J m
15,88 +0,15 +0,10 N s
U D -- 19,05 015 %010 Cone 90 o
254 +0,18 £0,13 and chip breaker double-sided
U 6,35 +0,13 +0,08
w Q 75° 9,52 +0,13 +0,08
12,7 +0,20 +0,13 N 1
15,88 +0,27 +0,18 ‘
X Q 85° 19,05 0,27 0,18 Without chip breaker,
254 +0,38 £0,25 without cone hole
"
With chip breaker,
B without cone hole
v FICY
] " 40° - 60°
S I
! ; Cone hole 40° - 60°
and chip breaker double-sided
- X E{j
D 4

With special features according
drawing.

Indexable insert with equal number of sides

“m"

generally used for ground indexable inserts.
The calculation for the “m” measurement
is based on the precise radius in inches.




Indexable inserts for peeling

20 10

AML

www.akotool.com

H10/M10/W10

Lenght of cutting edge Thickness Chip groove Cutting edge and edge
processing
Aokai Tong
Chip groove naming . .
mm According to Aokai Tong

0
The thickness of the
indexable insert in mm is

The cutting edge length is given as the identification
the length of thesecondaryc code. Figures after the
utting edgegivenin mm, wi comma are not included. Ifa
th the decimal places not i single—figure identificaton
ncluded. code is calculated, a zero is

For round indexable
cutting plates the diameter
is given in mm.

placed in front.

standards, perform cutting
edge and edge processing
treatment

05 s = 05,94 mm

I, =09 mm 06 s=06,35mm
I, =10 mm 07 s = 07,14 mm
l, =13 mm 07 s=07,45mm
I, =14 mm 07 s=07,54 mm
I, =15 mm 07 s = 07,94 mm
l,=17 mm 08 s =08,00 mm
I, =20 mm 09 s=09,52 mm
l, =28 mm 10 s =10,00 mm
I, =38 mm 10 s =10,20 mm
I, =50 mm 10 s = 10,54 mm

11 s =11,25 mm
12 s =12,00 mm
12 s =12,20 mm
12 s=12,70 mm
183 s=13,00 mm
14 s =14,00 mm
17  s=17,96 mm
18 s=18,00 mm

AS
ASF =
AF =
AFM =
AM =
AML =
AL =
AU =

AMS =

Special
Small Finishing
Finishing

Finishing Medium
Medium
Medium Large
Large

Universal

Extra
Medium Small

H10 = / hard
M10 = / medium
W10 = / soft




Geometries for bar peeling overview www.akotool.com

JNGF-....-AF LNGF-....-AF UNGF-....-AF
Geometry
TNGJ-....-AF XNGJ-....-AF XNMF-....-AF
Geometry
JNGF-....-AFM INGF-...-AMS
Geometry
Geometry
AFM
-AMS
TNGJ-....-AM WNGU-....-AM XNMU-....-AM
Geometry
AM
XNMF-....-AM
Geometry
AM
JNGF-....-AML LNGF-....-AML RNMH-....-AML
Geometry
AML
TNGJ-....-AML XNMF-....-AML XNMU-....AML
Geometry
AML
RNMH-....-AL XNGJ-....-AL XNGF-....-AL
Geometry
AL




Stripping of bars and tubes, indexable WWW.&kOtOOl .com

insertion

JNGF
Dimensions [mm] Grades
- o ©° 5 5 S ro
o N o 9] 3 ® 9]
. O (@] o = = =
Ordering code < < (;() < E E E
I In B s a K
JNGF-2008AF-H20 20 /30,12 12 | 7,54 18  20° O ()
JNGF-2008-AF-M20 20 130,12 12 | 7,54 18  20° O ® ()
JNGF-2008-AF-W30 20 30,12 12 | 7,54 1,8  20° ®
cutting edges
JNGF-2008-AFM-H10 20 30,12 12 7,54 15 20° @ J
- JNGF-2008-AFM-H20 20 30,12 12 754 15 20° ® ()
JNGF-2008-AFM-M20 20 /30,12 12 | 754 15  20° O ®
JNGF-2008-AFM-W20 20 30,12 12 | 7,54 1,5  20° ® J

cutting edges

JNGF-2008-AMS-9S-H20 20 30,12 12 754 15 20° @ °

JNGF-2008-AMS-9S-M20 20 30,12 12 7,54 15 20° @ ® ®
JNGF-2008-AMS-9S-W20 20 301,12 12 | 7,54 1,5 20° ® ®
cutting edges
JNGF-2012-AML-H10 20 36,5 18 | 12 2 1 20° ©
JNGF-2012-AML-H20 20 | 36,5 18 | 12 2 1 20° © ®
JNGF-2012-AML-M20 20 36,5 18 | 12 2 | 20° ® J J
JNGF-2012-AML-W30 20 36,5 18 | 12 2 | 20° o ® o
cutting edges
JNGF-2012-AML-W50 20 36,5 18 | 12 2 | 20° ®




Stripping of bars and tubes, indexable www.akotool.com

insertion

LNGF
Dimensions [mm] Grades
o o o o
i = o g 8 8
Ordering Code a B S g o 8 g E‘) § g g g
< = 2 < 2 P B
LNGF-2010-AML-H20 20 40 | 20 102 3 25° e °
LNGF-2010-AML-M20 20 40 | 20 10,2 3 | 25° ° ° )
LNGF-2010-AML-W20 20 40 | 20 10,2 3 | 25° ° °
LNGF-2012-AML-H20 20 40 | 20 102 3 25° e
LNGF-2012-AML-M20 20 40 | 20 102 3 | 25° °
) LNGF-2812-AML-M20 28 | 46 20 12,7 3 | 25° e
cutting edges
LNGF-2812-AML-W30 28 46 | 20 12,7 3 | 25° °
LNGF-2010-AF-H20 20 40 | 20 10,2 3 | 25° °
- LNGF-2010-AF-M20 20 40 | 20 102 3 25° @ )
LNGF-2012-AF-M20 20 40 | 20 12,7 3 | 25° J
cutting edges LNGF-2012-AF-W30 20 40 | 20 12,7 3 | 25° o J
RN.. 3
H Dimensions [mm] Grades
o o o o
a ’ Ordering Code D S dq a = - 8 N O @ = = >
— SRCROEE 2 %3
RNMH-5018-AL 50 18 127 9 - - °
o RNMJ 250900-2H 254 95 912 3
RNMH-2008-AML 20 8 7 3 - - ® [
RNMH-2810-AML 28,57 10,54 8,8 5 ° °
RNMH-3812-AML 38,1 12,7 (12,7 7 ° e | o | @
RNMH-5013-AML 50 13 12,7 9 °
RNMH-5018-AML 50 18 12,7 9 ° ° ° °
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Stripping of bars and tubes, indexable

insertion
TNGJ
Dimensions [mm] Grades
q D\ o
‘hg{\{% ::% Ordering code - o B w 5 S &
f I N N ) ™ [ (] (2]
€288 &5 ;5 ¢
m D d s a k < B ° 2 °
TNGJ-1407-AF-H20 14 (2196 7 794 18  20° @ o
cutting edges
TNGJ-1407-AML-H20 14 (2196 7 794 18  20° ©
‘ TNGJ-1407-AML-M20 14 (21,96 7 7,94 1,8  20° o [ o
TNGJ-1407-AML-W30 14 219 7 794 18 20° o b
cutting edges TNGJ-1407-AML-W60 ® o
TNGJ-2010-AM-H20 20 | 285 7 10 2,5 20° bl
TNGJ-2010-AM-M20 20 | 28,5 7 10 | 2,5  20° ° ®
cutting edges
TNGJ-2010-AML-H20 20 | 28,5 7 10 2,5  20° [ ®
TNGJ-2010-AML-M20 20 28,5 7 10 2,5  20° [ ® ] ®
TNGJ-2010-AML-W30 20 28,5 7 10 2,5 20° O o
cutting edges
TNGJ-2208-AML-H10 22,8 19,05 6,5 795 1,3 15° O
TNGJ-2208-AML-M10 22,8 19,05 6,5 7,9 1,3  15° o o

cutting edges
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Stripping of bars and tubes, indexable

insertion
UNGF-
[ Dimensions [mm] Grades
o o o o
di — (o] 2 [T9) g (9) g
K3 Ordering Code In D o ® & Ky 8 6 8 = = 2
- & & < 2 Qo °
UNGF-1712-AF-H10 17 36,5 18 | 12 4 [ 15° e
‘ UNGF-1712-AF-H20 17 365 18 | 12 4 15° @ °
UNGF-1712-AF-M20 17 365 18 | 12 4 15° ° °
cutting edges UNGF-1712-AF-W30 17 365 18 | 12 4 | 15° J °
WNGU-
Dimensions [mm] Grades
o o o
= @ 5 % 8 8
, h D d s a k & & & ® = = =
Ordering Code 9 9 9 ke 8 8 9
WNGU-0906-AM-W10 9 (1588 55 6,4 25 15° 0O o
WNGU-1309-AX-M10 13 22,23 /793 9,52 30 15° e o O J
cutting edges
Dimensions [mm] Grades
8 8 5 $ 8 B
‘ lh D & s a x & § & 8 = = 2
Ordering Code ] 9 9 E 8 8 9
XNGJ-1010-AF-M10 10 22,23 6 10 4 |125° o o @ ®
cutting edges
XNGJ-1010-AL-M20 10 22,23 6 10 4 | 25° )
cutting edges
XNGJ-1010-AF-M20 10 22,23 - 10 4 250 )

cutting edges
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Stripping of bars and tubes, indexable
insertion

Dimensions [mm] Grades
. o o o o
Ordering code TS 2 38 & 8 3
1) O o o > = =
EERSEREEREEN O O O
In D d1 s a K = F -
. XNGF-1010-AL-M20 10 | 22,23 | - 10 4 1 25° O L] L
cutting edges
XNMF-1513-AF-H40 15 31,75 - 13 | 8 25° © @ L

‘ XNMF-1513-AF-M20 15 31,75 - 13 8 | 25° J

cutting edges

XNMF-1513-AML-H40 15 | 31,75 - 13 | 8 25° © @ L

‘ XNMF-1513-AML-W20 15 3175 - 13 8 @ 25° o o

cutting edges

XNMF-1513-AM-H40 15 31,75 - 13 8 125° O (] (U o

‘ XNMF-1513-AM-W30 15 | 31,75 | - 13 8 | 25° o o

cutting edges

XNMF-1609-AML-W20 15 | 28,58 | - 9,5 6 30° © ) I 1 1

&

cutting edges
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Stripping of bars and tubes, indexable

insertion
XNMU-
Dimensions [mm] Grades
- A o o o
Ordering code — & T} e = 3
N 8§ 8 = = =
Qo O o @
I < o £ O O E
In D d1 s a K < < F F
15 31,75 9 13 8 | 25°
XNMU-1513-AM-H40 o °
15 31,75 9 13 8 | 25°
XNMU-1513-AM-W30 J
cutting edges
15 31,75 9 13 8 | 25°
XNMU-1513-AML-H40 ° ° o
15 31,75 9 13 8 | 25°
XNMU-1513-AML-W20 ®
cutting edges
15 31,75 9 14 8 | 25°
XNMU-1514-AML-H40 °

cutting edges

Formula: Stripping and cutting of bar and pipe materials

[m/min]Cutting
speed d1 *TC* n
V —_—

¢ 1000

Revolutions ofspindle Feed rate vi [m/min]

[rev/min]
v.* 1000
n=s —— v. = f*n
d,~TC

Feed /
eed [mm/rev] Chip removal rate [cm3/min]

f = Q= ap*f*vC
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Recommended slot type selection
description

250 300HB
Ni i “ "
“ ", Cr W Si

Choosing the chip-breaker

When choosing the chip-breaker, it is important to consider the chemical composition and heat treatments undergone by the bar,
as they influence chip behavior. Generally, low-alloy and not treated steels are easier to control the chip. As material hardness i
ncreases, often associated with heat treatments, there is an improvement in chip control in the range between 250 and 300HB,
followed by higher hardness values.Alloying elements that enhance the elastic behavior of the material, such as Ni and Ti, usually
make chip management more difficult. This is because the chip tends to behave in a“ super-elastic’ manner, not reaching
rupture due to plastic deformation but curling up on itself to form a“ spring” .Highly abrasive elements, such as Cr, W, and Si,
have a secondary effect on the chip management, as they tend to quickly wear out the active parts of the chip-breaker, reducing its
effectiveness.Very soft materials, such as those containing Pb or S, usually have more cutting and sticking problems than chip
problems. In this case, it is not so much the role of the chip-breaker, but the nnovative chipbreaker with high performance in
minimizing chi lenght.Requires very stable ma chine and a good coolant flow sharpness of the cutting edge that plays a crucial
role in the quality of the finished surface.

TYPE CHIPBREAKER GEOMETRY SLOTDESCRIPTION

2H

Classical general purpose chipbreaker

2H
New generation universal peeling cutting groove. ltcan
betterpeel and controllowerenergyconsumption,which is in
the 2H typeThe evolution of cutting grooves greatly
reduces the heatgenerated during cutting.

3F

2H

By designing 2H to achieve optimal chip removal
and chip groove quality, different models can
achieve the best resultsProcessing different types
of steel quality.

2F

Another element not to be overlooked in choosing the chip-breaker is the average stock removal achieved. Chip-breakers
are usually set to work halfway through the suggested removal range for the specific insert. If working continuously with r
emovals at the limits of the characteristic range, an accurate choice has to be made, taking into account the chip secti
on and the cutting force necessary to generate it.

The side support phase is also dependent on the hardness of the material to be peeled. This phase can vary in angle
(depending on the angle of the inclination of the tool) and in size and serves to create a zone with neutral inclination
with respect to the bar capable of increasing the pressure applied to the bar itself (stabilizing it) and improving the “
shaving” action of the secondary cut-ting edge, thus increasing the surface quality. It can be said that the size of the
phase is inversely proportional to the hardness of the steel, although it is not an exact rule as some special situations
may require extremely exaggerated support phases on one side or the other to improve other aspects of the peeling
process.




www.akotool.com

Grade overview

Grade ISO Application range Material group Coating
P M K N S H .
c 2 o
2 @ g @ 2 % % ®
05 15 25 35 45 g & & 2% § £ 3| e
01 10 20 30 40 50 @ = = 9 g% e 88 39
= T [9) 5 =) E -g (] [N (-4
5 8 & £ 2 £ 2 2% =
P10 [ g
AC21 M10 e — o
s10 — °
P25 e o
AC22 M25 —— o
S25 e — °
P15 [ °
ACP15P
M15 [ °
M25 e — ®
TOM25P
P25 S °
M35 e o
TOM30P
P35 s o
M35 o o
TOM35P | P35 o °
S35 [ °
P30 e °
AR635
M30 Y °




Complete Laboratory
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