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First Choice Grade Descriptions

Materials

Code

wet/dry
K313

wet/dry
K110M

dry
K125M

dry
KB1340

Grade

wet/dry
KC410M

wet/dry
KC510M

wet/dry
KC520M

wet/dry
KC522M

wet/dry
KC525M

dry
KC715M

| &4

wet/dry
KC725M

Unalloyed and
Alloyed Steel

<increasing feed
increasing speed>

P05

P10

c7 P15

P20

P25

C6 P30

P35

C5 P40

P45

Stainless Steel

<increasing feed
increasing speed>

MO05

M10

M15

M20

M25

M30

M35

M40

M45

Cast Iron

<increasing feed
increasing speed>

K05

C3 K10

K15

C2 K20

K25

Ci K30

K35

K40

K45

Non-Ferrous
Materials

<increasing feed
increasing speed>

NO05

N10

N15

N20

N25

N30

N35

N40

N45

High-Temperature
Alloys

<increasing feed
increasing speed>

SO01

S05

S10

S15

S20

S25

S30

S35

S40

S45

M22

Hard Materials:
Hardened Steel
Hardened Cast Iron
Chilled Cast Iron

<increasing feed
increasing speed>

HO05

H10

H15

H20

H25

H30

H35

H40

H45
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K [

dry
KY3500

M23

dry
KT530M

wet/dry
KD1415

wet/dry
KD1410

wet/dry
KD1405

Grade

wet/dry
KC935M

wet/dry
KC915M

dry
KC792M

wet/dry
KC735M
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First Choice Grade Descriptions

2
S
2
grades coating composition recommended use
=2
s
3
S K110M Uncoated carbide grade. K110M is a universal grade for machining non-ferrous metals. For use in light and
general machining. K110M can be used with or without coolant.
_ uncoated carbide
=
S
=
- K125M Uncoated carbide grade. K125M is particularly suitable for dry machining of steel. Primarily for use in light
general machining of steel. K125M is intended for dry machining.
E - uncoated carbide
E advanced
2 PVD The coating on KC410M inserts is extremely hard providing very good wear characteristics at high cutting
Q KC410M speeds. KC410M resists built-up edge, can help reduce burring, and generates excellent surface finish.
KC410M is best suited for aluminum with <10% silicon and non-ferrous metals.
bid
E’ ‘ | | - | carbide
= )
S TIAIN
w
KC510M Coated carbide grade with a TiAIN coating (PVD). KC510M is a highly wear-resistant carbide grade.
Primarily for use in milling aluminum and high-temp alloys in light machining applications.
=
=
= W carbide
=
§ TIAIN
= KC520M Coated carbide grade with a TiAIN coating (PVD). KC520M is a carbide grade developed specifically
for general machining of ductile cast iron. KC520M can be used dry or wet.
e
()
= bid
3 ‘ | - | | carbide
)
5 TIAIN
= Coated carbide with a TIAIN (PVD) coating. KC522M is engineered to provide better performance in
KC522Mm general machining of high-temperature alloys. KC522M resists breakage, offers improved wear resistance,
(9 and increased strength.
=
S ([ [ ctide
S
.‘;.3 TIAIN
= Coated carbide grade with a TiAIN coating (PVD). New universal carbide grade for milling steel,
KC525M stainless steel, and high-temperature alloys. KC525M can be used with or without coolant. Primarily for use
o in light and general machining.
.§ BT T ] bid
§ carbiae
: o
KC715M T:N KC715M is ideal for dry machining. The wear-resistant substrate has a high resistance to heat exchange.
s It is primarily for use in light and general machining of steels, stainless steels, and cast steel.
S
E - carbide
'§ TiN
b= TiCN Coated carbide grade with a thick PVD multi-layer coating (TiN/TiCN/TiN). KC725M is a high-
KC725M TiN performance grade for milling steel, stainless steel, and ductile cast iron. The good thermal shock
b resistance of the substrate makes this grade ideal for both wet and dry machining. Primarily for use in
§ general heavy machining.
ST [ caride
g
>
g
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First Choice Grade Descriptions

grades coating composition recommended use
®
; s
TN Coated carbide grade with a thick PVD coat. This grade offers an unusual combination of high 2
KC735M toughness and good wear resistance. Even under extreme toughness requirements, KC735M achieves S
outstanding results in general and heavy machining applications. This grade is suitable for milling with or
without coolant.
‘ | | | | H carbide é’
Al,Og E
TiCN Coated carbide grade with a thick CVD multi-layer coating (TiN/MT TiCN/AI2O3). KC915M is a universal S
KC915M TiN grade for milling cast iron. This cutting material is the first choice for light and general (L, G) machining.
‘ KC915M can be used in wet and dry milling, although dry is preferred.
EE . carbide E
Al,Og E
TiCN Coated carbide grade with a CVD multi-layer coating (TiN/MT TiCN/Al2O3). KC935M is extremely well 2
KC935M TiN suited for wet or dry general purpose milling. KC935M can be used effectively across a wide range of S
‘ materials such as steel, stainless, and ductile iron. Performs best dry at surface speeds in excess of 600 sfm.
carbide
B B O g
SigN, S
KY3500 comme Ceramic cutting material based on a micro-grain SizN4. Primarily for use in light to general machining of
gray cast iron and ferritic ductile cast iron. Dry machining is preferred using KY3500.
=
‘ | - | H ceramic é
=
TIAIN 3
Coated cermet cutting material with a TIAIN coating. KT530M is a universal milling grade from the cermet E
KT530M range. This cutting material is the first choice for light machining of steel and stainless steel. KT530M can
be used with or without coolant lubricant. o
- ’7 cermet §
S
Pure diamond cutting material. Best diamond solution for semi-finishing to finishing applications in high- S
KD1405 silicon aluminum and abrasive non-metallic materials. KD1405 combines ultimate wear resistance with the
toughness needed for producing excellent surface finishes in milling applications. z
(T T W poo S
1)
s
S
Diamond cutting material with 25pm grain size. For cutting aluminum with a very high Si content, abrasive | =
KD1410 non-ferrous materials, and fiber-reinforced plastics. KD1410 can be used at very high cutting speeds, even
where good surface finishes are required. KD1410 can be used both wet or dry. o
2
A
PCD S
N 2
S
Diamond cutting material with 10pm grain size. For general machining of aluminum with a low Si content, 3
KD1415 non-ferrous heavy metals, and plastics. KD1415 can be used at high cutting speeds and for continuous
cutting, even where outstanding surface finishes are required. KD1415 is suitable for both dry and s
wet machining. S
. Po0 g
=
E
KB1340 PCBN cutting material with micro-grain structure for machining gray cast iron and hard materials.
Its good wear resistance makes KB1340 ideal for finishing. For use in light and general machining. §
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