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W WIDIA™ e Inserts for Machining Aluminium
WIDI A Non-Ferrous Materials e Miscellaneous Workpiece Materials

B Additional cutting speed recommendations for miscellaneous workpiece materials

Copper-, Brass-, Zinc-Based on a Machinability

Index Range of 70-100 speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 1000 m/min
HCK10 <> 275
HWK10/HWK15 <> 260
Nylon, Plastics, Rubbers, Phenolics, Resins, Fibreglass, and Glass speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 1000 m/min
HCK10 <> 275
Carbon and Graphite Composites:
Brush Alloys, Kevlar, and Graphite (280-400 HB) (30-43 HRC) speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 1000 m/min
HCK10 <> 200
MMCs (Aluminium-Based Metal Matrix Composites) speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 1000 m/min
HCK10 <> 170
Tin Alloys, Cast: ASTM 823, Alloys 1, 2, 3, 11 speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 1000 m/min
HCK10 <> 215
HWK10/HWK15| <[> 180
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WIDIA™ Inserts e Machining Aluminium
Grades and Grade Descriptions

WIDIAY

Coatings provide high-speed
capability and are engineered

for finishing to heavy roughing.

B st

M Stainless Steel
Cast Iron
Non-Ferrous
High-Temp Alloys
Hardened Materials

wear

iEslslanes T toughness

Coating Grade Description

05(10| 15|20 | 25|30 | 35|40 |45

HCK10

machining. For aluminium alloys.

Coated carbide. PVD — TIALN-Al,04 on micro-grain carbide. Light and medium

Grade
HWK10

Uncoated carbide. Micro-grain carbide with high cutting edge stability.
Light machining. For non-ferrous metals and non-metals.

HWK15

HF-N15

Uncoated carbide. Micro-grain carbide with high cutting edge stability.
Light and medium machining. For non-ferrous metals and non-metals.

WIDIAY
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WIDIA™ Inserts e Machining Aluminium
ISO Carbide Inserts

@ first choice
O alternate choice @
ele
3
=
mCCGT-AL3
olole
IS0 8 é =
catalogue number D L10 s Re D1 T
r~ @
g
CCGT060202AL3 6,35 6,45 2,38 02 2,80 g '
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CCGT060204AL3 6,35 6,45 2,38 04 2,80 g ' §
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CCGT09T302AL3 9,53 9,67 3,97 02 4,40 vy
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(=]
o
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CCGT120404AL3 12,70 12,90 4,76 04 5,50 g H
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CCGT120408AL3 12,70 12,90 4,76 08 5,50 g vy
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WIDIA™ Inserts e Machining Aluminium W
ISO Carbide Inserts WIDI A "
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IS0 SIE=
catalogue number D L10 S Re D1 ||
SIS
DCGT070202AL3 6,35 7,75 2,38 0,2 2,80 g 1 g
DCGT070204AL3 6,35 7,75 2,38 0,4 2,80 § 1 g
DCGT11T302AL3 9,53 11,63 3.97 0,2 4,40 1 §
DCGT11T304AL3 9,53 11,63 397 0.4 4,40 % S
] &
AN
DCGT11T308AL3 9,53 11,63 3.97 0.8 4,40 g 1 g
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o|2|8
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catalogue number D S Di b el
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RCGT0803MOAL1 8,00 3,18 3,40 g g 1
Re—/
B SCGT-AL3
giela
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8
SCGT120408AL3 12,70 12,70 4,76 0.8 5,50 (N g
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WIDIA™ Inserts ¢ Machining Aluminium
ISO Carbide Inserts
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TCGT110204ALA1 6,35 11,00 2,38 04 2,80 1 g I
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VCGT110302AL3 6,35 11,07 318 02 2,80 113 g
o
VCGT110304AL3 6,35 11,07 3,18 04 2,80 11 s g
o
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VCGT160404AL3 9,53 16,61 4,76 04 4,40 IR
g R
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VCGT160408AL3 9,53 16,61 4,76 0.8 4,40 IR
g R
g =23
VCGT160412AL3 9,53 16,61 4,76 1,2 4,40 1 g
g &
VCGT220530AL3 12,70 22,14 5,56 3,0 5,50 é 1 §
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WIDIA™ Inserts for Machining Aluminium

WIDIA offers a series of inserts specifically designed for machining
aluminium materials. These inserts are available in both an uncoated

and a PVD grade for better performance and better tool life.
\ N \

e Easy to choose platform — one geometry and two grades.
e | onger tool life.

High positive rake for
smooth chip flow.

G tolerance inserts for - =——— High polish inserts to prevent built-up edge
better precision. B and for longer tool life.

B150 WIDIA@ widia.com
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WIDIA™ Inserts e Machining Aluminium

WIDIAw Chipbreaker Geometries

B Negative Inserts

AL1
™ ; For turning cast aluminium, light alloys, non-ferrous metals, high-melting metals, plastics, 4‘1
m glass fibre, reinforced plastics, laminated board, carbon, and fine ceramics. ©
E
£
2
«5 05
=
g- 01 02 04 08 16
feed rate (mm) fn >
AL3
- For cost-effective machining of aluminium, non-ferrous metals, and plastics. Extremely 49_ 150
Q) sharp cutting edges result in optimum part finishes with low cutting forces and short chips. @ ? l
= Finishing of steel, stainless steel, and grey iron is possible with the coated grade HCK10™, (| 8,0 |
[ 4,0 ‘I
T 201 /
E
s —
- |
= |
§- 01 02 04 08 16
feed rate (mm) fnh >
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WIDIA™ e Inserts for Machining Aluminium

Non-Ferrous Materials ® Aluminium Alloys

WIDIAY

m Step 1 ¢ Select the insert geometry

Positive Inserts

feed rate (mm/rev)

0025 0063 0,16 04 10 25
R. s, MO0 7028 Tess T ove T
400 10
AL1 50 83
60 a0 -
4 = . =
™) 2 . w £
= ..g 40 w B
P= 06 2
AL3 & ot w B
C m 0 O
il 0,16
004 0,10
'"I";'I .nul?wﬁm_n*.uin'_n'w.m mm 2 n';'m
feed rate (in/rev)
B Step 2 ¢ Select the grade
Positive Insert Geometry
cutting condition -AL1 -AL3
heavily interrupted cut ':. HCK10/HWK10 HCK10/HWK15
lightly interrupted cut C HCK10/HWK10 HCK10/HWK15
varying depth of cut,
casting, or frging skin (@) HCK10/HWK10 HCK10/HWK15
smooth cut, pre-turned surface O HCK10/HWK10 HCK10/HWK15
B Step 3 ¢ Selecting the cutting speed
Low-Silicon Aluminium Alloys . )
(hypoeutectic <12,2% Si) and Magnesium Alloys speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 | 1000 | 1250 | 1500 | 1750 | 2000 | 2250 | 2500 m/min
HCK10 <> 550
High-Silicon Aluminium Alloys . .
(hypereutectic >12,2% Si) and Magnesium Alloys speed — m/min Starting Conditions <>
Material
Group grade 250 500 750 | 1000 | 1250 | 1500 | 1750 | 2000 | 2250 | 2500 m/min
HCK10 = 550
B152 widia.com



