GenSwiss

Advancing Small Parts Manufacturing

ISO Steel Low Alloyed _
Hardness (HB)- 125-300 HB 180-250 HB 200-350 HB
(HRC)
Category | 1 ]|
Maorhad? Roughing |  Medwmcut | Micry Fridhing | Roughi Medumcut | Micro Rrivhing |  Roughing | MedtamCut | Micro Pinehing
Cutting Speeds vc(ft/min)
Carbide Grade
UHM 10 130-360 200-390 200-460 200-320 200-390 200-420 130-290 190-780 190-390
UHM 10 HX 200-590 200-720 200-850 200-560 200-660 200-790 160-520 190-590 190-720
UHM 10 TX+ - - - 260-490 330-590 520-720 230-330 290-490 390-590
UHM 10 Mz 590-980 720-1310 820-1640 490-920 650-1050 160-1310 390-920 590-1050 590-1050
UHM 20 HPX 490-660 590-720 650-850 260-490 330-590 520-720 230-330 290-490 390-590
UHM 20 TX+ - - - 260-430 330-490 520-620 230-290 290-430 430-490
UHM 20 Mz 430-590 520-720 590-850 330-520 360-590 420-720 230-490 360-520 430-620
UHM 30 100-230 160-260 160-320 100-200 130-260 130-330 100-160 100-230 100-260
UHM 30 HX 160-460 160-590 160-720 160-430 160-520 160-650 130-390 160-490 160-590
UHM 30 TX+ 160-390 160-460 160-490 160-330 160-390 160-460 130-260 160-330 160-360
UHM 30 MzZ 390-520 490-660 550-780 290-460 330-520 390-660 190-430 290-460 360-520
UHM 30 SX 160-390 160-590 160-650 160-330 330-460 160-190 130-290 160-390 160-520
Cermet Grade
UCM 10 - 590-980 720-1150 - 460-820 190-980 - 460-590 520-650
UCM 10 HX - 820-1150 980-1470 - 660-980 720-1240 - 780-980 850-
Diamond Grade
UCVD 08 - - - - - - - - -
UPCD 15 - - - - - - - - -
UPCD 20 - - - - - - - - -
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GenSwiss

Advancing Small Parts Manufacturing

ISO Stainless Steel Stainless Steel Titanium
Hardness (HB)- 180-220 HB 220-330 HB -
(HRC)
Category \'} Vi v
Mg Roughing | Medwmcut | Micrs Frihing |  Roughing | MedamCut | Microfinwhing |  Roughing | Medwmcut | Micrs Frdhing
Cutting Speeds vc(ft/min)
Carbide Grade
UHM 10 130-330 130-360 130-390 100-230 100-260 100-260 130-200 160-230 200-260
UHM 10 HX 160-460 160-590 160-720 130-330 160-360 160-430 130-390 130-430 130-490
UHM 10 TX+ 300-490 360-590 520-650 230-300 300-390 360-490 160-330 200-390 200-460
UHM 10 MZ 330-590 590-820 720-980 - - - - - -
UHM 20 HPX 290-490 360-590 520-650 230-290 290-390 360-490 160-330 200-390 200-460
UHM 20 TX+ 290-430 360-520 520-590 230-290 290-390 360-490 160-330 200-390 200-460
UHM 20 Mz 290-490 360-520 420-590 160-260 100-160 130-230 - - -
UHM 30 100-200 100-230 100-260 60-100 60-130 60-130 130-160 80-200 100-230
UHM 30 HX 130-330 130-460 130-520 100-190 130-230 130-290 100-290 130-330 130-390
UHM 30 TX+ - - - - - - - - -
UHM 30 MzZ 260-430 330-460 360-520 130-260 160-300 300-360 - - -
UHM 30 SX 100-300 130-390 130-520 60-160 100-200 100-260 - - -
Cermet Grade
UCM 10 - 460-590 490-720 - 230-300 230-360 - - -
UCM 10 HX _ 560-750 750-920 _ 260-360 360-460 _ _ _
Diamond Grade
UCVD 08 - - - - - - - - -
UPCD 15 - - - - - - - - -
UPCD 20 - - - - - - - - -
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GenSwiss

Advancing Small Parts Manufacturing

ISO Brass Hard Materials
Hardness (HB)- 60-130 HB - 45-70 HRC
(HRC)
Category Vil Vil X
Mg Roughing | Medwmcut | Micrs Rridhing |  Roughing | MedamCut | Microfinwhing |  Roughing | Medwmcut | Micrs Frdhing
Cutting Speeds vc(ft/min)
Carbide Grade
UHM 10 330-4920 390-6560 520-8200 260-980 330-1300 390-1640 - - -
UHM 10 HX 460-8200 520-9840 650-9840 330-1470 330-1970 330-2460 - - -
UHM 10 TX+ - - - _ _ _ 50-100 50-130 60-190
UHM 10 Mz - - - - - - - - -
UHM 20 HPX - - - - - - - - -
UHM 20 TX+ - - - - - - - - -
UHM 20 MzZ - - - - - - - - -
UHM 30 160-3280 190-3940 260-4920 130-330 160-460 160-520 - - -
UHM 30 HX 230-4920 260-6560 330-9840 160-490 160-660 160-820 - - -
UHM 30 TX+ - - - - - - - - -
UHM 30 Mz - - - - - - - - -
UHM 30 SX 200-3940 260-6560 330-9840 160-390 160-590 160-660 - - -
Cermet Grade
UCM 10 - - - - - - - - -
UCM 10 HX - - - - - - - - -
Diamond Grade
UCVD 08 - 980-6560 980-9840 - 820-3280 980-4920 - - -
UPCD 15 - 980-6560 980-9840 - 820-3280 980-4920 _ _ _
UPCD 20 - 980-6560 980-9840 - 820-3280 980-4920 - - -
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Coatings vs Material Type
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CC...06 inserts: d =.250"
CC...09 inserts: d =.375"
CC..12 inserts: d =.500"

CCGT Carbide PA3
- Cut: Neutral
Chip Breaker: PA3, Polished Rake, Sharp Cutting Edge

Material Class

Application I nvovovE Vil vIE X
Roughing BN - | - - B
Finishing OO o oo B B - =’
MicroFinishing @ H H ®H H H H - H

CCGT Carbide PA7
Cut: Neutral
Chip Breaker: PA7, Sharp Cutting Edge

Material Class

Application I | 11 VAR VARV I V/ T B V/ 1| B D4
Roughing - = - - - - @O - O
Finishing O o O oo ®m - =

MicroFinishing @ H ® [ H ®H H - H

CCGT Carbide PA5
Cut: Neutral
Chip Breaker: PA5, Polished Rake, Sharp Cutting Edge

Material Class

Application I v voovE VI vIIE X
Roughing PN - | - -
Finishing H B B o B B B - B®B

MicroFinishing @ H ® [ H H H - H

CCXT Carbide PA9
Cut: Neutral
Chip Breaker: PA9, Honed Cutting Edge

Material Class

Application v vovE vIE vIE X
Roughing 0O OO0 oo o ®m - -
Finishing " ®E ®E B B R O - -

Micro Finishing 0O - O = o o

Steel Non-Alloyed —
Steel Low-Alloyed

Material Class

Steel High-Alloyed

Titanium <
<

Stainless Steel (HB<220)

\

Stainless Steel (HB>220)
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Vil
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Synthetics / Composits <
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Coatings vs Material Type
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CCGT Carbide PF
Cut: Neutral
Chip Breaker: PF, Honed Cutting Edge

Material Class

Application (I | 11 B Y2 VA V/ B V/ | IR VAR D4
Roughing ooo - oo - - -
Finishing " ®E @ - ® ® - - -

Micro Finishing ® ® ® - ® ® - - -

i CCMT Carbide PF43
¥= / Cut: Neutral
Chip Breaker: PF43, Honed Cutting Edge

Material Class
Application | I m v v v v Vil IX
Roughing
Finishing

Micro Finishing - = = - - - - - -

CCGT Carbide PF23
Cut: Neutral

Material Class

Application I mvovovE Ve VIE X
Roughing . A S T
Finishing O o O o o .o = =

Micro Finishing W H H H B O - [

CCMT Carbide PM
Cut: Neutral
Chip Breaker: PM, Honed Cutting Edge

Material Class

Application IV veovE VI VL IX
Roughing " ®E @ - @ R - - -
Finishing O - o g = = =

Micro Finishing = = = - - - - - -

| —
CC...06 inserts: d =.250"

CC...09 inserts: d =.375"
CC..12 inserts: d =.500"

Chip Breaker: PF23, Polished Rake, Sharp Cutting Edge

Material Class
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Coatings vs Material Type
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CCMT Cermet PMF
Cut: Neutral
Chip Breaker: PMF, Honed Cutting Edge

Material Class

v v v Vi Vil

Application
Roughing " B B - @ B - -
Finishing " E B - @ R - -

Micro Finishing = = = - - - - =

Material Class
Application I | 1| R AV VAR V/ BV RV
Roughing o o g - ®®om - -
Finishing S .

Micro Finishing = = = - - - - =

CCMT Carbide PM25
Cut: Neutral

UPCD 20

IX

IX

Chip Breaker: PM25, Honed Cutting Edge

Material Class

Application I ne vV Ve VIE VI

Roughing - = == -
Finishing oo g - B - -

Micro Finishing = = = - - - - =

CCET Carbide -U
Cut: Neutral

CCMT Carbide PM55
Cut: Neutral
Chip Breaker: PM55, Honed Cutting Edge

IX

CC...06 inserts: d =.250"
CC...09 inserts: d =.375"
CC..12 inserts: d =.500"

Chip Breaker: -U, Ground Rake, Sharp Cutting Edge

Material Class

v v v Vi Vil

Application
Roughing

Finishing
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Coatings vs Material Type
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CCGT Diamond
Cut: Neutral
Chip Breaker: Sharp Cutting Edge
Material Class
Application o movovovE i
Roughing = = = - - = 'mO
Finishing - = = = = = =
Micro Finishing = = = = - - ®H

Cut: Neutral

CCGT Diamond TOP Wiper

Material Class

Application [ T | | A%
Roughing - - - -
Finishing - - - -

Micro Finishing = - - =

CCGT Diamond -UWS
Cut: Neutral

Vi

UPCD 15

Vil

UPCD 20

IX

Vil Vil IX
o o o
H B N
H B B

Chip Breaker: -UWS, Sharp Cutting Edge

Material Class

Application v
Roughing - = - -
Finishing - - - -

Micro Finishing = - - =

Vv

\

Vil Vil
o a
H B

CCGT Diamond -UWS TOP Wiper

Cut: Neutral

IX

| —
CC...06 inserts: d =.250"

CC...09 inserts: d =.375"
CC..12 inserts: d =.500"

Chip Breaker: TOP Wiper, Sharp Cutting Edge

Chip Breaker: -UWS, TOP Wiper, Sharp Cutting Edge

Material Class

Application v
Roughing - - - -
Finishing - = = -

Micro Finishing = - - =
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Coatings vs Material Type
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CCGT Diamond -UWN

Cut: Neutral

Chip Breaker:

Application

Roughing

Finishing

Micro Finishing
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-UWN, Sharp Cutting Edge

Material Class
VI
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Vv

Vil Vil
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CCGT Diamond -UWN TOP Wiper

Cut: Neutral

Chip Breaker:

Application

Roughing

Finishing

Application

Micro Finishing

Roughing
Finishing

Micro Finishing

Application

Roughing

Finishing
Micro Finishing

| —
CC...06 inserts: d =.250"

CC...09 inserts: d =.375"
CC..12 inserts: d =.500"

IX

-UWN, TOP Wiper, Sharp Cutting Edge

CCGW Diamond
Cut: Neutral
Chip Breaker: Sharp Cutting Edge

Material Class
\VARRY,

CCGT Diamond -UWR
Cut: Neutral
Chip Breaker: -UWR, Sharp Cutting Edge
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Material Class
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Coatings vs Material Type
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Synthetics / Composits <
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CC...06 inserts: d =.250"
CC..09 inserts: d =.375"
CC..12 inserts: d =.500"
CCGW Diamond TOP Wiper B l |
Cut: Neutral 2 || -
Chip Breaker: TOP Wiper, Sharp Cutting Edge = | 2 —
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Coatings vs Material Type
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DC...07 inserts: d =.250"
DC..11 inserts: d =.375"
DCGT Carbide A3

Cut: Neutral
Chip Breaker: A3, Polished Rake, Sharp Cutting Edge

Material Class

Application I nvovovE VI vIE X
Roughing = = = e - e e e -
Finishing 0O O oo oo & - §
MicroFinshing @ H# H H H H H - ©N

DCGT Carbide PA3
Cut: Neutral
Chip Breaker: PA3, Polished Rake, Sharp Cutting Edge

Material Class

Application IV voVvE vIE vIE X
Roughing e o - O
Finishing 0O O oo oo B - §’

MicroFinishing @ H H HE H H H - ©H

DCGT Carbide PA5
Cut: Neutral
Chip Breaker: PA5, Polished Rake, Sharp Cutting Edge

Material Class

Application [ | || A VA VAR V/ B VA B V/ 1 R D ¢
Roughing = = = = = = @O0 = 0O
Finishing H B N " B B - =

MicroFinishing @ H ® [ H H H - H
DCGT Carbide TOP5

Cut: Neutral
Chip Breaker: TOP5, Polished Rake, Sharp Cutting Edge

Material Class

Application | v o v v v vl IX
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Micro Finishing 0O o O -

Material Class

| I v o vovE v VIl IX
el kel el = = (%) %)
: ¥ %58 K8 5 ¢ 3
5 & & ¢ QA £ a §
T T = & o ao E
T T3 &2z 5 ¢
c = &= = = Z S
g9 § & T
z 2 T o QO o
$ & 3 A & =
5 a3 g 3 £
£ £ <
S8 &
wv wv
[3501] [
320 ‘
280 %
240 =
DCGT 11 f (ipm)
200
160 |—
120 —
I DCGT 07
080 —
040 —
[ I I I I I
002 | 004 | .006 008 010
[3501 I
320 ‘
280 %
240 =
200
160 GT 11
120 —
L1 DCGT 07
080 —|
040 —
N I
002 | 004 | .006 008 010
(3501 I
320 ‘
280 l\ | g
240 L
/DCGT 11 f (ipm)
200 ]
] |
160 —
I/ mul
o \
—17/ DCGT 07 \ 1
1080 —
040 — ————
N I
002 | 004 | .006 008 010
[3501 [
320 ‘
280 IS %
240 ™~ >
I 1 DCGT 11 L f[ipm)
200
// \
160 B
15/ \
20 / DCGT 07 \
/ \
080 / \
M=
T [ ]
[ T [T 1 [ 11
002 | 004 | 006 | .008 | .010




Coatings vs Material Type
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DC...07 inserts: d =.250"
DC..11 inserts: d =.375"
. 3501 [
DCGT Carbide PA7 0 !
Cut: Neutral o %
Chip Breaker: PA7, Sharp Cutting Edge ol 1] >
- ] flipm) |
- ] DCGT 11
Material Class /
1160
Applicaion | I Il IV V VI VI VIl IX = \
- "1/ /bceTo7 \

Roughing - - = = - =0 = O 080 — \ \
Finishing O O O o g ® - n ot0 || — |
MicroFinising @ ® ® 0 H ®m ® - W e

. 3501 [
_ DCXT Carbide PA9 2 !
2O Cut: Neutral - > %
Chip Breaker: PA9, Honed Cutting Edge a0 / —>
DCXT 11 (ip) |
\
.200
Material Class Jir= \
1160 —
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