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• UN 310

MI L L ING

• A hard sub-micron substrate with TiAlN PVD coating on 
top

• A hard coating for finishing operations with extended 
tool-life

• UN 330
• A Tough sub-micron substrate with thick TiAlN PVD 

coating .
• Excellent combination of toughness and Hardness. A 

General purpose and first choice in most applications. 

8 - Aluminum

• UN 230
• A hard sub-micron substrate with TiAlN PVD coating on 

top
• First Choice for Stainless Steel Applications

• UN 830
• A Tough sub-micron substrate with Thin PVD coating .
• First Choice for non-ferrous and Aluminum Applications
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• UN 110
• A Tough sub-micron substrate with thick TiAlN PVD 

coating .
• Excellent combination of toughness and Hardness. A 

General purpose and first choice in most applications. 

8 - Aluminum

• UN 210
• A hard sub-micron substrate with TiAlN PVD coating on 

top
• First Choice for Stainless Steel Applications

• UN 810
• A Tough sub-micron substrate with Thin PVD coating .
• First Choice for non-ferrous and Aluminum Applications
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MI L L ING

• A Very hard Over-micron substrate with Alpha Alumina  
based coating on top

• For finishing operations with extended tool-life

• UN 6015
• A Hard Over-micron  substrate with thick Al2O3 CVD 

coating .
• Excellent combination of toughness and Hardness for 

finishing and Semi finishing applications

• UN 6025
• A Tough Over-micron Cobalt Enriched substrate with 

thick Al2O3 CVD coating .
• Excellent combination of toughness and Hardness. A 

General purpose and first choice for most applications. 
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• UN 7010
• A Very hard Over-micron substrate with  very thick 

Alpha Alumina  based coating on top
• For cast Iron  application
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Material Groups

ISO H - This group includes steels with a 
hardness between 45-65 HRc, and also chilled 
cast iron around 400-600 HB. The hardness 
makes them all difficult to machine. The 
materials generate heat during cutting and are 
very abrasive for the cutting edge.

ISO M - Stainless steels are materials alloyed with a 
minimum of 12% chromium; other alloys may include 
nickel and molybdenum. Different conditions, such as 
ferritic, martensitic, austenitic and austenitic-ferritic 
(duplex), create a large family. A commonality among all 
these types is that the cutting edges are exposed to a 
great deal of heat, notch wear and built-up edge.

ISO S - Heat-Resistant Super Alloys include a great 
number of high-alloyed iron, nickel, cobalt and 
titanium based materials. They are sticky, create 
built-up edge, harden during working (work 
hardening), and generate heat. They are very 
similar to the ISO M area but are much more 
difficult to cut, and reduce the tool life of the insert 
edges.

ISO N – Non-ferrous metals are softer metals, such 
as aluminium, copper, brass etc. Auminium with a 
Si-content of 13% is very abrasive. Generally high 
cutting speeds and long tool life can be expected for 
inserts with sharp edges.
edge.

ISO K - Cast iron is, contrary to steel, a short-chipping 
type
of material. Grey cast irons (GCI) and malleable cast 
irons (MCI) are quite easy to machine, while nodular 
cast irons (NCI), compact cast irons (CGI) and 
austempered cast irons (ADI) are more difficult. All 
cast irons contain Sic, which is
very abrasive to the cutting edge. • 

ISO P - Steel is the largest material group in the metal 
cutting area, ranging from unalloyed to high-alloyed 
material, including steel castings and ferritic and 
martensitic stainless steels. The machinability is 
normally good, but differs a lot depending on material 
hardness, carbon content, etc.
.


























