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T9415 T9310 T9315 T9325 T9335

High cutting speed,
high system rigidity N ( ! ( . C\ - _

(stable working conditions)

High cutting speed, Py N .
system rigidity slightly limited | - C C
(depth of cut changing) o o o

Medium cutting speed,

system rigidity limited - -
(slightly interrupted cut) t t t

Lowveutting speed,

low system rigidity - - - - \
(interrupted cut)

I d ,E/ > /E&KZD d/KE

Resistance to adverse
working conditions

Grade identi cation
Area of application
Feed

Cutting speed
Coating

Colour

Substrate

Coolant bene t

PO5- P30

FGM ++

anfl Al _.gd vV

T9415 K05- K25

A A H  Application

Grade description:
Highly wear-resistant material designed primarily for nish turning of common carbon and alloy steels. Despite its high
for interrupted cutting operations. We recommend this material as the rst choice for most turning operations, especic

10
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@ 1st choice for stable working conditions

@8 Variants for di erent working conditions
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S
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n

PS

d/s AW Z

. 1st choice for stable working conditions

. Variants for di erent working conditions
ble

< Z E s/

u dKZ

S

[ 0]

n

PS

0.05-0.2 mm/r

)

0.4 —1.0 mm/r

0.2 - 0.4 mm/r > 1.0 mm/r

0.05 -2 mm 4 —-10 mm > 10 mm
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D/PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm)
0602 6.350 2.80 6.40 2.38 I — ~
0803 7.940 3.40 8.10 3.18 4 3N 1
09T3 9.525 4.40 9.70 3.97 ©
1204 12.700 5.50 12.90 4.76 |
' o i

ve f ap ¢ f ap

N S H

ve f ap ve f ap ve f ap " f ap

Product

(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

0.53 _, ‘1’} v

7
i % FF2 geometry with positive design for ne- nish to nish machining, and continuous to slightly interrupted cuts

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

CCMT 060202E-FF:T9415 0.2 M 39500: 08 - - - P 37500:08 - - - - - —  — — —
CCMT 060204E-FF:T9415 0.4 M 3050110 - - - ®M 2850110 - - - - — —  — — —
CCMT 09T304E-FF:T9415 0.4 M 300 0.1¢ 12 - - - wmW28501:12 - - - - - - - - -
CCMT 09T308E-FF:T9415 0.8 M 300 0.2 1 - - - m28502012 - - - - - - - - -

#T

E FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.

CCMT 060202E-FM T9415 0.2 m 3350.1C 1.0 - - - ! 31501C10 - - - - - = - - -
CCMT 060204E-FM T9415 0.4 W 310 0.1t 1.0 - - - u 290 0.1£ 1.0 - - - - - - = = =
CCMT 060208E-FM T9415 0.8 W 3350.2( 1.0 - - - # 31502010 - - - - - - - - -
CCMT 09T302E-FMT9415 0.2 W 3300.1C 1.2 - = = u 3100.1C 1.2 = = = = = = = = =
CCMT 09T304E-FMT9415 0.4 m 3050.1f 1.2 - - - ! 28501812 - - - - - = - - -
CCMT 09T308E-FMT9415 0.8 M 3300.2( 1.2 - - - 3100212 - - - - - - - - =
CCMT 120404E-FM T9415 0.4 W 295 0.1%f 1.7 - - - u 280 0.1¢ 1.7 = = = = = = = = =
CCMT 120408E-FM T9415 0.8 W 315 0.2( 1.7 - = = u 2950.2C 1.7 = = = = = = = = =
0,75 \
I fU3 (IS
18°FM2 geometry for nish to medium machining, and continuous to interrupted cuts.
CCMT 080304E-FM T9415 0.4 M 3050.12 1.0 - - - P 28501210 - - - - - - - - -
CCMT 09T304E-FMT9415 0.4 M 305 0.1Z 1. 0 - - —-®W28501210 - - - - - - - - -
CCMT 09T308E-FMT9415 0.8 m 3200.17 1 - - = ! 30001710 - - - - - = - - =

%J}\_

NF2 geometry with positive design for ne- nish to semi-rough machining, and continuous cuts.

1715\>/—

CCMT 060204E-NF. 19415 0.4 » 315 0.12 0.8 - - = u 295 0.1z 0.8 - - = - - - - - -

CCMT 080304E-NF. T9415 0.4 ®» 305 0.1z 1.0 - - = ! 2850.1z 1.0 - - - = = = = = =

CCMT 09T304E-NF T9415 0.4 » 300 0.1Z 1. 2 - - = ! 2850.1z 1.2 - - - - - - - = =

CCMT 09T308E-NF T9415 0.8 # 340 0.1¢ 1 - - -Phaoaecy - - -0 - - -®R- - -
i ’ 3 RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

CCMT 09T304E-RVT9415 0.4 M 255 0.2F 2.2 - - = u 240 0.2t 2.2 - - = - — — m 50 0.1¢ 0.3

CCMT 09T308E-RVT9415 0.8 W 285 0.3( 2.2 - - = u 270 0.3C 2.2 - - = - — — m 55 0.1t 0.7

12



Product

9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

RE P M N S H
ve f ap o f ap Ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

e

Ak 05

RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

ﬂ

CCMT 120408E-RVT9415 0.8 W 2800.3( 2.7 - - - u 265102 — -— - - - — »m 55 01807
CCMT 120412E-RVT9415 1.2 W 2800.3: 2.7 - - - u 265|002 — -— - - - — »m 5501710

e

CCMT 120404E-RVT9415 0.4 M 2150.2¢ 25 =

e RUT OB

RM3 geometry for semi-rough to rough machining, and continuous to interrupted cuts.

(o))
N
o

- —-PW20002:25 - - - - - _ m 40 0.1:03
CCMT 120408E-RVT9415 0.8 W 25002125 - - — P/ 23502125 - —- - — — — W 50 0.140.7
CCMT 120412E-RVT9415 1.2 W 2550.3( 25 - - — P 24003(25 - - - — — — m 50 0.1f 1.0

o

CCMT 060202E-UR T9415 0.2
CCMT 060204E-UR T9415 0.4
CCMT 060208E-UR T9415 0.8
CCMT 09T304E-URT9415 0.4
CCMT 09T308E-URT9415 0.8
CCMT 120404E-UR T9415 0.4
CCMT 120408E-UR T9415 0.8
CCMT 120412E-UR T9415 1.2

-~

171 B

30 UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.
m 295 0.1C 0.8 - - - ! 280 0.1C 0.8 - - - - - - - - -
W 27001510 - - - P 25501810 - - - - — — - — -
m 2900.2( 1.0 - - - u 2750.2C 1.0 - - - - - - - - -
B 265 0.1¢ 1.2 - - - u 250 0.1F 1.2 - - - - - - - - -
m 2850.2( 1.2 - - - u 270 0.2C 1.2 - - - - - - - - -
Bos501E17 - - - Plodooneive - - - @B - - -N- - -
W 2750.2( 1.7 - - - u 260 0.2C 1.7 - - - - - - - - -
H 2650.27 1.7 - - - u 250 0.27 1.7 - - - - - - - - -

G LS
1 W-FM wiper geometry for ne to nish machining with increased feed rates and improved surface nish.

CCMT 060204W-FNT9415 0.4 MW 2500.3( 08 - - - 23503008 - - - - - - - - -
CCMT 09T304W-FNT9415 0.4 W 3050.1f 12 - - - u285 0.1f 1.2 = = = = = = = = =

D/PRAMET

Q IC D1 L S
(mm) (mm) (mm) (mm)
0903 9.525 3.81 9.70 3.18
1204 12.700 5.16 12.90 4.76
1606 15.875 6.35 16.10 6.35 %)
1906 19.050 7.94 19.30 6.35 -
2509 25.400 9.12 25.80 9.53
w: L > > S -
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C
P M N S H
Prod RE
roduct ve f ap 3 f ap Ve f ap ve f ap ve f ap Ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
S |
121] 2o L
o \4‘ FM geometry with positive design for nish to semi-rough machining, and continuous to slightly interruptec
CNMG 090304E-FNT9415 0.4 W 3050.2( 1.4 - - - ! 2850.2C 1.4 - - = - - = - - =

13



9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

P M N S H
d RE
Product ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
. ik €
FM geometry with positive design for nish to semi-rough machining, and continuous to slightly interrupted cu
CNMG 090308E-FVT9415 0.8 W 365 0.2( 1.4 = = = u 3450.2C 1.4 = = = = = = = = =
CNMG 120404E-FN T9415 0.4 W 29002021 - - - p27502021 - - - - - - - - -
CNMG 120408E-FNT9415 0.8 W 3500.2( 21 - - - ! 3300202V, — - - = = = = = =
CNMG 120412E-FVT9415 1.2 W 3300.27 2.1 - - - u 3100.27 21 - - = - - = - - =

oot bt OF
ﬁ?@/

M geometry for nish to semi-rough machining, and continuous to interrupted cuts.

CNMG 090308E-M T9415 0.8 W 27503218 - - - u 26003218 - - - - — — »m 55 01€0.5
CNMG 120404E-M T9415 0.4 W 2650.2( 21 - - - u 2500.2C 2.1 = = = - - — »m 50 0.1:0.3
CNMG 120408E-M T9415 0.8 W 27003221 - - - u 2550.3z 2.1 - = = - — — »m 50 0.1¢ 0.7
CNMG 120412E-M T9415 1.2 m 2650.4(21 - - - ! 250 0.4C 2.1 - = = - - — »m 50 02010
CNMG 160608E-M T9415 0.8 W 25503236 - - - u 240 0.3Z 3.6 - - - - - — » 50 0.1¢ 0.7
CNMG 160612E-M T9415 1.2 W 25004( 36 - - - u 235 0.4C 3.6 = = = - - — »m 5002010
CNMG 190608E-M T9415 0.8 W 2500.3z 42 - - - u 2350.32 4.2 - = = - — — » 50 0.1¢ 0.7
CNMG 190612E-M T9415 1.2 W 2450.4( 42 - - - ! 230 0.4C 4.2 - = = - - — »m 45 02010
CNMG 190616E-M T9415 1.6 W 2550.4( 42 - - - u 240 0.4C 4.2 - - = - - — m 50 02013

N
o
ol

= (5

12 NF geometry with highly positive design for ne- nish to medium machining, and continuous cuts.

CNMG 120404E-NFT9415 0.4 W 3150.17 1.7 = = u 2950.17 1.7 = = = = = = = = =
CNMG 120408E-NFT9415 0.8 M 360 0.1¢ 17 - - -Ps34001c17 - - - - - - - - -

CNMG 120412E-NFT9415 1.2 m 3150.3( 2 - - = u 29503021 - - - - - = - - -

op: o.2s B EU? (_ '

10 NM geometry with highly positive design for ne- nish, medium and rough machining, with continuous cuts.
CNMG 120404E-NNT9415 0.4 m 3050.2( 21 - - - . - - = - - - - - = - - =
CNMG 120408E-NNT9415 0.8 W 335028 21 - - - . - - = - - = - - = - - =

2¥5‘éﬁ1_*|& |

10°

NMR geometry with positive design for medium to rough machining, and continuous cuts.

CNMG 120404E-NNT9415 0.4 m 24502820 - - - - - — - - _ - - _ -
CNMG 120408E-NNT9415 0.8 M 2550.3: 27 - — — || — — - - - - - - _ - - _
CNMG 120412E-NNT9415 1.2 M 25504( 27 - - — || — — - - - - - - _ - - -
CNMG 120416E-NNT8430 1.6 M 1550.4% 2.7M 85 0.41 27| — — — - - - ®w30322 - - -
CNMG 160608E-NNT9415 0.8 W 2450.3: 40 - - — | — — - - - — - - _ -
CNMG 160612E-NNT9415 1.2 M 2450.4( 40 - - — || — — - - - - - - _ - - _
CNMG 160616E-NNT9415 1.6 M 24004 60 — — — || — — — - - - - - _ - - _
CNMG 190608E-NNT9415 0.8 M 22503880 - - — & - - — - — — - - - - - _
CNMG 190616E-NNT8430 1.6 M 145 0.4t 5.2m 80 0.41 520 — — - - - - w3 0342 - - -
T9415 1.6 W 24004:52 - - — || - - - - - - - - - - _
o A E
S 2427 NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate interrup
CNMG 120408-NRNT8430 0.8 W 150 0.3t 4.0m 80 0.3z 4000 - - - - - - w3 02232 - - -
T9415 0.8 W 24503:40 - - — | - - - - - - - - - - - -
CNMG 120412-NRNT8430 1.2 M 150 0.4C 40m 80 0.3¢ 40/ | — — — - - - w30 0232 - - -
T9415 1.2 W 24504(40 - - - - - - - - - - - - - - -

14



9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

P M N S H

ve f ap o f ap Ve f ap ve f ap ve f ap ve f ap

Product

(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

( ) (
o A E
A
g 2427 NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate|inter

CNMG 160608-NRNT9415 0.8 W 2350.3: 6.0 - - - . - - - = = = = = = = = =
CNMG 160612-NRNT9415 1.2 W 2350.4( 6.0 - - - . - - = = = = = = = = = =
CNMG 160616-NRNT8430 1.6 W 145 0.4t 6.0W 80 0.4] 6.0. - - - - - — m 300348 - - -
T9415 1.6 W 2400460 - - - - - - - - - - - - - _ _
CNMG 190612-NRNT8430 1.2 W 1400.4C 8.0m 75 0.3t 8.0. - - - - - — m 30 0264 - - -
To415 1.2 23004080 - - - NSNSy _ _ N - N
CNMG 190616-NRNT8430 1.6 W 140 0.4t 8.0 75 0.4] 8.0. - - - - - - m30364 - - -
To4a15 1623004880 - - - EEeE - B - B - -
04 = )
o@wuaﬁ
5% R geometry for semi-rough to rough machining, and continuous to interrupted cuts.
CNMG 120408E-R T9415 0.8 W 2300.4C 40 - - - ! 2150440 - - - - - — m 45 0.2C 0.7
CNMG 120412E-R T9415 1.2 W 23504t 40 - - - u 2200440 - - - - - — m 45 02:10
CNMG 160612E-R T9415 1.2 W 2300455 - - - ! 21504t 55 - - - - - — »m 45 02:1.0
CNMG 190612E-R T9415 1.2 m 2250470 - - - u 21004t 70 - - - - - — »m 45 02:1.0
CNMG 190616E-R T9415 1.6 m 2250570 - - - ! 2100570 - - - - - — m 45 0.2f13
I b o
Lo RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.
CNMG 120408E-RNT9415 0.8 W 2650.4C 40 - - - u 25004C40 - - - = = = = = =
CNMG 120412E-RNT9415 1.2 W 2700.4t 40 - - - ! 25504840 - - - - - = = = =
CNMG 120416E-RNT9415 1.6 W 27505 40 - - - u 2600540 - - - = = = = = =
CNMG 160608E-RNT9415 0.8 W 2550.4( 6.0 - - - ! 2400460 - - - = = = = = =
CNMG 160612E-RNT9415 1.2 W 2600.48 6.0 - - - ! 24504t 60 - - - = = = = = =
CNMG 160616E-RNT9415 1.6 W 2650.5( 6.0 - - - ! 2500560 - - - - - = = = =
CNMG 190608E-RNT9415 0.8 W 2500.4( 7.5 - - - u 2350475 - - - = = = = = =
CNMG 190612E-RNT9415 1.2 W 2500.48 75 - - - u 2350475 - - - = = = = = =
CNMG 190616E-RNT8430 1.6 M 150 0.5( 7.5H 80 0.4f 7.5! 1250575 - - - ®mW 30 0360 - - -
T9415 1.6 WM 25505C( 75 - - - ! 2400575 - - - = = = = = =
CNMG 250924E-RNT9415 2.4 W 1250.8(12.( - - - u 1150.8C12¢Cc - - - = = = = = =
wos ¥l WE
14%,3 SF geometry with positive design for ne- nish machining of thin walls and continuous cuts.
CNMG 120404E-SFT9415 0.4 m 3150.17 1.0 - - - ! 29501710 - - - - - — m 60 0.1¢ 0.3

%ﬁfic
5 SM geometry with positive design for medium machining, and continuous to interrupted cuts.

CNMG 120404E-SNT9415 0.4 W 280 0.2C 2.0 - - - u 265 0.2C 2.0 - - - - — — ®m 55 0.1:0.3
CNMG 120408E-SNT9415 0.8 M 305028 20 - - — P 28502820 - - -— - - — m 60 0.1¢ 0.7
CNMG 120412E-SMNT9415 1.2 W 3000.3C 20 - - - ! 2850320 - - - - - - m 60 0.1t 1.0
CNMG 160612E-SNT9415 1.2 M 29003( 30 - - - P 27503030 - - - - - - m 55 01t1.0
CNMG 190612E-SNT9415 1.2 m 280 0.3C 4.0 - - - u 265 0.3C 4.0 - - - - — — ®m 55 0110

V/ ol

0,3 3

2
W-M wiper geometry for semi-rough to rough machining with increased feed rates and improved surface

CNMG 120408W-M T9415 0.8 M 245 0.4t 1.5 - - - u 2300.4f 15 = = = = = = = = =

15



9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

Product ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

< \
0,28
éﬁt m (s
1976 W-MR wiper geometry for nish to rough machining with increased feed rates and improved surface nish.

CNMG 120404W-MIT9415 0.4 M 2400.3( 1.5
CNMG 120408W-MIT9415 0.8 W 245 0.4% 1.5
CNMG 120412W-MIT9415 1.2 W 245 0.5t 1.5

- P 22503C 15
— 7 23004t 15
— # 230058 15

2/PRAMET

m IC D1 L S

(mm) (mm) (mm) (mm)

1204 12.700 5.16 12.90 4.76 _

1606 15.875 6.35 16.10 6.35 ! e

1906 19.050 7.94 19.30 6.35 o

2509 25.400 9.12 25.80 9.53 = O
) \\\ _é
&0 - L > > S -

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE P M N S H
Product ve f ap ve f ap ve f ap Ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

.
so00 (e (F

HR geometry for rough to heavy-rough machining, and continuous to interrupted cuts.

lo

34°
CNMM 190624E-HF T9415 2.4 W 12006610 - - — P 110068100 - - - - - - - - -
CNMM 250924E-HF T9415 2.4 W 120 0.65 14 - - - u 1100.6£14¢C - - - - - = - - =

g,
A
20° . . .
HR2 geometry for rough to heavy-rough machining, and continuous to interrupted cuts.

CNMM 190616-HRzT9415 1.6 W 115 0.6t 10.(C
CNMM 190624-HRzT9415 2.4 M 110 0.8t 10.C
CNMM 250924-HRzT9415 2.4 W 1100.8t 12.C -

\

- PWis068100 - - - - - - - - —
- W 1000810 - - - - - — - — -
- ®W1000812C - - - - - — - — _

0,41 )
o013 u (_F
21°
l’ﬁ NR2 geometry for semi-rough to rough machining, and continuous to interrupted cuts.
CNMM 120408E-NF T9415 0.8 M 250 0.4C 5.0 - - - u 2350.4C 5.0 = = = = = = = = =
CNMM 190616E-NFT9415 1.6 M 24005( 90 - — — P 22505090 - - - - - = - - -
CNMM 250924E-NFT9415 2.4 W 1200.8(12.( - - - u 1100.8C12¢ - - - = = = = = =

- (&% (F

>

3 ; OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

\

CNMM 120408E-OF T9415 0.8 W 25004( 50 - - - W 2350450 - - - - - — - - -
CNMM 120412E-OFT9415 1.2 M 2500450 - - - #W 23504850 - - - - — —  — — -
CNMM 160608E-OF T9415 0.8 W 24504( 60 - - - ¥ 2300460 - - - - — — - — -
CNMM 160612E-OF T9415 1.2 M 25004t 60 - — — P 23504560 - - -— - - - - - -
CNMM 160616E-OF T9415 1.6 W 25005( 60 - - - # 23505(60 - - - - - — - — -

16



Product

9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

P M N S H

ve f o f ve f ve f ve f

RE

ap Ve f

(m/min) (mm/rev) (mm)

ap
(m/min) (mm/rev) (mm)

ap
(m/min) (mm/rev) (mm)

ap
(m/min) (mm/rev) (mm)

ap
(m/min) (mm/rev) (mm)

ap

(mm) (m/min) (mm/rev) (mm)

CNMM 190612E-OF T9415

r—— i
e

OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

1.2 W 240 0.4% 9.0 P 2250.4F 9.0

CNMM 190616E-OF T9415 1.6 W 2400.5( 90 - - - u 2250590 - - - - - = - - =
CNMM 190624E-OF T9415 2.4 W 2150.8( 90 - - - ! 2000890 - - - - - - - - -
CNMM 250924E-OFT9415 2.4 W 1101.0C12.( - - - u 100 1.0C12.Cc. - - - - - = - - =
2PRAMET
Q IC D1 L S
(mm) (mm) (mm) (mm) )4
Q.
0702 6.350 2.80 7.80 2.38 /
1173 9.525 4.40 11.60 3.97 [) SN
1504 12.700 5.50 15.50 4.76 O / i
B ] “
L ~
d‘;\o —~ L - * =S>
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C
RE P M N S H
Product ve f ap 3 f ap ve f ap ve f ap ve f ap ve f ap

(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

i

DCMT 070204E-FF:T9415
DCMT 070208E-FF: T9415
DCMT 11T304E-FF. T9415
DCMT 11T308E-FF. T9415

DCMT 070202E-FM T9415
DCMT 070204E-FM T9415
DCMT 11T302E-FM T9415
DCMT 11T304E-FM T9415
DCMT 11T308E-FM T9415
DCMT 11T312E-FM T9415

0,75

DCMT 070204E-FM T9415
DCMT 11T304E-FM T9415
DCMT 11T308E-FM T9415

»0’
1

fUstp GE

FF2 geometry with positive design for ne- nish to nish machining, and continuous to slightly interrupted

0.4 W 25001:08 - - - P23502:08 - - - - - - - - _—
08 W 26501708 - - - PI25001i08 - - - - - - - - -
04 W 25001208 - - - Pl23501:08 - - — | - - - - — -
08 M 26501:08 - - - Pl2s001i08 - - - - - - - — -

ik OB

FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.

02 W 2750108 - - - Wl 2600108 - - - - - - - - -
04 W27501:08 - - - Pl26001208 - - - || - - - || - - -
02 W2750108 - - - PA26001€08°| - - - - - - - - -
04 W 27501:08 - - - PI26001208 - - - - - - - - -
0.8 - 29001108 - - - ®W27501708 - - - - - — - — -
12 26502212 - - -—Pplesoezatol - - - N - - -N- - -

FU3 g8

8°FM2 geometry for nish to medium machining, and continuous to interrupted cuts.

04 W 25001:08 - - - 23501208 - - - - — — - — -
04 W 25001208 - - - #23501:08 - - - - — — - — -
08 W 26501108 - - - # 25001708 - - - - — — - — —

17



Product

DCMT 11T304E-RN T9415
DCMT 11T308E-RN T9415
DCMT 11T312E-RNV T9415
DCMT 150408E-RN T9415

9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

0.4
0.8
1.2
0.8

P M N S H
ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

Ak 05

RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

W 23502010 - - - W22002010 - - - - — - w45 01/03
W 25502110 - - - 24002110 - - - - - — wW 500107
W 260027112 - - -— W24502112 - - - - — — w50 01409
W 23502119 - - - pP22002119 - - - - — - m 4501407

171 BB

1.0,%30 . . . . .
’ @4 UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.

DCMT 070202E-UR T9415
DCMT 070204E-UR T9415
DCMT 11T302E-UR T9415
DCMT 11T304E-UR T9415
DCMT 11T308E-UR T9415
DCMT 11T312E-URT9415

0.2
0.4
0.2
0.4
0.8
1.2

)

DCMX 11T304W-FNT9415 0.4 W 2000.3( 0.8 - - - ! 1900308 - - - = = = = = =

m IC D1

(mm) (mm)
1104 9.525 3.81
1504 12.700 5.16
1506 12.700 5.16

Product

1

*‘t
o

DNMG 110404E-FN T9415
DNMG 110408E-FN T9415
DNMG 150404E-FN T9415
DNMG 150408E-FN T9415
DNMG 150604E-FN T9415
DNMG 150608E-FIV T9415
DNMG 150612E-FN T9415
DNMG 150616E-FN T9415

18

il

0.4
0.8
0.4
0.8
0.4
0.8
1.2
1.6

W 2350108 - - - 2200108 - - - - - - - — -
W 24001:08 - - - 22501208 - - - - — — - — -
W 2350108 - - - #2200108 - - - - - — - — -
W 24001:08 - - - W22501:08 - - - - - — - - -
W 25001708 - - - 2350108 - - - - — — - — -
M 200212 - - -—WP2s02:12 ) - - - | - - - | - - -

m =

W-FM wiper geometry for ne to nish machining with increased feed rates and improved surface nish.

D PRAMET

L S

(mm) (mm)
11.60 4.76
15.50 4.76 )
15.50 6.35 O

S L i

P M N S H
ve f ap Ve f ap Ve f ap \ f ap ve f ap Ve f ap
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

b (S

FM geometry with positive design for nish to semi-rough machining, and continuous to slightly interrupted cu
m 260 0.2( 0.8 - - - ! 245 0.2C 0.8 - - - - - - - - -
m 305 0.2( 0.8 - - - u 285 0.2C 0.8 - - - - - = - - -
W 2350.2( 1.7 - - - u 220 0.2C 1.7 - - - - - - - - -
W 280 0.2C 1.7 - - - u 265 0.2C 1.7 - - - - - - - - -
m 2350.2( 1.7 - - - ! 220 0.2C 1.7 - - - - - - - - -
W 2800217 - - - p26502017 - - - - - — - — -
W 2750.2¢F 1.7 - - - u 260 0.2F 1.7 - - - - - - - - -
W 2700.3C 1.7 - - - u 255 0.3C 1.7 - - = - - - - - -



Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

9

RE P M N S H
Product ve f ap o f ap Ve f ap ve f f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
) \
O;E ;0'316a ué (_F‘
! 5 M geometry for nish to semi-rough machining, and continuous to interrupted cuts.
DNMG 110404E-M T9415 0.4 W 225 0.2( 1.2 = = = u 2100.2C 1.2 = = - — ®m 45 0.140.3
DNMG 110408E-M T9415 0.8 W 2350.3( 1.2 - - - u 22003012 - - - — ®m 45 0.1t 0.7
DNMG 110412E-M T9415 1.2 W 22004 12 - - - ! 20504012 - - - — ®m 40 0.2 0.9
DNMG 150404E-M T9415 0.4 W 2100.2C 1.9 - - - u 195 0.2C 1.9 - - - — ®m 40 0.140.3
DNMG 150408E-M T9415 0.8 W 220 0.3C 1.9 = = = u 2050.3C 1.9 = = - — ®m 40 0.1t 0.7
DNMG 150412E-M T9415 1.2 W 2100.4C 1.9 = = = u 195 0.4C 1.9 = = - — ®m 40 0.2C 0.9
DNMG 150604E-M T9415 0.4 W 2100219 - - - ! J95J02@N o — - - — » 40 0.1£ 0.3
DNMG 150608E-M T9415 0.8 W 220 0.3C 1.9 - - = u 205 0.3C 1.9 - - - — ®m 40 0.1t 0.7
DNMG 150612E-M T9415 1.2 W 2100.4C 1.9 = = = u 1950.4C 1.9 = = - — B 40 0.2 0.9

259,015
12E

DNMG 110408E-NF T9415 0.8
DNMG 150404E-NF T9415 0.4
DNMG 150408E-NF T9415 0.8
DNMG 150604E-NF T9415 0.4
DNMG 150608E-NF T9415 0.8

3%’ 0,25
10e

DNMG 150608E-NN T9415 0.8

S

0,31

e

DNMG 110408E-NNT9415 0.8
DNMG 150408E-NN T9415 0.8
DNMG 150604E-NN T9415 0.4
DNMG 150608E-NNT9415 0.8
DNMG 150612E-NNT9415 1.2

it

DNMG 150608-NRNT9415 0.8

-

o
w
N

.04
of [ gse
a

h >

DNMG 150608E-R
DNMG 150612E-R

T9415 0.8
T9415 1.2

03 5,
oy
19°
DNMG 110408E-RNT9415 0.8
DNMG 110412E-RNT9415 1.2

DNMG 150408E-RNT9415 0.8
DNMG 150412E-RNT9415 1.2

©

= 5

NF geometry with highly positive design for ne- nish to medium machining,

3150.17 1.0 - -
2600.1t 1.7 - -
3000.17 1.7 - -
2600.1£ 19 - -
29501719 - -

ik FU: 8

NM geometry with highly positive design for ne- nish, medium to rough machining, and continuous cuts.

W 2750.2% 1.9 = =

Tk €

¥l 2950.17 1.0
¥l 2450.1F 1.7
¥l 2850.17 1.7
¥l 2450.1% 1.9
4

2800.17 1.9

NMR geometry with positive design for medium to rough machining, and continuous cuts.

24003 08 - -
2200319 - -
2100219 - -
2200319 - -
23503019 - -

= (5

NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate inter

W 2100330 - -

lih = (F

W 1900430 - -
W 20004C30 - -

db ) 05

¥l 180 0.4C 3.0
”l 190 0.4C 3.0

29\-’ R geometry for semi-rough to rough machining, and continuous to interrupted cuts.

- - m
v

RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

W 2300420 - -
m 2650320 - -
W 2200430 - -
Hm 2300430 - -

¥l 2150.4C 2.0
7l 250 0.3C 2.0
»l 205 0.4C 3.0
(4l

2150.4C 3.0

and continuous cuts.

35 0.2C 0.7
40 0.2C 0.9

19
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE M N S H
PI’OdUCt ve f ap e f ap \ f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

‘ ’% RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

DNMG 150608E-RN T9415 0. 8 220 0.4C 3.0 - - = u 205 0.4C 3.0 - - - - - - - - -

DNMG 150612E-RNT9415 1.2 . 230 0.4C 3.0 - - = ! 2150.4C 3.0 - - - - - - - - -

DNMG 150616E-RNT9415 1.6 M 24504( 3.0 - - - §123004(30 - - - - - - - - -
‘ %g SF geometry with positive design for ne- nish machining of thin walls and continuous cuts.

DNMG 150608E-SF T9415 0.8 . 290 0.17 1.5 - - = ! 2750.17 1.5 - - = - - — »m 55 0.1z 0.7

Ié%D SM geometry with positive design for medium machining, and continuous to interrupted cuts.

DNMG 150604E-SNT9415 0.4 W 22502( 1.7 - - - W 21002017 - - - - — — m 4501403
DNMG 150608E-SNT9415 0.8 W 250028 1.7 - — — W 23502817 - — - - - - m 50 0.1:07
DNMG 150612E-SN T9415 1.2 l 24503017 - - - #23003017 - - - - — — w45 01509
o2 - =
W-MR wiper geometry for nish to rough machining with increased feed rates and improved surface nish.
DNMG 150608W-MIT9415 0.8 W 2050.4( 1.5 - - — W 1900415 - - - - - - = = =
DNMG 150612W-MIT9415 1.2 W 20005 1.5 - — — P 19005(15 - - -— - - - - - -

Q IC D1 L S

(mm) (mm) (mm) (mm)

1506 12.700 5.16 15.50 6.35

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

M N S H
Product RE
rodauc ve f ap ve f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
— W OF
ﬁ OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.
DNMM 150612E-OF 79415 1.2 W 22004( 30 - - - B 2050430 - - - - - - - - -

20



EC MT 2PRAMET

Q IC D1 L S
(mm) (mm)

(mm) (mm)
0602 6.350 2.80 6.50 2.38
0803 7.940 3.40 8.20 3.18

— e M N S H
Product - ve f ap ve f ap /3 f ap ve f ap ve f ap 7 f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
(e
i 0 L .
8°FM2 geometry for nish to medium machining, and continuous to interrupted cuts.
ECMT 060204E-FM T9415 0.4 28501208 - - - 27001208 - - - = = = = = =
ECMT 080304E-FM T9415 0.4 W 2750.1:10 - - — # 2600110 - - - - - - - - -
ECMT 080308E-FM T9415 0.8 29001710 - - - 2500NNR0 — - - - - - - - =

g IC D1 L IS
(mm) (mm)

(mm) (mm)

0502 5.560 2.50 5.70 2.38

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

— e M N S H
Product - Ve f ap \/ f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

U% i

I = NF2 geometry with positive design for ne- nish to semi-rough machining, and continuous cuts.

EPMT 050202E-NF:T9415 0.2 ¥ 3550.0: 0.8 - - - 133500808 - - - - - - - - -
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D PRAMET

m INSD D1 S

(mm) (mm) (mm)
0602 6.000 2.80 2.38
0803 8.000 3.40 3.18
10T3 10.000 4.40 3.97 -
1204 12.000 4.40 4.76 o
1606 16.000 5.50 6.35 .
2006 20.000 6.50 6.35 ~
3009 30.000 10.00 9.53 A s

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE P M N S H

ve f ap Ve f ap Ve f ap Ve f ap ve f ap Ve f ap

Product

(mm) (m/min) (mm/rev) (mm)
nmp i—c:
{;F/ HmE S

Geometry 37 for semi-rough to heavy-rough machining, and continuous to interrupted cuts.
RCMT 1606MOS-37T79415 - ® 2000.6C( 3.0 - - - ! 19006C 30 - - - - - = - - -

b . O

v— Geometry 371 for semi-rough to heavy-rough machining, and continuous to interrupted cuts.

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

RCMT 2006MOS-37T9415 — W 18508(30 - - — W 17508(30 - - - = = = - - -
|||. ,

E 1 29°
FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.

RCMT 0602MOE-FI T9415 — |m 32004t 12 - - — P 30004512 - - -— - - - - - -
RCMT 0803MOE-FI T9415 - M 2800.6( 1.6 - - - P 26506(16 - - - - - - - — -
RCMT 10T3MOE-FI T9415 - MW 2750617 - - — W 26006817 - - - — — —  — — —
RCMT 1204MOE-FN T9415 — M 2600.7¢ 1.8 - - — W 24507C18 - - - - — — - — -

% =y
iy e
RM3 geometry for semi-rough to rough machining, and continuous to interrupted cuts.

RCMT 0803MOE-RIT9415 - ® 27505(13 - - - u 260 0.5C 1.3 = = = - — — » 55 02805
RCMT 1204MOE-RIT9415 - ® 2550618 - - - ! 24006C 18 - - - - — — »m 50 0.3C0.8
RCMT 1606MOE-RIT9415 - ® 2450.65820 - - - u 2300.6t 20 - - - - - — m 45 03811

od’ﬂﬁo v H i ﬁ:

oﬁ/ RR4 geometry for heavy rough machining, and continuous to heavy interrupted cuts.

N

RCMT 3009MO-RR-T9415 - ®m 95 1.1( 40 - - —!90 1140 - - - = = = = = =

‘T me VE

30 . L. . . .
UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.

RCMT 0602MOE-UIT9415 — W 28504(12 - - - W 2700412 - - - - - - - — _
RCMT 0803MOE-UIT9415 — M 2650.4t16 - - - P 25004516 - - - - — —  — — -
RCMT 10T3MOE-UIT9415 — W 26005( 1.4 — — — P 24505(14 - - - - - - - - -
RCMT 1204MOE-UIT9415 — M 24505:18 - - -— Pl 23005818 - - - - — —  — — _



D/PRAMET

Q INSD D1 S

(mm) (mm) (mm)

1204 12.000 4.20 4.76
1606 16.000 5.20 6.35
2006 20.000 6.50 6.35 — A
2507 25.000 7.20 7.94 @ @] : N
3209 32.000 9.50 9.583 3

N~

S

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

RE P M N S H
ve f ap e f ap ve f ap Ve f ap ve f ap " f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

u - r

Geometry 37 for semi-rough to heavy-rough machining, and continuous to interrupted cuts.

i)
=
o
(o8
=
(2]
=
i ov]

RCMX 1606MOS-31T9415 - | 2000.6(30 - - - B 19006(30 - - - - - — - - _

H e (S

Geometry 321 for semi-rough to heavy-rough machining, and continuous to interrupted cuts.

'§m¢

RCMX 1204MOS-3:T9415 - ®m 1701030 - - - ! 1601.0C30 - - - - - = - - =
2.7 Iy X
s s 08
14 °
1%0 Geometry 331 for semi-rough to heavy-rough machining, and continuous to interrupted cuts.
RCMX 1606MOS-3:T9415 — W 1551.2( 3.5 - - - u 145 1.2C 3.5 - - - - - - - - -

b i (S

RF1 geometry for nish to semi-rough machining, and continuous to interrupted cuts.

%

RCMX 2006MO-RF. T9415 - W 10508(35 - - - P 95 08035 - - - - - — - - _
RCMX 2507MO-RF:T9415 - W 100 1.0C 3.5 - - —u95 1.0C 3.5 - - = - - = - - =

|||» C
-( |

210 RM1 geometry for nish to rough machining, and continuous to interrupted cuts.

RCMX 2006MO-RMT9415 — W 1001.0035 - - - W 95 1035 - - - - - — _ _ _
RCMX 2507MO-RM T9415 — ® 100 1.0C 3.5 - - —u95 1.0C 3.5 - - = - - = - - -

0 -

E ;15 RM2 geometry for semi-rough to rough machining, and continuous to interrupted cuts.

RCMX 2507MO-RMT9415 — W 95 11(35 - - - W 90 1.1(35 - - - - - — - - —
RCMX 3209MO-RMT9415 — M 95 1045 - — — P 90 1.0(45 - - - - - - - - _
062 = )
035 u-((_F
% 15°

RR2 geometry for heavy rough machining, and continuous to interrupted cuts.

RCMX 3209MO-RR T9415 - ® 70 1.4C 45 - = = ! 65 1.4(C 45 - = = - - — m 10 0.7C 2.0
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D/PRAMET

Q INSD D1 S

(mm) (mm) (mm)
1204 12.700 5.16 4.76
1506 15.875 6.35 6.35
1906 19.050 7.94 6.35
2509 25.400 9.12 9.53 ‘

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

— e M N S H
Product - f ap ve f ap 3 f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
o i 8
0,15
[ R2R1

A

Geometry 08 for semi-rough to heavy-rough machining, and continuous to interrupted cuts.

RNMG 120400E-08 T9415 - 1900.7¢30 - - - 1800.7¢30 - - - - - — m 35 0308
RNMG 150600E-08 T9415 - 1900.7¢30 - - - 1800.7¢30 - - - - - —m 35 0310
RNMG 190600E-08 T9415 - 1900.7¢ 30 - - - 1800.7¢ 30 - - - - - — m 35 0.3 13
> el i OF
0,
?L Geometry 081 for rough to heavy-rough machining, and continuous to interrupted cuts.
RNMG 250900E-08 T9415 - ! 1000950 - - - ! 95 0950 - - - - — — »m 20 0.4t 1.7

SC MT D/PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm)
09T3 9.525 4.40 9.53 3.97
1204 12.700 5.50 12.70 4.76

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

— M N S H
Product - ve f ap ve f ap 3 f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.
SCMT 09T304E-FM T9415 0.4 320 0.1 1.2 - - - 300 0.1F 1.2 - - - - - - - - -
SCMT 09T308E-FM T9415 0.8 350 0.2C 1.2 = = = 3300.2C 1.2 = = = = = = = = =
SCMT 120404E-FM 79415 0.4 MW 3150.1: 1.6 - - -— P 2950116 - - - == oas
SCMT 120408E-FM T9415 0.8 340 0.2C 1.6 - - = 320 0.2C 1.6 - - - - - - - - -
SCMT 120412E-FM T9415 1.2 3200.27 1.6 - - - 300 0.27 1.6 - - - - - - - - -

24



9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

Product ve f ap o f ap Ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

"3 (€

18°FM2 geometry for nish to medium machining, and continuous to interrupted cuts.

SCMT 09T308E-FMT9415 0.8 W 3400.17 1.0 - - - u 3200.1710 - - - - - = - - -
RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.
SCMT 09T308E-RVT9415 0.8 W 2950.3( 20 - - - ! 2800320 - - - - - — m 55 0.1f 0.7
SCMT 120408E-RMT9415 0.8 W 2950.3( 23 - - - u 28003023 - - - - - — m 55 0.1f 0.7
n RM3 geometry for semi-rough to rough machining, and continuous to interrupted cuts.
SCMT 120408E-RMT9415 0.8 W 2650.2i 23 - - - u 250027123 - - - - - — m 50 0.1<0.7
(L. )
1
1,0
30 UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.
SCMT 09T304E-URT9415 0.4 W 2800.1f 1.2 - - - u 2650112 - - - - - - - - -
SCMT 09T308E-URT9415 0.8 m 3000.2( 1.2 - - - ! 28502012 - - - - - - = = =

O PRAMET

Q IC D1 L S 5

(mm) (mm) (mm) (mm) Q-
1204 12.700 5.16 12.70 4.76 _
1506 15.875 6.35 15.88 6.35 YV
1906 19.050 7.94 19.05 6.35 o [ N ol
2509 25.400 9.12 25.40 9.53 — O D"
" : \\\‘ ”////
L . S

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

RE P M N S H
Product
ve f ap Ve f ap Ve f ap ve f ap ve f ap ve f ap
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
5 Y
1@“ \20°
g 7 FM geometry with positive design for nish to semi-rough machining, and continuous to slightly interruptec
SNMG 120404E-FV T9415 0.4 W 305 0.2( 2.1 - - - u 285 0.2C 2.1 - - - - - = - - =
SNMG 120408E-FV T9415 0.8 MW 365 0.2( 2.1 - - - u 345 0.2C 2.1 - - = - - = - - =
SNMG 120412E-FVN T9415 1.2 W 3450.27 2.1 - - = u 3250.27 2.1 - - = - - = - - =
g&@? u& <_
M geometry for nish to semi-rough machining, and continuous to interrupted cuts.
SNMG 120408E-M T9415 0.8 W 280 0.3z 2.1 - - - u 265 0.3z 2.1 - - - - — — wm 55 0.1¢ 0.7
SNMG 120412E-M T9415 1.2 MW 275 0.4C 2.1 - - = u 260 0.4C 2.1 - - = - — — wm 55 0210
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9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE P M N S H

ve f ap ve f ap ve f ap ve f ap

Product

ve f ap e f ap

(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

) (
oo et (F

M geometry for nish to semi-rough machining, and continuous to interrupted cuts.

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

SNMG 150612E-M T9415 1.2 W 2600.4( 34 - - - u 24504034 - - - - —-— — »m 50 02C1.0
SNMG 190612E-M T9415 1.2 W 25504( 40 - - - ! 24004C40 - - - - — — »m 50 02C1.0
SNMG 190616E-M T9415 1.6 m 2700.4C 40 - - - ! 2550440 - - - - - — »m 50 02013

Ztéﬁl_q& |

100°

NMR geometry with positive design for medium to rough machining, and continuous cuts.

SNMG 150612E-NNT8430 1.2 W 1550.4( 3.8m 85 03¢ 388 - - - - - — ¥ 30 02630 - - -
SNMG 190616E-NNT8430 1.6 M 150 0.4% 5.2m 80 041520 - - - - - - ¥ 30 0342 - - -
T9415 1.6 M 25004:52 - - — | - - - - - - - - - - - -

0,32

% = (€
S 242"/ NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate interrup

SNMG 120412-NRNT8430 1.2 W 165 0.4C 3.0m 90 0.3¢ 3.0. - - = - - —m 3 0224 - - -

T9415 1.2 W 26504(30 - - - - - - - - - - - - - - _
SNMG 150616-NRNT8430 1.6 M 150 0.4 5.0 80 0.4] 5.0. - - - - — — »m 30 0.32 4.0 - - -

T9415 1.6 M 25004850 - - - - - - - - - - - - - - _
SNMG 250924-NRNT9415 2.4 W 125 0.7C 9.0 - - - ! 115 0.7C 9.0 = = = = = = = = =

oo s OB

011 5150

5% %i’ R geometry for semi-rough to rough machining, and continuous to interrupted cuts.
SNMG 120416E-R T9415 1.6 M 25005( 38 - - - P 23505038 - -— - - - — m 50 0.2f 1.3
SNMG 150612E-R T9415 1.2 M 24504t 45 - - — 123004845 - - - - - - m 45 0.2:1.0
SNMG 190616E-R T9415 1.6 M 24005( 60 — - — P 22505(6.0 - -— - - - — m 45 0.28 1.3

e b 0

oo RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

SNMG 120408E-RNT9415 0.8 m 280 0.4C 4.0 - - - ! 265 0.4C 4.0 = = = = = = = = =
SNMG 120412E-RNT9415 1.2 ®M 280 0.4f 4.0 - - = ! 265 0.4 4.0 - = = = = = = = =
SNMG 120416E-RNT9415 1.6 W 290 0.5 4.0 - - - u 275 0.5C 4.0 - - = - - = - - -
SNMG 150612E-RNT9415 1.2 M 275 0.4f 5.0 - - - u 260 0.4£ 5.0 = = = = = = = = =
SNMG 150616E-RNT9415 1.6 M 28505( 50 — - - P 27005(50 - -— - - = = = = =
SNMG 190612E-RNT9415 1.2 M 270 0.4t 7.0 - - = ! 2550.4£ 7.0 - = = = = = = = =
SNMG 190616E-RNT8430 1.6 M 165 0.5 7.0 90 0.4¢ 7.0! 135 0.5C 7.0 - — — m 35 0356 - - -

T9415 1.6 W 2700.5C 7.0 - - - u 255 0.5C 7.0 - - - = = = = = =
SNMG 250924E-RNT9415 2.4 W 1300.8(12.( - - - ! 1200.8(12¢C - - - = = = = = =

f = €

5 SM geometry with positive design for medium machining and continuous to interrupted cuts.

SNMG 120408E-SNT9415 0.8 M 325 0.2f 1.8 - - = u 305 0.2 1.8 - - - - — — Pm 65 0.1: 0.7
SNMG 120412E-SNT9415 1.2 M 3250.3( 18 - - - P 30503(18 - -— - - - — m 65 0.1f 1.0
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Q IC D1

(mm) (mm)
1204 12.700 5.16
1506 15.875 6.35
1906 19.050 7.94
2507 25.400 9.12
2509 25.400 9.12
Product RE

Oute0,07
E% ilga
34°

SNMM 190624E-HF T9415 2.4
SNMM 250724E-HF T9415 2.4
SNMM 250924E-HF T9415 2.4

0,72
;!20°

SNMM 190616-HR2T9415 1.6
SNMM 190624-HR2T9415 2.4
SNMM 250924-HR2T9415 2.4
0,41
013

g -

21°
SNMM 190616E-NF T9415 1.6
SNMM 250724E-NF T9415 2.4
SNMM 250924E-NF T9415 2.4
I

Q

SNMM 250724-NRNT9415 2.4
SNMM 250924-NRNT8430 2.4
,Tli'

g -

SNMM 120408E-OF T9415
SNMM 120412E-OF T9415
SNMM 150616E-OF T9415
SNMM 190612E-OF T9415
SNMM 190616E-OF T9415
SNMM 190624E-OF T9415
SNMM 250724E-OF T9415
SNMM 250924E-OF T9415

034
1
I,

21°

e

0.8
1.2
1.6
1.2
1.6
2.4
2.4
2.4

D/PRAMET

L S
(mm) (mm) Q,Q/
12.70 4.76 _
15.88 6.35 Ve
19.05 6.35 (@) / N Y
25.40 7.94 - a
25.40 9.53 !
vl
L, S

P M

ve f ap e f ap

N S

ve f ap ve f ap ve f ap "

(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

HR geometry for rough to heavy-rough machining, and continuous to interrupted cuts.

- W 1200.65 9.0
— » 115 0.6 13.C
— ” 115 0.6 13.C

W 130 0.6¢ 9.0
W 125 0.65 13.(
W 125 0.6 13.(

dl (€

HR2 geometry for rough to heavy-rough machining, and continuous to interrupted cuts.

W 125 0.6¢ 8.9
W 12008t 89 - -
W 1150.8% 11.C

i P

NR2 geometry for semi-rough to rough machining, and continuous to interrupted cuts.

- ” 1150.65 8.9
- »W 1100889 - - - - - - -
— 1 1050.85 11.C

- ®W2s505080 - - - _ _
- wmi11508(12C - - - - - - -
- m11508012¢C - - - - - - -

W 2600580 - -
W 12508(12C - -
W 1250.8(12C - -

= (€

NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate inter

| 13006590 - - -— u 1201065810 — — - = = = =
W 1300.7C 9.0m 70 0.6% 9.0! 1050.7¢9.0 - - — wm 25 04¢7.2

W

OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

W 26504047 - - - P25004047 - - - - - - -
W 27004547 - - - P 25504847 - - - - - - -
B 26505(60 - - - PA25005(6.0 - - - | - - - || -
W 25004:80 - - - K 23504880 - - - - - - -
W 26005(80 - - - P24505(80 - - - - - - -
W 22508080 - - - P2100880 - - - - - - -
8 12010012 - - - Pl11010c12¢ - - - | - - - || -
W 12010012¢ - - - PJui010012¢ - - - - - - -

H

f

(m/min) (mm/rev) (mm

ap
)
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Product

9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE P M N S H
ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

2,24
Tloe H C
8@% Geometry 923 for semi-rough to heavy-rough machining, and continuous to heavy interrupted cuts.

SNMM 250924S-92. 79415 2.4 W 1150.8:11.( - - - ! 1050.8£11¢C - - - = = = = = =

06T1
0902
1102
16T3

Product

TCMT 06T102E-FF:T9415 0.2
TCMT 06T104E-FF:T9415 0.4
TCMT 090204E-FF2T9415 0.4
TCMT 110204E-FF2T9415 0.4
TCMT 110208E-FFzT9415 0.8
TCMT 16T304E-FF:T9415 0.4

D/PRAMET

IC D1 L S f
(mm) (mm) (mm) (mm) 5
3.970 2.20 6.90 1.98
5.560 2.50 9.60 2.38 7
6.350 2.80 11.00 2.38 _ AN
9.525 4.40 16.50 3.97 A g 5
q | @ | ‘
) \ ) "y
i “‘kL
- / b

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE P M N S H
ve f ap ve f ap ve f ap ' f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

0.53 . _, ;y} v
=

FF2 geometry with positive design for ne- nish to nish machining, and continuous to slightly interrupted cuts

W 33500:08 - - - W31500:08 - - - - - - - - -
W 26501:08 - - - P 25001208 - - - - — — - — —
W 26001:10 - - -W24502210 - - - - - - - - -
W 26501:08 - - - p25001:08 - - - - — —  — — -
W 28001708 - - - 26501708 - - - - — — - — —
W 26501:08 - - - #25001:08 - - - - - — - — -
TCMT 16T308E-FFiT9415 0.8 W 2800.1108 - - - P/ 26501:08 - - - - — — - — —

4 ; FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.

TCMT 110202E-FM T9415 0.2
TCMT 110204E-FM T9415 0.4
TCMT 110208E-FM T9415 0.8
TCMT 16T304E-FM T9415 0.4
TCMT 16T308E-FM T9415 0.8

*k N (_c:
A
RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

W 2900108 - - - W27501(08 - - - - - — - - -
M 29501:08 - - - Wl28coaco08 - - - || - - - - - -
W 31001708 - - — #29001708 - - - - — - - — _—
W 27001217 - - - WP2s502:17 - - - - - - - — —
W 28501717 - - - P2m001:17 - - - - - - - - -

TCMT 16T308E-RMT9415 0.8 M 250 0.27 1.9 - - - u235 0.27 1.9 - - = - — — m 50 0.1¢ 0.7
TCMT 16T312E-RMT9415 1.2 M 265 0.27 1.9 - - - HZSO 0.27 1.9 - - - - — — »m 50 0.12£0.9
025 BUY S
RM3 geometry for semi-rough to rough machining, and continuous to interrupted cuts.
TCMT 16T304E-RMT9415 0.4 MW 205 0.2( 2.0 - - - u 190 0.2C 2.0 - - - - — — P 40 0.2£0.3
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9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

P M N S H
Product RE
ve f ap o f ap \ f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
- U3 e (€
RM3 geometry for semi-rough to rough machining, and continuous to interrupted cuts.
TCMT 16T308E-RM T9415 0.8 W 220 0.27 2.0 - - - ! 205 0.27 2.0 - - = - — — ® 40 0.2£ 0.7
v b )
1’0 B
1,0 %30 . .. . . .
‘1524  UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.
TCMT 110204E-UR T9415 0.4 W 255 0.1z 0.8 - - = ! 240 0.1z 0.8 - - = - - = - - -

TCMT 16T304E-UR T9415 0.4 W 255 0.1z 0.8 =
TCMT 16T308E-UR T9415 0.8 W 265 0.17 0.8 =

- ®W24001:08 - - - - - — - — _
- ®W25001708 - - - - - — - - _

D/PRAMET

(mm) (mm) (mm) (mm)
1604 9.525 3.81 16.50 4.76
2204 12.700 5.16 22.00 4.76
2706 15.875 6.35 27.50 6.35

-3

RE P M N S H
Product ve f ap 3 f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
0,2
<2 ik 08
gAY |
S o FM geometry with positive design for nish to semi-rough machining, and continuous to slightly interruptec
TNMG 160404E-FMT9415 0.4 W 250 0.2C 1.7 - = = u 2350.2C 1.7 = = = = = = = = =
TNMG 160408E-FMT9415 0.8 m 300 0.2( 1.7 - - ! 2850.2C 1.7 - - - - - - - - -
TNMG 160412E-FMT9415 1.2 W 290 0.2 1.7 - - - u 275 0.2t 1.7 - - - - - - - - -
TNMG 220404E-FMT9415 0.4 W 250 0.2C 1. 7 = = » 23502017 - - - = = = - - -
TNMG 220408E-FMT9415 0.8 M 300 0.2( 1 .- Pl2ss02c17 - - - - - - - - -

oo ek (F (_
e

! M geometry for nish to semi-rough machining, and continuous to interrupted cuts.

TNMG 160404E-M T9415 0.4 W 2300.2( 1.6 - - = u 2150.2C 1.6 - - = - — — m 45 0.1 0.3
TNMG 160408E-M T9415 0.8 M 240 0.3C 1.6 - - u 2250.3C 1.6 - - - - — — m 45 0.1f 0.7
TNMG 160412E-M T9415 1.2 W 225 0.4(C 1.6 - - - ! 210 0.4C 1.6 - - - - — — m 45 0.2 0.9
TNMG 220408E-M T9415 0.8 W 230 0.3C 2.1 - - u 2150.3C 2.1 - - = - — — m 45 0.1t 0.7
TNMG 220412E-M T9415 1.2 W 225 0.4( 2.1 - - u 210 0.4C 2.1 - - = - — — m 45 0.2C 0.9

25° 015 N C:

12 NF geometry with highly positive design for ne- nish to medium machining, and continuous cuts.
TNMG 160404E-NF T9415 0.4 W 285 0.1t 1.4 - - = u 270 0.1t 1.4 - - - - = = - = =
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9

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE P M N S H

ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap

Product

(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

. 0.2s BBEUT 8
[

NM geometry with highly positive design for ne- nish, medium and rough machining, in continuous cuts.

TNMG 160408E-NNVT9415 0.8 W 290 0.2t 1.9 - - —. - - - - - - - - - - - -

2%‘:{;Hil_!1& |

10

NMR geometry with positive design for medium to rough machining, and continuous cuts.

TNMG 160408E-NVT9415 0.8 m 2350317 - - - - - - - - - = = = = = =
TNMG 160412E-NVT8430 1.2 W 1550.3C 1.7H 85 0.27 1.7. - - - - — — wm 30 02¢14 - - -
T9415 1.2 M25003c17 - - -@- - - - - - - - - - - _
TNMG 220412E-NNT9415 1.2 W 24503(21 - - — | - - - - - - - - - - - _
a0 HJ :
ﬂ.@ (_F
5% R geometry for semi-rough to rough machining, and continuous to interrupted cuts.
TNMG 160408E-R T9415 0.8 W 20504( 30 - - - W 1900430 - - - - — — m 40 0.2( 0.7
TNMG 160412E-R T9415 1.2 W 21504( 30 - - - 2000430 - - - - - — m 40 0.2C 0.9
TNMG 220408E-R T9415 0.8 M 19504( 40 - - — P 1850.4(40 - - - - - - m 3502007
TNMG 220412E-R T9415 1.2 M 20504( 40 - - — #1900.4C40 - - - - — — m 40 0.2 0.9

RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

oMbl O

TNMG 160408E-RVT9415 0.8 W 23504( 30 - - - P 22004c30 - - - - - - - - -
TNMG 160412E-RVNT9415 1.2 W 24504( 30 - - - ® 2300430 - - - - — — - — -
TNMG 220408E-RVT9415 0.8 W 2250.4( 40 - - - ® 2100440 - - - - — —  — — -
TNMG 220412E-RVT9415 1.2 W 23504( 40 - - - P/ 2200440 - - - - — — - — -
TNMG 220416E-RVT9415 1.6 W 2500.4( 40 - - - P 23504040 - - - - — — - — -
TNMG 270616E-RVT9415 1.6 W 1400.4( 60 - - - 1300460 - - - - — - - — -

f = (€
5 SM geometry with positive design for medium machining, and continuous to interrupted cuts.

TNMG 160404E-SVT9415 0.4 W 2400.2( 1.7 - - - u 2250.2C 1.7 - - = - - — »m 45 01403
TNMG 160408E-SMT9415 0.8 W 2650.2t 1.7 - - - u 250 0.2¢ 1.7 = = = - - — m 50 0.1t 0.7
TNMG 220408E-SMT9415 0.8 M 265 0.2t 1.7 - - - u 250 0.2¢ 1.7 = = = - - — »m 50 0.1z 0.7
TNMG 220412E-SVT9415 1.2 m 2600.3C 1.7 - - - ! 245 0.3C 1.7 = = = - — — m»m 50 0.1f 0.9
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TN M M 2PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm)

1604 9.525 3.81 16.50 4.76

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

E— M N S H
Product - ve f ap ve f ap /3 f ap ve f ap ve f ap 7 f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
E OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.
TNMM 160408E-OF T9415 0.8 W 2250.4( 30 - - - P 2100430 - - - - — - - — -

Q IC D1 L S

(mm) (mm) (mm) (mm)
1103 6.350 2.80 11.10 3.18
1604 9.525 4.40 16.60 4.76

€

s.

o

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

— e M N S H
Product - ve f ap ve f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/mln) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

' % FF2 geometry with positive design for ne- nish to nish machining, and continuous to slightly interrupted

VBMT 160404E-FF:T9415 0.4 W 2300.1: 08 - - - P 21501:08 - - - - - - - — -

' db D GE

BM FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.

VBMT 110304E-FM T9415 0.4 W 255012 08 - - - W 24001208 - - - - — — - — -
VBMT 110308E-FM T9415 0.8 W 2700.17 08 - - - # 25501708 - - - — — —  — — ~—
VBMT 160402E-FM T9415 0.2 W 2450.1( 12 - - - ® 2300112 - - - - — —  — — -
VBMT 160404E-FM T9415 0.4 W 2450.1:12 - - - ® 23001212 - - - - — —  — — -
VBMT 160408E-FM T9415 0.8 W 260017 1.2 - - -— P 24501712 - - - — — —  — — ~—
VBMT 160412E-FM T9415 1.2 W 24502: 1.2 - - - p23002:12 - - - — — —  — — -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

Product ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

fU3 g8

18°FM2 geometry for nish to medium machining, and continuous to interrupted cuts.

-

VBMT 160404E-FM: T9415 0.4 W 220 0.1z 1.2 - - - u 2050.1z 1.2 - - - - - - = = =

VBMT 160408E-FM: T9415 0.8 W 220 0.2(C 1.2 - - - u 205 0.2C 1.2 = = = = = = = = =

VBMT 160412E-FM. T9415 1.2 W 2250.22 1.2 - - = ! 210 0.2z 1.2 - = = - = = = = =
RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

VBMT 160404E-RM T9415 0.4 M 255 0.1z 1.2 - - - u 240 0.12 1.2 - - - - — — »m 50 0.122 0.3

VBMT 160408E-RMT9415 0.8 W 2700.17 1.2 - - — ! 25501712 - - - - - — m 50 0.1z 0.7

VBMT 160412E-RMT9415 1.2 W 2400.271 1.2 - - - u 22502112 - - - - - — m 45 01409

11 BB

30
(1544 UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.

-

VBMT 160404E-UR T9415 0.4 W 21001212 - - - 19501212 - - - - — — - - _
VBMT 160408E-UR T9415 0.8 M 22501712 - - - # 21001712 - - - - - - - - -
VBMT 160412E-UR T9415 1.2 W 21002:12 - - - p19502:12 - - - - — —  — — —

D/PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm) \ C
1303 7.940 3.40 13.80 3.18

5%

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

mE P M N S H
Product ve f ap ve f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

' \ % FF2 geometry with positive design for ne- nish to nish machining, and continuous to slightly interrupted cuts

VCGT 130302E-FF:T9415 0.2 W 270 0.0% 1.0 - - - u 255 0.0¢ 1.0 = = = = = = - = =
VCGT 130304E-FF:T9415 0.4 W 215 0.1Z 1. 0 = = = u 200 0.1z 1.0 - - - - - = - - =
VCGT 130308E-FF:T9415 0.8 W 2250.17 1 = = <= u 2100.17 1.0 = = = = = = = = =

1zﬁ\L/—

VCGT 130304E-NFiT9415 0.4 » 225 0.1C 1.0 = = = u210 0.1C 1.0 = = = = = = = = =
VCGT 130308E-NFiT9415 0.8 ® 225 0.17 1.0 = = = u210 0.17 1.0 = = = = = = = = =

NF2 geometry with positive design for ne- nish to semi-rough machining, and continuous cuts.

' é“y}HV
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S D d O PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm) C
1103 6.350 2.80 11.10 3.18 \ RE
1604 9.525 4.40 16.60 4.76

D1

]
w{,\/
o L S

° ]

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C

— e M N S H
Product - ve f ap ve f ap /3 f ap ve f ap ve f ap 7 f ap

(mm) (m/mm) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

miu ¥ UE
\
N FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.

VCMT 160404E-FM T9415 0.4 230 0.1Z 1. 2 = = = 2150.1z 1.2 - - - - - - - - -
VCMT 160408E-FM T9415 0.8 2450.17 1 = = = 2300.17 1.2 = = = = = = = = =

1,0 30
W UR geometry for ne to nish machining, and continuous to slightly interrupted cuts.

' @1@\\'

VCMT 110304E-UR T9415 0.4 W 210012 08 - - - P 19501:08 - - - — — —  — — —
VCMT 110308E-UR T9415 0.8 MW 220017 08 - - -— P 20501708 - - - — — —  — — ~—
VCMT 160404E-UR T9415 0.4 MW 20001212 - - - p19001:12 - - -  — — —  — — —
VCMT 160408E-UR T9415 0.8 W 21001712 - - - p 19501712 - - -  — — —  — — ~—

Q IC D1 L S

(mm) (mm) (mm) (mm)

1604 9.525 3.81 16.60 4.76

— e M N S H
Product - ve f ap ve f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

FM geometry with positive design for nish to semi-rough machining and continuous to slightly interruptec

o

VNMG 160404E-FN T9415 0.4 2150212 - - - 2000212 - - - = = = = = =
VNMG 160408E-FV T9415 0.8 25502014 - - - 24002014 - - - = = = = = =
VNMG 160412E-FV 79415 1.2 25502214 - - - 240022 14 - - - = = = - = =
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

RE M N S H
PI’OdUCt ve f ap e f ap \ f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

bt OF

M geometry for nish to semi-rough machining and continuous to interrupted cuts.

~-
?@i

VNMG 160404E-M T9415 0.4 W 19502(12 - - - W 18502012 - - - - - — wm 35 01403
VNMG 160408E-M T9415 0.8 M 2000.3( 14 - - — 1 19003(14 - - - — — — W 40 0.1f0.7

© o (€

2 NF geometry with highly positive design for ne- nish to medium machining, and continuous cuts.

i”’{

VNMG 160404E-NFT9415 0.4 W 25501:12 - - - W 24001212 - - - - — — - - _
VNMG 160408E-NF T9415 0.8 W 2700.1i 1.4 - - - § 25501714 - - - - — —  — — -

oot )y 8

. NMR geometry with positive design for medium to rough machining, and continuous cuts.

i%

VNMG 160408E-NNT9415 0.8 W 2000314 - - - - - - - - - - - - - - —

T

SF geometry with positive design for ne- nish machining and for machining thin walls, with continuous cuts.

-
ﬁ

VNMG 160408E-SF T9415 0.8 W 25501 1.4 - - - Pl 24001714 - - - - - — w 50 0.1:0.7

s s (6

SM geometry with positive design for medium machining, and continuous to interrupted cuts.

“ﬁ

VNMG 160404E-SN T9415 0.4 . 21001812 - - - ! 19501812 - - - - - — Pm 40 0.1:03

WC M T O/PRAMET

Q IC D1 L S
80°

() () (mm) ()
06T3 9.525 4.40 6.50 3.97
0804 12.700 5.50 8.70 4.76

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

M N S H
Product ve f ap 3 f ap \ f ap ve f ap ve f ap ve f ap
(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
JSM FM geometry for nish to semi-rough machining, and continuous to slightly interrupted cuts.
WCMT 06T304E-FNT9415 0.4 MW 30501f 1.2 - - -— P 28501812 — — -— - - - - - -
WCMT 06T308E-FNT9415 0.8 m 33002 1.2 - - — p 31002012 - - - - — —  — — —
WCMT 080408E-FNT9415 0.8 W 31502( 1.7 - - — P 29502(17 - — -— - - - - - -
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D/PRAMET

Q IC D1 L S

(mm) (mm) (mm) (mm)
0604 9.525 3.81 6.50 4.76
0804 12.700 5.16 8.70 4.76

ve f ap e f ap

N S H

ve f ap ve f ap ve f ap " f ap

Product

(mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)

% #k 0=
a FM geometry with positive design for nish to semi-rough machining, and continuous to slightly interruptec

WNMG 060404E-FN T9415 m 30502014 - - - W28502014 - - - - - — - - —
WNMG 060408E-FN T9415 0.8 W 36502014 - - - ®W34502014 - - - - — — - — —
WNMG 060412E-FNT9415 1.2 W 35002712 - - - #33002i12 - - - - — — - — -
WNMG 080404E-FNT9415 0.4 W 31002(12 - - - P 29002(12 - - -  — — —  — — -
WNMG 080408E-FNT9415 0.8 M 350 0.2( 19 - - - ®3302019 - - - - - - - - -
WNMG 080412E-FNT9415 1.2 W 3350.27 1 - - - m31502i119 - - - - - — - - -

os e 4
! 5 M geometry for nish to semi-rough machining, and continuous to interrupted cuts.

WNMG 060404E-M T9415 0.4 ® 270 0.2( 1.8 - - = u 2550.2C 1.8 - - = - - — »m 50 0.1:0.3
WNMG 060408E-M T9415 0.8 W 275 0.3Z 1.8 = = = u 260 0.3z 1.8 = = = - - — m 55 0.1¢€ 0.7
WNMG 080404E-M T9415 0.4 M 265 0.2( 2.1 = = = u 250 0.2C 2.1 = = = - - — »m 50 0.1:0.3
WNMG 080408E-M T9415 O 8 W 2700.3z 2.1 - = = ! 2550.3z 2.1 = = = - — — »m 50 0.1¢ 0.7
WNMG 080412E-M T9415 W 2650.4( 2.1 - = = u 2500.4C 2.1 - = = - - — ®m 5002010

ééﬁi ; dL (€
‘ NF geometry with highly positive design for ne- nish to medium machining, and continuous cuts.

WNMG 060404E-NFT9415 0.4 W 3400.17 0.8 - - — ! 3200.17 0.8 - - - - - = - - =
WNMG 060408E-NFT9415 0.8 MW 380 0.1¢ 1.0 - - = u 360 0.1¢ 1.0 - - - - - - - - -
WNMG 080408E-NFT9415 0.8 MW 360 0.1¢ 1. 7 - - - u 340 0.1¢ 1.7 - - - - - - - - -
WNMG 080412E-NFT9415 1.2 M 315 0.3C 2 - - —P29503021 - - - - - = - - =
(o]

025 ¢ M K_

10° ' NM geometry with highly positive design for ne- nish, medium and rough machining, with continuous cut
WNMG 080404E-N'T9415 0.4 MW 3050221 - - - - - -— = = = = = = = = =
WNMG 080408E-NI'T9415 0.8 MW 33502821 - - - ff - - - - - - - - - - - -

Zééﬁlﬂ & |

NMR geometry with positive design for medium to rough machining, and continuous cuts.

WNMG 060408E-N!T8430 0.8 MW 1550.3: 2.7m 85 0.3: 2.7/8 — — — - - - »m 3002622 - - -
WNMG 080404E-NI'T9415 0.4 M 240028 2.7 - — — || — - - - - - - - _ - - _
WNMG 080408E-N!T9415 0.8 W 25503t 27 - — — | — — -— - - - - - _ - - _
WNMG 080412E-NIT9415 1.2 W 25504( 27 - - — | - - - - - _ - - = - - _
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

P M N S H
d RE
Product ve f ap e f ap Ve f ap ve f ap ve f ap ve f ap
(m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm) (m/min) (mm/rev) (mm)
g %24" NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate interrup!
WNMG 080408-NRIT9415 0.8 M 255 0.3¢ 2.7 - - = . - - = - - = - - = - - -
WNMG 080412-NRIT8430 1.2 M 155 0.4C 2.7H 85 0.3¢ 2.7. - - = - — — m 30 0.2¢ 2.2 - - =
T9415 1.2 WM 25504027 - - -@W - - - - - - - - - - - -
oo s O
01T coige
5% %i’ R geometry for semi-rough to rough machining, and continuous to interrupted cuts.
WNMG 080408E-R T9415 0.8 M 235 0.4( 3.5 - - - u 220 0.4C 3.5 - - = - — — m 45 0.2 0.7
WNMG 080412E-R T9415 1.2 M 240 0.4% 3.5 - - = ! 225 0.4t 3.5 - - = - - — »m 45 0.2:1.0

ol ®
o A
g0 RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

WNMG 060412E-RI'T9415 1.2 M 280 0.45 3.0 - -

&

¥l 265 0.4¢ 3.0

WNMG 080408E-RI T9415 0.8 M 2650.4( 40 - - - #125004(40 - - - - — — - — -
WNMG 080412E-RI T9415 1.2 M 270 0.4¢ 4. o - - - WB25504540 - - - - - — - - -
WNMG 080416E-RI T9415 1.6 M 275 0.5( 4 - - - m26005(40 - - - - - — - — -

’m.r

‘)J SF geometry with positive design for ne- nish machining and for machining thin walls, with continuous cuts.

WNMG 080408E-SFT9415 0.8 M 3550.2( 1.0 - - - u 3350210 - - - - - — »m 70 0.1:0.7
rp = =
5 SM geometry with positive design for medium machining, and continuous to interrupted cuts.
WNMG 080404E-SM T9415 0.4 W 2800.2( 20 - - - ! 2650220 - - - - - — m 55 0.1%0.3
WNMG 080408E-SM T9415 0.8 W 3050.28 20 - - — u 28502820 - - - - - — m 60 0.1% 0.7
WNMG 080412E-SM'T9415 1.2 WM 3000.3( 20 - - - u 2850320 - - - - - — » 60 0.1t 1.0

V/ ]
L
01] [\5° ~.

W-M wiper geometry for semi-rough to rough machining with increased feed rates and improved surface nisl

WNMG 060408W-MT9415 0.8 W 255 0.4f 1.2 - ! 240 0.4¢ 1.2 - = = - = = - = =
WNMG 060412W-MT9415 1.2 W 250 0.5% 1.2 - - - u 2350.5¢ 1.2 = = = = = = - = =
WNMG 080408W-MT9415 0.8 W 245 0.4f 1.5 = u 2300.4¢ 15 = = = = = = = = =

<
éﬁi 2 Il 08
-
a 1976 W-MR wiper geometry for nish to rough machining with increased feed rates and improved surface nish.

WNMG 060408W-MT9415 0.8 W 2550.4f 1.2 - — W 24004512 - - - - - - - - -
WNMG 080404W-MT9415 0.4 W 2400.3( 1.5 - — W 22503015 - - - - - — - - -
WNMG 080408W-MT9415 0.8 M 24504t 15 - — — # 230045815 - - — - — —  — — -
WNMG 080412W-MT9415 1.2 M 24505815 - - — Pl 23005815 - - - - — —  — — -
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ECON ONO6 43° Face Mill with Double Negative Design and Internal Coolant

Highly economical and productive face mill utilising two types of double-sided negative inserts. Economical @
cutting edges and APMX of 4 mm, and productive square SN.. 17 inserts with 8 cutting edges and APMX of
di erential tooth pitch. Body treated for longer tool life.

KAPR 43°
APMX 4.0 (7.0) '&21 06
/:T%(l?i m::::;$0) 4;34 21 06 y
\ RE | |
: | O . {}D ‘ A ~ \
R f
= 1 ® f .
- _'&&Y B
e
Y _
'& + PP ‘8 . op

[da)
= 0] — LL o
x pd O O = [a) = s :
) O L !
Product . § 8 g - E E g 5 @ @ N @ g e}
(mm) (mm) — (mm)  (mm)  (mm)  (mm) (mm) (m(f) ()
50A04R-S450N06-C 50 60.8 22 165 - 40 104 6.3 -10 -5 9 49400 9 042 GI342 CO621 -
50A05R-S450N06-C 50 60.8 22 165 - 40 104 63 -10 -5 5 — 9 94039 GI342 CO621 -
63A05R-S450N06-C 63 73.8 22 181 - 40 104 6.3 -10 -5 9 58400 9 0.59 GI342 CO621 -
63A06R-S450N06-C 63 738 22 181 - 40 104 6.3 -10 -5 9 68400 9 0.55 GI342 CO621 -
80A06R-S450N06-C 80 90.8 27 221 - 50 124 7 -10 -5 967500 9 1.27 GI342 CO622 -
80A08R-S450N06-C 80 90.8 27 221 - 50 124 7 -10 -5 8 — 9750019 GI342 CO622 -
100A08R-S450N06-C 100 110.8 32 301 - 50 144 8 -10 -5 9 8700 9 1.88 GI342 CO620 AC002
100A10R-S450N06-C 100 1108 32 301 - 50 144 8 -10 -5 10 —9 67081 GI342 CO620 AC002
&, 125A08R-S450N06-C125 1358 40 56.1 - 63 164 9 -10 -5 9 8000 9 353 GI342 CO620 ACO003
onsss 125A10R-S450N06-C 125 1358 40 56.1 — 63 164 9 -10 -5 9 16000 9 3.65 GI342 CO620 AC003
125A12R-S450N06-C 125 135.8 40 56.1 - 63 16.4 9 -11 -5 12 -9 6(B5 GI342 CO620 ACO003
160C0O8R-S450N06-C 160 170.8 40 - 66.7 63 164 925 -10 -59 8700 9 554 GI342 CO623 -
160C12R-S450N06-C 160 170.8 40 - 667 63 164 925 -10 -59 BY00 9 5.74 GI342 CO623 -
160C14R-S450N06-C 160 170.8 40 - 667 63 164 925 -11 5 14 9 %68 GI342 C0623 -
200C12R-S450N06-C 200 210.8 60 — 1016 63 258 1425 -10 -9 47200 9 9.00 GI342 CO624 -
200C16R-S450N06-C 200 210.8 60 — 1016 63 258 1425 -10 -5 16 9 94 GI342 CO624 -
250C14R-S450N06-C 250 260.8 60 - 1016 63 258 1425 -10 - 4300 9 1546 GI342 CO625 -
250C18R-S450N06-C 250 260.8 60 - 1016 63 258 1425 -10 -5 18 9 ¥36Q GI342 CO625 -
cE ©) ©) ©
Gl342 ONMX 0605.. ONMX 0605..-W.. SNMX 1705..
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C0620 US 45013A-T20P 5.0 M5 3BR T20P-T -

C0621 US 45013A-T20P 5.0 M5 3BR T20P-T HS 1030C - - -

C0O622 US 45013A-T20P 5.0 M5 3BR T20P-T HS 1230C - - -

C0623 US 45013A-T20P 5.0 M5 3BR T20P-T HS 1240C CAC 160C HSD 0825C HX
C0624 US 45013A-T20P 5.0 M5 3BR T20P-T HS 1655C CAC 200C HSD 1025C HX
C0625 US 45013A-T20P 5.0 M5 3BR T20P-T HS 1655C CAC 250C HSD 1025C HX
2 ¥ o

AC002 KS 1635 K.FMH32

ACO003 KS 2040 K.FMH40

ONMX 06 O/PRAMET

m IC D1 S

(mm) (mm) (mm)

0605 17.000 5.70 7.08

e

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining C
M N S H

Ve f ap ve f ap ve f ap ve f ap ve f ap ve f ap

Product

(mm) (m/minYmm/tooth)(mm) (m/minmm/tooth)(mm)

g Bl

F geometry is sharp and used for nishing, suitable for large overhang or thin walled and slim workpiece &
positive rake, narrow T-land and rounding of cutting edge for light machining.

ONMX 060508SR-F 8215 0.8 W 275 0.1C 2.0m 165 0.0¢ 2.0/

(m/minmm/tooth)(mm) (m/minymm/tooth)(mm) (m/minmm/tooth)(mm) (m/minmm/tooth)(mm)

Bl - - _Plesoo0iic - - -
M633( 0.8 W 2300.1C 2.0m 16500¢ 20/ - - - - —- _ ®m 6500116 - - -—
M833( 0.8 M 2700.1C 2.0m 1600.0¢ 20ff - - - - - — W 6500116 - - -
M834( 0.8 M 2450.1C 2.0MW 1450.0¢ 20ff - - - - - _ ®m 6000116 - - -
M934( 0.8 W 3200.1C 2.0m 1900.0¢ 20/, - - - - - — ®m 80 00116 - - -

kU3 g8

f M geometry is versatile and the rst choice for a wide range of working conditions. Designed with positive
of cutting edge for medium machining.

ONMX 060508SR-M8215 0.8 M 2300.2( 2.0®m 1350.1¢ 20/ — - - - - -
M633( 0.8 M 195 0.2( 2.07 140 0.1¢ 2.0
M833( 0.8 M 2300.2( 2.0® 1350.1¢ 2.0f 55 0.1< 1.6% 45 0.1< 1.0
M834( 0.8 M 2100.2( 2.0® 1250.1¢ 2.0 50 01416 - - -
M932¢ 0.8 WM 28502(20 - - - - - - - - - - - _wm550110
M934( 0.8 M 2550.2( 2.0 150 0.1¢ 2.00 60 01416 - - -

55 0.1/ 1.6m 45 0.1< 1.0
55 01416 - - -

|

|
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

M N S H
PI’OdUCt ve f ap e f ap \ f ap ve f ap ve f ap ve f ap
(mm) (m/minYmm/tooth)(mm) (m/minmm/tooth)(mm) (m/min)mm/tooth)(mm) (m/minymm/tooth)(mm) (m/minmm/tooth)(mm) (m/minkmm/tooth)(mm)
f R geometry is strong and used for roughing and heavy working conditions. Designed with slightly positive ral
cutting edge for rough machining.
ONMX 060508SR-Fk 8215 0.8 . 2100320 - - - . 1950320 - - - - - — H 40 0211.0
M531t 0.8 u 2550320 - - - . 2400320 - - - - - — MW 50 02110
M833( 0.8 . 2100320 - - - . 1950320 - - - - - — »m 40 0.211.0
M834( 0.8 W 19003(20 - - - #M18003(20 - - - - - — - — -
M932¢ 0.8 W 2500.3(20 - - - W23503(20 - - - - - - mW 5002110
f Wiper design for improved surface nish when machining with large cutters and high feed rate.

ONMX 060508SR-V'8215 0.8 W 3400.1C 0.3m 20000¢ 038 - - - - - - - - _— - _ _
M833( 0.8 W 3250.1C 0.3m 19500¢03f - - - - - - - - _— - _ _

SNMX 17 O/PRAMET

Q IC D1 S

(mm) (mm) (mm)

1705 17.000 5.70 5.56

e

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

M N S H
Product ve f ap 3 f ap \ f ap ve f ap ve f ap ve f ap
(mm) (m/minYmm/tooth)(mm) (m/minmm/tooth)(mm) (m/min)mm/tooth)(mm) (m/minymm/tooth)(mm) (m/minYmm/tooth)(mm) (m/minYmm/tooth)(mm)
f M geometry is versatile and the rst choice for a wide range of working conditions. Designed with positive rak
of cutting edge for medium machining.

SNMX 170508SR-V 8215 0.8 M 265 0.2( 4.0®m 1550.1¢ 40/ — - - - - - w65 0132m 50 0.1< 1.0
M633( 0.8 W 2250.2( 40m 1600.1¢ 400 - - - - — — w65 01432 - - -

M833( 0.8 M 2650.2( 40®m 155016 400 - - - - — — w 65 0.1 3.2®m 50 0.1< 1.0

M834( 0.8 . 240 0.2C 4.0 140 0.1¢ 4.0. - - = - — — m 60 0.1¢ 3.2 - - =

M932¢ 0.8 M 32502040 - - - - - - - - - - - _wm650110
M934( 0.8 M 295 0.2C 4.0® 175 0.1¢ 4.00 70 0132 - - -

R geometry is strong and used for roughing and heavy working conditions. Designed with slightly positive ral
cutting edge for rough machining.

|
|
|

I

I

I
N

SNMX 170508SR-R8215 0.8 W 2400.3( 40 - - - W 22503040 - - - - - — ® 4502110
M531¢ 0.8 ¥ 30003 40 - - - W 28503040 - - - - - — ®m 60 02110
M833( 0.8 W 24003(40 - - - W22503(40 - - - - — — wm 4502110
M834( 0.8 W 22003(40 - - — #M20503(40 - - - - - — - — -
M932¢ 0.8 W 2900.3(40 - - — W27503(40 - - - - — — wm 5502110



2 Q)

N

‘& 5% 10% 15% 20% 25% 30% 40% 50% 60% 70% 75% 80% 90 % 100 %
X. V. 148 1.35 1.27 1.221.19 116 111 1.08 1.05 103 1.00 1.00 1.00 1.00
$@[ 2.20 1.60 1.35 1.20 1.10 0.95 0.85 0.75 0.85 0.95 1.00 1.00 1.00 1.00
0.64 0.64 0.64 0.64 0.64 0.65 06667  0.68 071 072 074 079 1.00
) g ONMX06 F ONMXO06M ONMXO06R OMNMKIBEIWM SNMX 17 R
i(/ 0.80 0.80 0.80 0.80 0.80 0.80
%
\Ef 0.75 0.75 0.75 4.30 0.70 0.70
40 T T T T 1 40. C T T T 1 40- [ T T T 1
% 25, [ KEDy i0inio zhg % 25. [ KEDy 101710/ 2$5 % 25. [ KEDy 101A16°Z
16. 16. 16.
10.! 10. 10.
6.3 6.3 6.3
4.0 4.0 4.0
2.5 7 2.5 ) 2.5
1.6 1.6 1.
1.0— 1.0 1.0
0.63— 0.6 0.6:
0.4— . . 0.: . . 0. . .
& b | bk | b |
o ETIEIEEEIY = v EEEETEIEIY = o §EEETEIENE =
40.0 T T T T T 40. T T T T T 40.
% 25.0 [ KEDy 101/106°Z % 25, [ "EDy i8ini6724p| % 25, [ *EDy 1616z
16.0 16. 16.
10.0 10. 10.
6.3 6.3 [ C 6.3 B
40 4. 4.4
25 2.5 2.5
1.6 1.6 1.6
1.0 1.0 1.9
0.63 0.6 0.6:
0.4 |— | 0. 0.
L | 1 | 1 |
o 83 28838288388 = 0 3333333 § = 0 3338383383383 =
>,
0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00
50 51.06 52.11 53.19 54.27 55.35 56.43 57.51 58.59
63 64.06 65.11 66.19 67.27 68.35 69.43 70.51 71.59
80 81.06 82.11 83.19 84.27 85.35 86.43 87.51 88.59
100 @ 101.06 102.11 103.19 104.27 105.35 106.43 107.51 108.59
125 126.06 127.11 128.19 129.27 130.35 131.43 132.51 133.59
160 161.06 162.11 163.19 164.27 165.35 166.43 167.51 168.59
200 201.06 202.11 203.19 204.27 205.35 206.43 207.51 208.59
250 251.06 252.11 253.19 254.27 255.35 256.43 257.51 258.59
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0.00 1.00 2.00 3.00 4.00 5.00 6.00 7.00

50 47.24 49.40 51.56 53.73 55.90 58.06 60.23 62.40
63 60.24 62.40 64.56 66.73 68.90 71.06 73.23 75.40
80 77.24 79.40 81.56 83.73 85.90 88.06 90.23 92.40
100 97.24 99.40 101.56 103.73 105.90 108.06 110.23 112.40
125 122.24 124.40 126.56 128.73 130.90 133.06 135.23 137.40
160 157.24 159.40 161.56 163.73 165.90  168.06 170.23 172.40
200 197.24 199.40 201.56 203.73 205.90 208.06 210.23 212.40
250 247.24 249.40 251.56 253.73 255.90 258.06 260.23 262.40

g iy © ®
X. V o[
50 1.35 0.36 ﬁ 530: $30: g 530; $30:
63 1.39 0.40 T~ 7
80 1.44 0.45 50 03 041100 86Xi6 01  0.1/100
100 148 0.51 63 XD iXiAli 0iXid 01  0.05/100
125 1.53 0.57 80 XTIl 66Xi3 01  0.05/100
200 1.63 0.72 i 01 005100
250 1.68 0.80
D/E Dy ,MGW . §08; S@
50 98 110 0.55 0.95 115
63 i 136 0.55 0.85
80 157 170 0.65 0.85
100 197 1M 0.65 0.8
iA 180 101 0.65 0.8
160 317 330 0.6 07
i 397 410 07 0.8
A1 497 510 0.6 07

2 © 2 ©
> 4.0 16 >7.0 8
>51 14 >11.4 4
> 10.7 8
>11.5 6

ONMX 06-W

©

> 0.5

8
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EAERIL s

VER SD13 45° Face Mill with Positive Design and Internal Coolant
Highly versatile 45« face mill utilising single sided SD.. 13 style inserts with APMX of 6.4 mm. Suited for a v

workpiece material. Weldon and arbor style available, with di erential tooth pitch. Body treated for longer tool
place for process security.

- &21 06

=
>
U
Py
N
a1
o
A

&
“[o
w
H
i
|
i
i
I
o
|
1 %

i i | _&21 08
" g bl Lo
- . ‘
\ [ee] ‘ ~
//f ] = ~ ‘\ =
—4&"\, 4y V) A /4
‘& '&&%
vv v ‘& ‘& - :
‘& l< ‘&
‘ ‘ & = PP ‘& + PP
0.04-0.32 -
2,
0.04 - 0.28 V) v
[da)
= m — LL o
X 4J4 Z 0O 0O S 9 s = :
O O < o S
Product 0 o6 © § 8 GDJ - - E E 5 g @@ N @ g %
(mm) — (mm)  (mm)  (mm)  (mm)  (mm)  (mm)  (mm)  (mm)  (nm) ()
o 32N3R045B25-SSD13BZL 449 120 25 - - 45 - — - -15 15 3 — 9461m@3 GI341 CO610 -
ovwsss AON3R045B32-SSD13B@ 535 120 32 - - 45 - — — -7 15 3 — 944002 GI341 CO610 -
40A03R-S45SD13F-C 40 535 - 16 14 - - 40 84 56 -7 15 3 —9140@y GI341 CO611 -
50A04R-S45SD13F-C 50 635 - 22 18 - - 40 104 6.3 -7 159 429009 0.51 GI341 CO612 -
63A05R-S45SD13F-C 63 764 - 22 18 — - 40 104 6.3 -7 159 815009 0.53 GI341 CO612 -
80A07R-S45SD13F-C 80 934 - 27 22 - - 50 124 7 -7 15 9 7102009 1.32 GI341 CO613 AC001
100A08R-S45SD13F-A00 1129 - 32 45 - - 50 144 8 -12 159 8100 9 1.83 GI341 CO613 AC002
100A10R-S45SD13F-A00 1129 - 32 45 - - 50 144 8 -12 15 10 -9 deOa GI341 CO613 AC002
B 125A08R-S45SD13F-A25 1378 - 40 56 - - 63 164 9 -12 159 8100 9 3.41 GI341 CO613 AC003
5%% 125A12R-S45SD13F-C125 137.8 - 40 56 — - 63 164 9 -12 15 12 -9 &060 GI341 CO613 AC003
160C10R-S45SD13F-a60 1728 - 40 - 667 - 63 164 9 -12 19 171R00 9 6.69 GI341 CO614 -—
160C14R-S45SD13F-a60 1728 - 40 - 66.7 - 63 164 9 -12 1 7200 9 6.62 GI341 CO614 -
200C12R-S45SD13F-@Q00 2128 - 60 - 1016 - 63 257 14 -12 19 64D0 9 09.06 GI341 CO615 -
200C16R-S45SD13F-Q00 2128 - 60 - 1016 - 63 257 14 -12 19 6490 9 11.85 GI341 CO615 -
250C14R-S45SD13F-@50 2628 - 60 - 1016 - 63 257 14 -12 19 590 9 19.50 GI341 CO616 -—
250C20R-S45SD13F-@250 2628 - 60 - 1016 - 63 257 14 -12 19 5700 9 19.20 GI341 CO616 -

R ©] (o] O

Gl341 SDET 13T3.. SDMT 13T3.. XDET 13T3..

60



ol w@%{g/%.fof

CO0610 US63513-T15P 3.0 M 3.5lag TIHP — - SDW 1103AF MS 3507 HXK 3.5 -

CO611 US63513-T15P 3.0 M 3.5 13 - D-T08P/T15P FG-15 HS 0830C SDW 1103AF MS 3507 HXK3
CO612 US63513-T15P 3.0 M 3.5 13 - D-TO8P/T15P FG-15 HSD 1025C SDW 1103AF MS 3507 HXK?
CO613 US63513-T15P 3.0 M 3.5 13 - D-TO8P/T15P FG-15 - SDW 1103AF MS 3507 HXK 3.5
C0O614 US63513-T15P 3.0 M 3.5 13 - D-TO8P/T15P FG-15 HS 1240C SDW 1103AF MS 3507 HXK 3
CO615 US63513-T15P 3.0 M 3.5 13 - D-TO8P/T15P FG-15 HS 1655C SDW 1103AF MS 3507 HXK 3
CO616 US63513-T15P 3.0 M 3.5 13 - D-TO8P/T15P FG-15 HS 1655C SDW 1103AF MS 3507 HXK 3

2 @ o~

AC001 KS 1230 K.FMH27
ACO002 KS 1635 K.FMH32
AC003 KS 2040 K.FMH40

O PRAMET

Q IC D1 M S

(mm) (mm) (mm) (mm)

13T3 13.385 4.40 15 3.97

%

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machi

RE M N S H
Product ve f ap \/ f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/minYmm/tooth)(mm) (m/minmm/tooth)(mm) (m/min)mm/tooth)(mm) (m/minymm/tooth)(mm) (m/minkmm/tooth)(mm) (m/minmm/tooth)(mm)
F geometry is sharp and used for nishing, suitable for large overhang or thin walled and slim workpiece ¢
positive rake, narrow T-land and rounding of cutting edge for light machining.
SDET 13T3AFSN-F M633( — W 2500.1f 3.0m 17501308 - - - - - _ m 7001124 - - -
M831( - M 3150.1f 3.0®W 1600.1< 3.0 29501630 - - - - — —  — — -
M833( — M 2850.1f 3.0m 1700.1< 3.0 270 0.1f 3.0» 855 0.1¢ 3.0m 70 0.11 24 — — —
M834( — M 2650.1f 3.0m 1550.1< 3.0 2500.1£30 - - — ®m 65 01124 - — -
M934( — m 3300.1f30m 195014300 - - - - - _— m 8001124 - - -
' ,
18 : [
'l
FA geometry is sharp and used for non-ferrous alloys machining, suitable for large overhang or thin walle
Polished and ground design with highly positive rake.
SDET 13T3AFFN-FHF7 - | - - - - - - B - - _ m3001:30 - - - - - -

Mot - - - - - - -B- - -ms84001:30 - - - - - -

61



i

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calc

Q IC D1 M S

(mm) (mm) (mm) (mm)

13T3 13.385 4.40 15 3.97

— e M N S H
Product - Ve f ap \/ f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/minYmm/tooth)(mm) (m/minmm/tooth)(mm) (m/minmm/tooth)(mm) (m/minymm/tooth)(mm) (m/minYmm/tooth)(mm) (m/minYmm/tooth)(mm)

v w8
M geometry is versatile and the rst choice for a wide range of working conditions. Designed with positive rak
of cutting edge for medium machining.

SDMT 13T3AFSN-M8215  — 2450.3C 3.0m 1450.27 3.0m 23003C( 30 - - - »w 60 0.2¢24m 45 0.2110
M633( — 2150.3C 3.0m 1500.27 3.0/ - - - - - — ®m 6002224 - - -
M833( — 2450.3C 3.0m 1450.2: 3.0m 23003( 30 - - - ®w 60 0.2¢24wm 45 0.211.0
M834( — 2250.3C 3.0m 1350.27 3.0pm 21003(30 - —- — W 55 0224 - - -—
M932¢ — 2950013003100 — - - 2800330 - - - - - —m 5502110
M934( — 2650.3C 3.0m 1550.27 3.0 - - - - - — m 6502224 - - -

o 08
R geometry is strong and used for roughing and heavy working conditions. Designed with slightly positive ral
cutting edge for rough machining.

SDMT 13T3AFSN-FM531F — 2850330 - - - 2700330 - -— - — - — HW 55 0.2£10
M831( — 255 0.3t 3.0» 130 0.3z 3.0M 240 0.3t 3.0 - -— -— - — — ®W 50 0.2¢1.0
M833( — 240 0.3t 3.0”m 1400.3: 3.0M 22503t 3.0 - - — - - — m 45 0.2 1.0
M834( — 220 0.3t 3.0® 130 0.3z 3.0® 20503t 3.0 - -— -— = = = = = =
M932f  — 2800330 - - - 2650330 - -— - — - — ®m 55 0.2:10
y d ii ZPRAMET
Q IC D1 S
(mm) (mm) (mm)
13T3 13.385 4.40 3.97

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calci

— R M N S H
Product - ve f ap ve f ap ve f ap ve f ap ve f ap ve f ap
(mm) (m/minYmm/tooth)(mm) (m/minmm/tooth)(mm) m/min\mm/tooth)(mm) (m/min)mm/tooth)(mm) (m/minkmm/tooth)(mm) (m/minkmm/tooth)(mm)

- um WE

XDET 13T3AFER 8215 - 420 0.1C 0.2®m 250 0.0¢ 0.2m 3950.1C 0.2 - - -— = = = = = =
M833( — 3950.1C 0.2m 2350.0¢ 0.2m 3750.1( 02 - - - = = = = = =

Wiper design for improved surface nish when machining with large cutters and high feed rates.
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2 Q)

N

‘& 5% 10% 15% 20% 25% 30% 40% 50% 60% 70% 75% 80% 90 % 100 %
X.V. 148 1.35 1.27 1.221.19 116 111 1.08 1.05 103 1.00 1.00 1.00 1.00
2.20 1.60 1.35 1.20 110 0.95 0.85 0.75 0.85 0.95 1.00 1.00 1.00 1.00
0.64 0.64 0.64 0.64 0.64 0.65 06667 068 071 072 074 079  1.00
‘)g SDET 13-F SDMT 13-M SDMT 13-R SDET 13-FA XDET 13
%
\D/S 1.75 1.75 1.75 1.75 8.19
2} 40.! [») 40. [} 40.1
ﬁ 25. SDET13T3AFSN-F ﬁ 25. SDMT-13T3AFSN-M & 25. SDMT-13T3AFSN R
16. 16.! 16.
10. 10.| 10.
6.3 6.3 6.3
4.0 4.9 4.0
2.5 2.5 2.5
1.4 1.6 1.6
1.4 1.9 1.9
0.6 0.6 0.6
0. 0. 0. —
o 2 g 2 ¢ €9 dd ¥ = o 2 J2 2 ¢ g:’a:ai::::l> oggg;dgﬁi‘\i#:é
>} \ 40. 40.
ﬁ 25. SDET-13T3AFFN-F, 25. DET-13T3AF
16. 16.
10. 10.|
6.3 6.3
4.0 4.0
2.5 2.5
1.4 1.4
1.4 1.4
0.6 0.6:
0. 041 ]
0 2223838332757 = o § 228 g:’a:ai::::|>
P
v
b 530; $30; ' -‘eos. §08; DD
(Xj-V o1 O =% By (<) omN  puAX Thg T
32 1.22 0.15 32 14.1° 6.4/27 32 60.0 89.8 1.7 1.7 15
40 1.26 0.16 40 11.8° 6.4/32 40 75.0 107.0 1.7 1.7
50 1.30 0.18 50 9.8° 6.4/39 50 94.0 127.0 1.7 1.7
63 1.34 0.20 63 7.7° 6.4/49 63 120.0 152.8 1.7 1.7
80 1.39 0.22 80 5.2° 6.4/72 80 155.0 186.8 1.7 1.7
100 1.43 0.24 100 4.1° 6.4/91 100 193.0 225.8 1.7 1.7
125 1.48 0.26 125 3.2° 5.45/100 125 245.0 275.6 1.7 1.7
160 1.53 0.29 160 1.0° 1.6/100 160 322.0 345.6 1.7 1.7
200 1.58 0.33 200 0.4° 0.55/100 200 405.0 425.6 1.7 1.7
250 1.63 0.36 250 0.3° 0.4/100 250 505.0 525.6 1.7 1.7
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>>/E' hdd z~ E J/JE

ANyKh> zZ D/>>/E' y DW> ~

t}EI%] WEW SUE o0 *S o (}JEP]VP t }}E Z
Material: 1.0553 / 345A / S355J0
MO EW fAil iIAZr*"di>Eilyr
Coolant: Alopg o }]o up@9t}v ~
H«VP }v ]Y}ve
Ve ~ulu]ve ( ~uue @, ~uue a ~uue dK, ~uu-
Tt 0.09 7 30 58
/[lve ES P }lu SCEC d}}o o]

tive, lowest pewer consumption.

wall even with overhang of 138 mm. Perfect surface nishing, better that akthe competitors.

ISvery e ec

Stable cutedge wear, very homogeneT@gs ank wear.

Perfect chip evaquation. After 48 min no evidgnt weddo b%@ all along the tool life => possible to skip deburring.

\Y
m
<
-
™
~
o
-
—

)
t}E1%] WE }v & 0 %0 & ~ifi , o E
Material:  1.1186 /1040 / C40 g -
HO EW fil IAZr "8i>Eilyr <
Coolant:  No £28 E
pH«vP }v ]Y}ve g5 ¢
Ve ~ulu]ve (G ~uue @ ~uue a ~uue dK, ~uu-§°§ -D
113 0.18 5 3.5 138 g_%% -
118 iX16 3 30 84 333
/ve ES P }u §EC d}lo o]gz; Jve
>E y i1iiiGMBBA4O 48+ w

l

t}E %] WE }v & o (JEP]VP-tiiiEo0s C}I

Material: E6 | iioA | <dn
HO EW i1 7Zidl ITr*">Eilyr
Coolant: Altopg o }]o0 up@9%}v ~

H«VP }v ]Y}ve

ol life improvement with LNEX12-M is 59|%.
observe only little wear after 18 min in qut.

Cycle time reduction with LNEX12-M is 48 Pb.
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T X717 10 10 61
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tYE %] & Jvo *+ 5 o (JEP]VR §arA € A oA§§~;
Material: iXooii I 7io | ydn GE]D}idritri QUZJ-E —
HO EW T/ 12187 TAr*>Eilyr £&9 <
Coolant: No ;%% 5
H«VP }v [Y}ve §§§ -
Ve ~ulu]ve G ~uue @ ~uue & ~uue dK, ~uue égg o)
100 X1 3 6 45 O -
/ve E3 P lu §EC d}}o o](G&u]ve
>E y i1ii1&NMBB40 o1

Ve A HaVP +%A U (% ESNIEJ 0 %3ZAENIW %3Z }( psU dK, A §}}o }A @Z vP .
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SLN12X .V. Q @ PRAMET S

PROD LN12 90° Tangential Square Shoulder Mill with Internal Coolant
Highly productive 90° shoulder mills utilising tangential LNEX 12 insert with 4 cutting edges and APMX of 10
applications. Available in cylindrical, weldon and arbor style. Robust cutter body supports long tool life and exc

. . '&21 06
A
KAPR 90°
APMX 10.0 mm
*$0)
“s03 i . L'&21 06
. . —
[ : | @ : —l >
W [ . '&21 06
G AL ~ l
| @ -
N
A A L ]
© | © ] —
vvv A\ A 4 v Y’\(\ h\(\ h\(\
u u vy | o]
& ‘8 N 8 &%
® 8 @ -

0.06 —0.20 mm
0.06 —0.18 mm

OAL
Y

1421
= LL o
3 = S L 2 2 = = ‘
Product e § - - E E 5 g £y @ N @b g
(mm) (mm) (mm) (mm) (mm) (mm) (mm) (mrf) ()
25A2R042A25-SLN12X26 170 25 - 42 - - - 30 -5 2 - 17800055 GI206 C0382
25A2R080A25-SLN12X258 170 25 - 8 - - - -30 -5 2 — 178000.50 GI206 C0382
I3 32A3R042A32-SLN12X32 195 32 - 42 - - - 225 -5 3 - 183001.01 GI206 SQ340
32A3R090A32-SLN12X32 195 32 - 90 - - — 225 -5 3  — 183000.99 GI206 SQ340
40A4R050A32-SLN12X40 195 32 - 50 - — - 225 -5 4  — 187001.17 GI206 SQ340
25A2R042B25-SLN12X26 100 25 - 42 - - - 30 -5 2 — 178000.29 GI206 C0382
=3 32A3R042B32-SLN12X3e 110 32 - 42 - - - 225 -5 3 - 183000.55 GI206 SQ340
40A4RO50B32-SLN12X40 120 32 - 50 - - — 225 -5 4  — 187000.73 GI206 SQ340
40A03R-S9OLN12X-C 40 - 16 124 - 40 84 56 -225 -5 3  — 4370015 GI206 SQ345
40A04R-S90LN12X-C 40 - 16 124 - 40 84 56 -225 -5 94 13700 9 0.23 GI206 SQ345
50A05R-S90LN12X-C 50 - 22 165 - 40 104 6.3 -195 -5 5  — 41230034 GI206 SQ343
50A06R-S90LN12X-C 50 - 22 165 - 40 104 63 -195 -5 6 — 41230034 GI206 SQ343
52A05R-S90LN12X-C 52 - 22 165 - 40 104 63 -195 -5 5 — q230037 GI206 SQ343
63A06R-S9OLN12X-C 63 — 22 165 - 40 104 63 -195 -5 9610900 9 052 GI206 SQ343
&) 63A08R-S9OLN12X-C 63 - 22 165 — 40 104 63 -195 -5 8  — 9090060 GI206 SQ343
"™ BBAOBR-S9OLN12X-C 66 — 22 165 - 40 104 63 -195 -5 9610900 9 054 GI206 SQ343
80AO7R-S9OLN12X-C 80 - 27 381 - 50 124 7 -195 -5 97 9700 9 1.00 GI206 SQ341
80A10R-S90LN12X-C 80 - 27 381 - 50 124 7 -195 -5 10 - 99700.98 GI206 SQ341
100A08R-S9OLN12X-C100 - 32 451 - 50 144 8 -175 -5 98 8700 9 191 GI206 SQ341
100A11R-S9OLN12X-C100 - 32 451 - 50 144 8 -175 -5 11 — 9870D88 GI206 SQ341
125A12R-S90LN12X-C125 — 40 561 - 63 164 9 -175 -5 9127800 9 3.39 GI206 SQ341
R o
GI206 LNEX 1210..
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?
[
C0382
SQ340
SQ341
SQ343

g

US 44010-T15P
US 44012-T15P
US 44012-T15P
US 44012-T15P
US 44012-T15P

®

SQ345

Q w1 D1
(mm) (mm)
1210 6.000 4.40
Product

LNEX 121008SR-F

LNEX 121012SR-F

LNEX 121008SR-M

LNEX 121012SR-M

LNEX 121016SR-M

LNEX 121020SR-M

LNEX 121024SR-M

M633(
M831(
M833(
M834(
M633(
M831(
M833(

M633(
M831(
M833(
M834(
M931¢
M932¢
M934(
M831(
M833(
M834(
M831(
M833(
M834(
M833(
M834(
M833(
M834(

0.8
0.8
0.8
0.8
1.2
1.2
1.2

0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.6
1.6
1.6
2.0
2.0
2.4
2.4

= I s~ F 5
3.5 M 4 10 — —Flag T15P —
35 M4 12 — —Flag T15P —
35 M 4 12 D-TO8P/T15P FG-15 —
35 M 4 12 D-TO8P/T15P FG-15 —
35 M 4 12 D-TO8P/T15P FG-15 —
2 PRAMET
L S
(mm) (mm) S
13.30 10.26

P

ve f

ap

(m/minfmm/tooth)(mm)

Kl €

F geometry is sharp and used for light and medium machining, suitable for large overhang applications. L

M

ve f

(m/minYmm/tooth)(mm)

ap ve f ap

(m/minmm/tooth)(mm)

N

ve f ap

(m/minYmm/tooth)(mm)

S

ve f ap

(m/minYmm/tooth)(mm)

narrow T-land and rounding of cutting edge for light to medium machining.

H

ve f ap

(m/minYmm/tooth)(mm)

B 220 0.17 3.0®m 155 0.1¢ 3.0. - - - - - - - - - - - =
W 2800.17 3.0®m 140 0.1¢ 3.0! 26501730 - - - - - — »m 5501110
W 260 0.17 3.0m 155 0.1¢ 3.0! 24501730 - - - - - — w50 01110
W 2350.17 3.0m 140 0.1¢ 3.0! 2200.1730 - - - - = = - - -
B 2300.17 3.0®m 165 0.1f 3.0. - - - - - - - - - - - =
W 2950.17 3.0®m 150 0.1¢ 3.0! 2800.1730 - - - - - — »m 5501110
W 2700.17 3.0m 160 0.1¢ 3.0! 255|0MGRSO — - - - - — w50 01110

wtl €

M geometry is versatile and the rst choice for a wide range of working conditions. Designed with positive
of cutting edge for medium up to semi-roughing machining.

m 2100235 - - -@- - - - - - - - - - _ -
W 26502(35 - - - W25002035 - - - - — — wm 50 0.1€ 1.0
W 24502(35 - - — M23002035 - - - - — — wm 45 0.1€ 1.0
W 22002035 - - - #W20502035 - - - - - — - — -
W 32002035 - - - M30002035 - - - - — — w60 0.1€1.0
W 3000235 - - - WM28502035 - - - - — — wm 60 0.1€ 1.0
M2mo235 - - - eaaw - - - §- - _m- - -
W 28002035 - - -— W26502035 - - - - — — wm 550.1€10
W 25502(35 - - — M24002035 - - - - — — wm 50 0.1€¢1.0
W 23502035 - - - #2202035 - - - - - — - - -
W 29502(35 - - - W28002035 - - - - — — wm 550.1€10
W 27002035 - - -— W25502035 - - - - — — w50 0.1€ 1.0
W 24502(35 - - — P 23002035 - - - - — - - — _
m 28502035 - - - M27002035 - - - - — — wm5501€1.0
W 550235 - - - W24002035 - - - - - - - - -
W 28502035 - - - W27002035 - - - - — — wm 550.1€10
W 25502035 - - - #W24002035 - - - - - — - — -

69



5% 10 %

15 %

20 %

25%

% 30% 40% 50% 60% 70% 75% 80%  90% 100 %
({ X.V 148 1.35 1.27 1.221.19 116 111 1.08 1.05 103 1.00 1.00 1.00 1.00
220 1.60 1.35 120 110 095 0.85 0.75 0.85 0.95 1.00 1.00 1.00 1.00
0.64 0.64 0.64 0.64 0.64 0.65 06667  0.68 0.71 072 074 079 1.00
), § LNEX 12-F LNEX 12-M
5y 0.8 1.2 0.8 1.2 16 2.0 2.4
ﬁ 2.25 1.73 2.25 1.73 1.33 115 0.79
") 40. ") 40.
ﬁ 25. ENEX 121008SRF ﬁ 25. ENEX-121008SR M
16 LNEX121012SR F 16 LNEX 121012SR M
i . LNEX 121016SR M
10. 10. LNEX-121020SR-M.
63 63 LNEX 121024SR' M
4.0 4.0
2.5] 2.5]
1.6 1.6
1.0] 1.0
0.6: 0.6
0.4] 0.4
Dg;;ézgazsz=|> Ogggiz§2£2$=|>
PD]
,,’ B 20 3.0 40 5.0
2.5
0.30 0.20 0.20 0.15
=> |
5302; $30; DMIN DMAX .Maos; - §08;
25 0.80° 1.40/100 44.0 48.0 0.6 0.7
32 0.60° 1.00/100 58.0 62.0 0.8 1.0
40 0.35° 0.60/100 74.0 78.0 0.7 0.8
50 0.30° 0.50/100 94.0 98.0 0.7 0.8
52 0.30° 0.50/100 98.0 102.0 0.7 0.8
63 0.20° 0.35/100 120.0 124.0 0.3 0.4
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- PP
— 3 5 10 15 20 30 40 50 60 80 100
25

0.548 0.707 1.000 1.225 1.414 1.732 2.000 2.236 2.449 2.828 3.162
32 0.620 0.800 1.131 1.386 1.600 1.960 2.263 2530 2771 3.200 3.578
40 @)( 0.693 0.894 1.265 1549 1.789 2191 2.530 2.828 3.098 3.578 4.000
50 = 0.775 1.000 1.414 1.732 2.000 2.449 2.828 3.162 3.464 4.000 4.472
52 0.869 1122 1.587 1.944 2.245 2.750 3.175 3.550 3.888 4.490 5.020
63 0.980 1.265 1.789 2191 2.530 3.098 3.578 4.000 4.382 5.060 5.657
i(/ 2 3 5 10 15 20 30 40 50 60 80 100
0.8 0.155 0.200 0.283 0.346 0.400 0.490 0.566 0.632 0.693 0.800 0.894
1.2 0.170 0.219 0.310 0.379 0.438 0.537 0.620 0.693 0.759 0.876 0.980
1.6 g 0.196 0.253 0.358 0.438 0.506 0.620 0.716 0.800 0.876 1.012 1131
2.0 0.219 0.283 0.400 0.490 0.566 0.693 0.800 0.894 0.980 1131 1.265
2.4 0.245 0.316 0.447 0.548 0.632 0.775 0.894 1.000 1.095 1.265 1.414
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JEE Y}v (

@v

EYE. (JE *%0 1( Y% E Vv

=

15
Il

1. GRS %o

_J

0.5
| Il
0.05 0.08

%

|
=>

Chip-breakers for ne nishing

(FF, FF2..) 115

1.00 095 0.85 0.80

Chip-breakers for nishing

(NF, SE.) 1.20

1.05 1.00

Chip-breakers for medium machining

(FM, M, NM, NMR, SM....) 1.15

Chip-breakers for roughing
(RM, NRM, NR, R...)

Chip-breakers for heavy roughing 3
(HR, HR2, NR2, OR...) for 45 min durability

JEE Vv (

)

General machining operations
(‘ne nishing up to roughing)

S}E- (JE EGH]E HE ]o]sC

minutes 10 15

1.13 1.00

Heavy machining operations
(heavy roughing)

1Y}v o

JEE VG S}E-

Machining environment

Condition of the work-material
(hard skin due to forging or casting)

Internal turning

Parting and grooving (radial)
Face grooving

Interrupted cut

Unstable machining conditions
Common machining conditions
Stable machining conditions

Z spyoYVP }EE

vee= & x kg X GreoX Grer* Grea

*§ EYVP %
} 81 vs }( ue

S YCQ VP * %o

§ 0}JPH % P

us E&]o

ve ot
ko t

80

1.05

KZZz

M

1.10

C\/cA

0.70

0.75
0.88
0.80
0.80
0.85
1.00
1.20

2.5
Il

1.00

1.00

20

0.93

0.90

1.25

0.95

d/KE &

)

1.10

1.25

30

0.84

1.10

5.0
Il

0.85

1.00

1.20

0.10 0.10 0.5 020 0.20 030 0.40 0.40 0.60 0.80 0.80

0.95

1.15

45

0.

1.00

dKZ” u dhZE

1.00 1.

0.65

1.05 1.00 0.95

60

76 0.71

0.93



JEE VYIv ( 3}Ees (JE *% ]. $C% Gfo HO E

@v

Face mills witAPR5° — 60° and negative inserts
(SHNO6C, SHNO9C, CHNOS9, ...)

Face mills WwitAPR5° and positive inserts
(SOE06Z, SOE09Z, SODO05,...)

Shoulder mills vitthPBO°

(SADOQ7D, SAD11E, SAD16E, SLN12, SLN16..)
Copy face mills

(SRC10 — SRC20, SRDO5 — SRD1S6, ...)

Copy end mills

(K2-PPH, K2-SLC, K2-SRC, K3-CXP...)

Disc mills

(S90CN(XN), S90SN...)

Shoulder mills with extended eute
J(T)-CSD12X, J(T)-SAD11E, J(T)-SAD16E...)
Face mills for heavy duty

(FSB22X, SPN13..)

Shoulder mills for heavy duty

(FTB27X..)

JEE Y}iv ( 8}E- (JE EGW]E WE ]olsC

@ minutes 15

General machining operations

(ne nishing up to roughing) 128

Heavy machining operations
(heavy roughing)

1Vivo }JEE Vg $}E-

Machining environment

Condition of the work-material (hard skin due to forging or casting)

Unstable machining conditions
Common machining conditions
Stable machining conditions

JEE Yiv ( 8}1Es (JE p«VP % Az v (

% 5% 10 % 15% 20 % 25% 30 %

X.V 148 1.35 1.27 1.22 1.19 1.161.11

Z spyoYVP }JEE § YL@ VP * %o

\Y

vee = ¥ X Ko X GreoX GrerX GreaX Chrer

Ve t 8 EYVP «% (E}u 38 o}Pu % P
ke t } 8] Vv8}(pe usd E]o
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KzZzZz d/KE & dKZ~ u /E y >
v }% E Y}iv
() t 3 t3
1.15 1.00 0.85
1.15 1.00 0.85
1.10 1.00 0.90
1.10 1.00 0.90
1.10 1.00 0.90
1.10 1.00 0.90
1.25 1.00 0.80
1.30 1.00 0.85
1.25 1.00 0.85
20 30 45 60 90 120
1.13 1.00 0.89 0.81 0.72 -
- 1.23 1.13 1.00 0.89 0.81
Crea
0.70
0.85
1.00
1.20
*Z}uo €& u]lo@lkR A]3Z D®iii®9 E ] o Juu @
40% 50% 60% 70% 75% 80% 90%
1.00 1.00 1.00 1.00
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ISO group

P1

P2

3

P4

M1

M2

M3

M4

K1

K2

K3

K4

K5

N1

N2

N3

N4
N5
S1

S2
S8

S4
H1
H2

H3
H4

WMG@N\brkvaterigoup)

P1 2Free machining steel
Pl‘g(carbon steels with increased machinability)

2.1
p2 2Plain carbon steel
Pz's(steels comprised of mainly iron and carbon)

R31
P3 2AIon steel
P3'3(carbon steels with an alloying content - 10 %)

P4.1

P4 2TooI steel

P4'3(specia| alloy steel for tools, dies and molds)
M1.1Ferritic stainless steel

M1.2(straight chromium non-hardenable alloys)

M2.1
M2 2Martensitic stainless steel
Mz'g(straight chromium hardenable alloys)

M3.1
M3 2Austenitic stainless steel
M3'3(chromium—nickel and chromium-nickel-manganese alloys)

M4.1Austenitic-ferritic (DUPLEX) or super-auséghitic stainless s

M4.2Precipitation hardening austenitic stainless steel

K1.1
K1 2Gray iron or Automotive Gray iron (GG)

K1'3(iron-carbon castings with a lamellar graphite microstructure)

K2 2Malleable iron (GTS/IGTW)
K2'3(iron—carbon castings with a graphite-free microstructure)

K3.2
K3.3

Ductile iron (GGG)
(iron-carbon castings with a nodular graphite microstructure)

Ka 1Austenitic gray iron (ASTM A436)
"~ (iron-carbon alloy castings with an austenitic lamstancaehite mi

Ka 2Austenitic ductile iron (ASTM A439 or ASTM A571)
““(iron-carbon alloy castings with an austenitic nodsierataphite mic

Ka4 4Austempered ductile iron (ASTM A897)
4'5(iron—carbon alloy castings with an ausferrite microstructure)

K5 2Compacted graphite iron CGI (ASTM A842)
K5'3(iron-carbon castings with a vermicular graphite structure)

N1.1Commercially pure wrought aluminium
N1.2
N1.3
N2.1
N2.2Cast aluminium alloys
N2.3

Wrought aluminium alloys

N3.1Free-cutting copper-alloys materials with excellesrttimachining pr

N3.2Short-chip copper-alloys with good to moderate machining properties

N3.3Electrolytic copper and long-chip copper-alloys witmeuhdeirzdetoperties

N4.1Thermoplastic polymers
N4.2Thermosetting polymers
N4.3Reinforced polymers or composites
N5.1Graphite

S1.1
S1.2Titanium or titanium alloys
S1.3
S2.1 )
Fe-based high-temperature alloys
S2.2
S3.1, . .
33‘2N|—based high-temperature alloys
S4.1 .
84_ZCO-based high-temperature alloys
H1.1Chilled cast iron
H2.1 .
H2.2Hardened castiron
H3.1
H3_2Hardened steel < 55 HRC
H4.1
H4'2Hardened steel > 55 HRC

tD' "tKkz< D d Z/ >

i m— UI_timate Correction
(HB or HRc;l;ensHe Strength factor
(MPa) kvG
Sulfurized <240 HB - 830 1.33
Sulfurized and phosphorized <180 HB - 620 1.49
Sulfurized/phosphorized and leaded <180 HB - 620 1.53
Containing <0.25% C <180 HB - 620 114
Containing <0.55 % C <240 HB - 830 1.00
Containing > 0.55 % C <300 HB - 1030 0.89
Annealed <180 HB - 620 0.92
180 -260 HB > 620 - 9000.74
Hardened and tempered 260360 HB > 900 - 124 63
Annealed <26 HRC - 900 0.55
26 —39 HRC >900 - 124®.47
Hardened and tempered 30— 45 HRC > 1240 - 1450.38
<160 HB - 520 1.22
160-220HB  >520-7001.03
Annealed <200 HB - 670 1.08
Quenched and tempered 200 — 280 HB > 670 - 9500.89
Precipitation-hardened 280-380HB  >950 - 130®.75
<200 HB - 750 1.00
200-260HB > 750 - 8700.86
260-300HB >870-104®.77
<300 HB -990 0.75
300-380 HB - 1320 0.64
Ferritic or ferritic-pearlitic <180 HB - 190 1.35
Ferritic-pearlictic or pearlitic 180-240HB  >190-3101.00
Pearlitic 240-280HB  >310-3900.75
Ferritic <160 HB -400 1.39
Ferritic or pearlitic 160 — 200 HB > 400 - 5501.13
Pearlitic 200-240HB  >550-6600.90
Ferritic <180 HB - 560 1.23
Ferritic or pearlitic 180 — 220 HB > 560 - 6800.94
Pearlitic 220 - 260 HB > 680 - 8000.76
<180 HB - 190 114
<240 HB - 740 0.86
<280 HB >840-980 0.63
280-320HB  >980 - 113®.54
320-360 HB > 1130 - 1280.45
Ferritic <180 HB - 400 1.29
Ferritic-pearlitic 180-220HB  >400 - 4500.97
Pearlitic 220-260HB > 450 -5000.75
<60 HB - 240 1.33
Half hard tempered 60 — 100 HB > 240 - 400 1.00
Full hard tempered 100 — 150 HB > 400 - 5900.67
<75HB - 240 0.67
75-90 HB > 240 - 270 0.60
90 — 140 HB >270-4400.43
- - 0.70
= = 0.41
= = 0.21
- - 0.70
= = 0.27
- - 0.29
- - 1.00
<200 HB - 660 1.94
200-280HB  >660-9501.72
280-360HB > 950 - 1200L.44
<200 HB - 690 1.33
200 — 280 HB >690-9701.17
<280 HB - 940 1.00
280-360HB > 940 - 120M.83
<240 HB - 800 0.78
240-320HB  >800-107®.67
<440 HB - 1.52
<55 HRC - 0.90
>55 HRC - 0.77
<51 HRC = 1.00
51 - 55 HRC - 0.82
55 - 59 HRC - 0.64
> 59 HRC - 0.54

'ZKhW!
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SIMIPLY
RELIABLLE

As a professional you can judge the quality of work by just
looking at the chip. Our chip is a clean and uncomplicated
shape that in itself tells a story. It is a clear and consistent
signal and that's why we use it as a symbol for being
Simply Reliable

DORMER ) PRAMET

CONTACTS TO LOCAL
SALES SUPPORT
ALWAYS UP TO DATE!
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