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High Feed Milling Cutter for BN.. 10 inserts with Internal Coolant, Next Generation
High-feed milling cutter for smaller diameters utilising double-sided BNGX 10 inserts with four cutting edges and APMX of 1 mm. Internal
coolant. Suitable for a wide range of applications. Available in cylindrical, modular and arbor style in range of @16 up to @42 mm. Body treated

for longer tool life.
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2/PRAMET

S

. <DCON Ms
\
KAPR | 200
<C
AMX | 1.0mm g
z
GAMP }GAMF ]
_save o
N S
1 x S _TDZ _ DCON MS o
0% vst — 1 L Lm§
800 1 i pconws i Y
y 5 ] z i
R ] ° W
> fE 0-
v vy v LIMJ ) ) 1 v e
4 DCCB_| |,
®x 8 @ oo
DCX
%ﬁ 0.17-0.41 ] ;
e M = 2 (2 Z)
E 017-041
1 = =) a Ls e (9l f
Product g2 = 3 § 2 = = = g = % % :@ @ N @E d
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [l []
16E2R030A16-SBN10-C 16 94 100 16 - 30 - - - - 12 -10 2 v’ 31100 v 0.3 GI329 (0310
16E2R050A16-SBN10-C 16 94 150 16 - 50 - - - - 12 -10 2 - 31100 v~ 0.18 GI329 (0310
16E2R030A14-SBN10-C 16 94 150 14 - 30 - - - - 12 -10 2 - 31100 v* 0.5 GI329 (0310
18E2R030A16-SBN10-C 18 114 150 16 - 30 - - - - 1110 2 - 29200 v° 020 GI329 (0310
20E3R040A20-SBN10-C 20 134 130 20 - 40 - - - - <10 -10 3 - 27700 v~ 025 GI329 (0310
20E3R080A20-SBN10-C 20 134 160 20 - 80 - - - - 10 -10 3 - 27700 v* 029 GI329 (0310
20E3R040A18-SBN10-C 20 134 180 18 - 40 - - - - -10 -10 3 - 27700 v° 030 GI329 C0310
20E4R040A20-SBN10-C 20 134 130 20 - 40 - - - - 10 -10 4 - 27700 v° 0.6 GI329 (0310
ﬁ 25E4R050A25-SBN10-C 25 184 140 25 - 50 - - - - -9 -10 4 v 24800 v 042 GI329 (0310
25E4R100A25-SBN10-C 25 184 180 25 - 100 - - - - -9 -10 4 v' 24800 v° 051 GI329 (0310
25E4R050A22-SBN10-C 25 184 220 22 - 50 - - - - -9 -10 4 v 24800 v°  0.54 GI329 (0310
25E5R050A25-SBN10-C 25 184 140 25 - 50 - - - - -9 -10 5 - 24800 v° 042 GI329 (0310
32E5R070A32-SBN10-C 32 254 150 32 - 70 - - - - -8 -10 5 v’ 21900 v© 073 GI329 (0310
32E6R070A32-SBN10-C 32 254 150 32 - 70 - - - - -8 -10 6 v’ 21900 v© 073 GI329 (0310
32E5R120A32-SBN10-C 32254 200 32 - 120 - - - - -8 -10 5 v 21900 v' 1.02 GI329 (0310
35E5R050A32-SBN10-C 35 284 200 32 - 50 - - - - 75 -10 5 v' 21000 v°  1.08 GI329 (0310
35E6R050A32-SBN10-C 35 284 200 32 - 50 - - - - 75 -10 6 v' 21000 v°  1.08 GI329 (0310
16E2R025M08-SBN10-C 16 94 43 8.5 - - 25 M8 - - 12 -10 2 31100 v* 0.03 GI329 (0310
18E2R025M08-SBN10-C 18 114 483 8.5 - - 25 M8 - - -1 =10 2 - 29200 v°  0.06 GI329 (0310
20E3R030M10-SBN10-C 20 134 49 105 - - 30 M10 - - 10 -10 3 - 27700 v~ 0.08 GI329 (0310
20E4R030M10-SBN10-C 20 134 49 105 - - 30 M10 - - -0 -10 4 - 27700 v~ 0.08 GI329 (0310
e 25E4R033M12-SBN10-C 25 184 55 125 - - 33 M12 - - -9 -10 4 v 24800 v°  0.08 GI329 (0310
voouss - 25E5R033M12-SBN10-C 25 184 55 125 - - 33 M12 - - -9 -10 5 — 24800 v~ 0.0 GI329 (0310
28E5R035M12-SBN10-C 28 214 57 125 - - 35 M12 - - -85  -10 5 v\ 23400 v© 0.3 GI329 (0310
32E5R040M16-SBN10-C 32 254 63 17 - - 40 M6 - - -8 -10 5 v’ 21900 v 021 GI329 (0310
32E6R040M16-SBN10-C 32 254 63 17 - - 40 M6 - - -8 -10 6 v'o21900 v© 021 GI329 (0310
35E6R043M16-SBN10-C 35 284 66 17 - - 43 M6 - - -7.5 10 6 v' 21000 v° 024 GI329 (0310
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

P M N S H
Product &
Ve f ap 7d f ap \7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm]
Iy
0,08 :
. il §
10° MM geometry with highly positive design for high feed machining.
BNGX 10T308SR-MM M6330 08 P 215 0.65 0.6 H 150 0.59 06 . - - - - - - Wl 60 046 05 - - -
M8310 08 ® 255 0.65 0.6 P 130 0.59 06 - - - - - - - - - - - -
M8330 08 » 245 065 0.6 M 145 0.59 06 . - - - - - - » 60 046 05 - - -
M8340 08 » 230 065 0.6 M 135 059 06 . - - - - - - W 55 046 05 - - -
M8345 08 ® 180 0.65 0.6 M 105 0.59 06 . - - - - - - W 45 046 05 - - -
M9325 08 P 280 0.65 0.6 - - - . - - - - - - - - - - - -
M9340 08 » 250 0.65 0.6 M 150 0.59 06 . - - - - - - W 60 046 05 - - -
T 3
0,09 1
2, il §
HM geometry with strong design for high feed machining.
BNGX 10T308SR-HM 8215 0.8 - - - - - - ! 290 030 04 - - - - - - ®m 60 015 10
M8310 0.8 - - - - - - ! 305 030 04 - - - - - - H 65 015 10
M8330 0.8 - - - - - - u 285 030 04 - - - - - - m 60 015 1.0
2/PRAMET

Q w1 D1 L S

[mm] [mm] [mm] [mm]

1013 5.800 2.76 9.72 4.70

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

- P M N s H
Product Ve f ap 7d f ap \7d f ap Ve f ap 74 f ap Ve f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm]

o Ellzl &

F geometry with positive design for finish and semi-finish machining.

ANHX 10T320SR-F M8310 20 W 380 0.10 25 P 190 0.09 25 . = = = = = = = = = = = =
M8330 20 W 340 010 25 P 200 0.09 25 . = = = = = = > = = > o =
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16
18
20
25
28
32
35
40
2

§

0.00 0.30
9.40 12.85
1140 14.85
13.40 16.85
18.40 21.85
21.40 24.85
2540 28.85
2840 31.85
3340 36.85
35.40 38.85
0.00 0.30
- 1.30
i \64
0.12
012 .ikf
015
015
0.17
0.17
0.17
0.17
0.17
BNGX 10 (HFC)

\aZE

0.4
0.7
0.7
0.7
0.7
0.7
0.7
0.7
0.7

0.40

13.36
15.36
17.36
22.36
25.36
29.36
32.36
37.36
39.36

0.40

110
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0.3

110

0.6

0.60

fmax
—>
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0.15
0.15
0.15
0.2
0.2
0.2
0.2
0.2
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BNGX 10 (HFC)

0.50

13.80
15.80
17.80
22.80
25.80
29.80
32.80
37.80
39.80

0.50

0.90

1.0

0.30

16
18
20
25
28
32
35
40
42

0.60 0.70
14.20 14.56
16.20 16.56
18.20 18.56
23.20 23.56
26.20 26.56
30.20 30.56
33.20 33.56
38.20 38.56
40.20 40.56
0.60 0.70
0.80 0.72

BNGX 10 (HFC)
RPMX
~JI

4.0
4.0
4.0
2.8
23
19
17
13
13
DMIN
24
254
294
394
454
534
594
69.4
734

0.80 0.90
14.88 15.19
16.88 17.19
18.88 19.19
23.88 24.19
26.88 2719
30.88 31.19
33.88 3419
38.88 39.19
40.88 4119
0.80 0.90
0.68 0.65
ANHX 10
APMX/I RPMX
1/16 16 1.6
1/16 18 13
1/16 20 11
1/22 25 0.8
1/26 28 0.7
1/32 32 0.5
1/35 35 0.5
1/46 40 04
1/46 42 04
BNGX 10 (HFC)
_[ISMAX
DMAX by
31.8 0.5
35.8 0.5
39.8 0.5
49.8 0.5
55.8 0.5
63.8 0.5
69.8 0.5
79.8 0.5
83.8 0.5

1.00

15.47
1747
19.47
2447
2741
3147
3447
3947
n47

1.00

0.50

APMXII
]

2.65/100
2.15/100
1.80/100
1.25/100
1.10/100
0.75/100
0.75/100
0.55/100
0.55/100

Wsuax
onx @
0.5
0.5
0.5
0.5
0.5
0.5
0.5
0.5
0.5



16 0438 0.566
18 0465 0.600
20 0490 0632
25 e 0548 0.707
28 = 0.580 0.748
) : 0620 0.800
35 0648 0.837
40 0.693 0.894
2 0.710 0917

2.0 85 o 0283

pud @

BNGX 107308

10

0.800
0.849
0.894
1.000
1.058
1131
1183
1.265
1.296

10

0.400

1.60

15

0.980
1.039
1.095
1.225
1.296
1386
1.449
1.549
1.587

15

0.490

0.44

M4

20

1131
1.200
1.265
1414
1.497
1.600
1.673
1.789
1.833

ANHX 10
20

0.566

30

1.386
1.470
1.549
1732
1.833
1.960
2.049
2291
2.245

30

0.693

40

1.600
1.697
1.789
2.000
2117
2.263
2.366
2.530
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40

0.800

50

1.789
1.897
2.000
2.236
2.366
2.530
2.646
2.828
2.898

50

0.894

60

1.960
2,078
2191
2.449
2.592
277
2.898
3.098
3075

60

0.980

ANHX 107320

80

2.263
2.400
2.530
2.828
2.993
3.200
3.347
3.578
3.666

80

1131

maxa_/DCX
0.05

100

2.530
2.683
2.828
3.162
3.347
3.578
3.742
4.000
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High Feed Milling Cutter for SN.. 11 inserts with Internal Coolant, Next Generation

High-feed milling cutter for bigger diameters utilising double-sided SNXG 11 inserts with eight cutting edges and APMX of 1.7 mm. Internal
coolant. Suitable for a wide range of applications. Available in cylindrical, modular and arbor style in range of @32 up to @125 mm. Body treated
for longer tool life.

_ DCONMS _
KAPR | 18° 3
*
M | 17mm z
| o
GAMP )GAMF
\‘ } e
N - 3 B4
P L ix [ © - DCON MS
o ‘%&R? o kww S
7 7 DCON Ms <
2 ' 2
3 ‘ i
i % | 57 = ﬁ?@ %
=) ) L) ® LN i
DC f DC f . |.occs !
x ‘ ‘ DCX DCX DC
DCX
e 0.20-0.46

R 0.20-046 @ L&J u E% @ é?

wv
_n = == = 5 5 e p
Product E s 3 § 2 = = E g = % % N@“ % @ N 2 %}
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [l [
32E3R070A32-SSN11-C 32 183 150 32 - 70 - - - - -115 -10 3 - - 17500 v 069 GI339 (0314 -
T 32E3R120A32-SSN11-C 32 183 200 32 - 120 - - - - 115 0 3 - - 17500 ¥ 089 G339 0314 -
35E3R050A32-SSN11-C 35 212 200 32 - 5 - - - — 11 -10 3 - - 16800 v 111 GI339 (0314 -
32E3RO40M16-SSN11-C 32 183 63 17 - - 40 M6 - - -115 -10 3 - - 17500 v 017 GI339 (0314 -
BIO 35E3R040M16-SSNT1-C 35 212 63 17 - - 40 M6 - - 11 -0 3 - - 16800 v 0.9 G339 (0314 -
40E4RO43M16-SSN11-C 40 262 66 17 - - 43 M6 - — -105 -10 4 — v 15700 v 023 G339 (0314 -
40A04R-SMOSN11-C 40 22 - 16 124 - 40 - 84 56 -105 -10 4 - v 15700 v 019 G339 (0316 -
42A04R-SMOSN11-C 9 282 - 16 141 - 4 - 84 56 -105 -10 4 - v 15300 v 021 G339 (0318 -
50A05R-SMOSN11-C 50 31 - 2 181 - 40 - 104 63 -10 -10 5 - v 14000 v 031 G339 C0320 -
50A06R-SMOSN11-C 50 31 - 2 181 - 40 - 104 63 -10 -10 6 - v 14000 v 031 G339 (0320 -
52A05R-SMOSN11-C 5 381 - 2 181 - 40 - 104 63 -10 -10 5 - v 1380 v 034 G339 (0320 -
52A06R-SMOSN11-C 50 381 - 2 181 - 40 - 104 63 -10 -10 6 - v 1380 v 033 G339 (0320 -
63A06R-SMOSN11-C 63 491 - 2 181 - 40 - 104 63 -10 -10 6 - v 1250 v 046 GI339 (0320 -
&% 63n08R-sMOSN11-C 63 491 - 2 181 - 40 - 104 63 -10 -10 8 - v 12500 v 047 GI339 (0320 -
" 66A06R-SMOSN11-C 6 521 - 27 181 - 50 - 124 7 -0 -10 6 - v 1200 v 074 G339(032 -
66A08R-SMOSN11-C 6 521 - 27 181 - 50 - 124 7 -10 -10 8 - v 1200 v 075 G339 (0322 -
80A07R-SMOSN11-C 80 661 - 27 381 - 50 - 124 7 -0 -0 7 - v 11100 v 095 G339 (0324 AC001
80A09R-SMOSN11-C 80 661 - 27 381 - 50 - 124 7 -0 -0 9 - v 11100 v 1.04 G339 0324 AC001
100A08R-SMOSN11-C 00 8.1 - 32 451 - 50 - 144 8 -10 -10 8§ - v 9900 v 163 G339 0324 AC002
115A08R-SMOSN11-C 15 1011 - 32 451 - 5 - 144 8 -10 -10 8 - v 9200 v 234 G339 (0324 ACO02
125A08R-SMOSN11-C 125 1111 - 40 561 - 63 - 164 9 -10 -10 8§ - v 8900 v 339 GI339 0324 ACO03
R ©
61339 SNGX 1104..
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0314 US 44012-T15P 3.5 M4 12 - - FlagT15P -
(0316 US 44012-T15P 3.5 M4 12 D-TO8P/T15P FG-15 - HCS 0840C
(0318 US 44012-T15P 3.5 M4 12 D-TO8P/T15P FG-15 - HS 90835
(0320 US 44012-T15P 35 M4 12 D-TO8P/T15P FG-15 - HS 1030C
(0322 US 44012-T15P 3.5 M4 12 D-TO8P/T15P FG-15 - HS 1230C
(0324 US 44012-T15P 3.5 M4 12 D-TO8P/T15P FG-15 - -
?} » o~

AC001 KS 1230 K.FMH27

AC002 KS 1635 K.FMH32

AC003 KS 2040 K.FMH40

SNGX 11 2/PRAMET

[mm] [mm] [mm]

1104 10.600 4.56 4.76

D1

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

P M N S H
Product RE
Ve f ap 74 f ap Ve f ap Ve f ap 7q f ap Ve f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm]
M geometry with positive design for high feed machining.
SNGX 110416SR-M 8215 16 MW 260 060 1.0 = = = . 245 060 1.0 = = = = = = = = =
M8310 16 W 275 060 1.0 = = = . 260 0.60 1.0 = = = = = = = = =
M8330 16 M 260 0.60 1.0 = = = . 245 0.60 1.0 = = = = = = = = =
M8340 16 M 245 060 1.0 = = = ! 230 0.60 1.0 = = = - = = - = =
M9325 16 W 305 060 1.0 = = = . 285 0.60 1.0 = = = = = = = = =
M9340 16 W 270 0.60 1.0 = = = . = = = = = = = = = = = =
kiwa S
MM geometry with highly positive design for high feed machining.
SNGX 110416SR-MM M6330 16 M 175 060 10 M 125 054 1.0 . = = = - - - W5 042 08 = = =
M8340 16 W 19 060 1.0 M 110 054 1.0 . = = = - - - W 4 04 08 = = =
M8345 16 W 150 060 1.0 M 90 054 1.0 . = = = - - - | 3 042 08 = = =
M9340 16 W 210 060 1.0 M 125 054 1.0 . = = = - - — W5 042 08 = = =

623
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5%  10%  15%  20%
48 135 127 1R
20 160 135 120
SNGX11-M
16
: SNGX: 1104:165R':M [P] [
i SNGX‘ '|'|04"|65R"M [K] i
SNGX 110416SR-M [H]
f
g2z2338322=2rs =
@D\
000 020 040
1830 195 2076
2120 248 2366
%20 74 2866
820 2043 3066
3610 373 3856
810 3933 4056
10 5033 5156
5210 5333 5456
6610 6733 6856
8610 8733 8856
10100 10233 10356
1110 11233 11356
VAl - 020  0.40
- 137 098
=

44

25% 30% 40% 50 % 60 %
1.19 1.16
1.10
0.68
SNGX 11 - MM
1.6
ap, T T
\4 250 §N6X11M!65R-MM[P1 [
16.0 ‘SNGX“HMI‘GSR-MM[M‘]
100 SNGX 1104165R-MM [S]
6.3
40
25
1.6
1.0
0.63
0.4
f
0t s 229382233 =
HFC
0.60 0.80 1.00 1.10 1.20
21.99 23.22 2446 25.07 25.69
24.89 26.12 27.36 2197 28.59
29.89 3112 32.36 3297 33.59
31.89 3312 34.36 34.97 35.59
39.79 41.02 42.26 42.87 4349
41.79 43.02 44.26 44.87 4549
52.79 54.02 55.26 55.87 56.49
55.79 57.02 58.26 58.87 59.49
69.79 71.02 72.26 72.87 7349
89.79 91.02 92.26 92.87 93.49
104.79 106.02 107.26 107.87 108.49
114.79 116.02 117.26 117.87 118.49
0.60 0.80 1.00 1.10 1.20
0.81 0.71 0.64 0.62 0.59

70%

0.71

1.30

26.30
29.20
34.20
36.20
4410
46.10
57.10
60.10
74.10
94.10
109.10
119.10

1.30

0.58

75%

1.00

1.00

0.72

1.40

26.92
29.82
34.82
36.82
44.72
46.72
5172
60.72
74.72
94.72
109.72
119.72

1.40

0.56

80%

1.00

1.00

0.74

1.50

27.53
3043
3543
3743
45.33
4733
58.33
6133
75.33
95.33
110.33
120.33

1.50

0.54

90 %

1.00

1.00

0.79

1.60

28.15
31.05
36.05
38.05
45.95
47.95
58.95
61.95
7595
95.95
110.95
120.95

1.60

0.53

100 %

1.00

1.00

1.00

1.70

28.76
31.66
36.66
38.66
46.56
48.56
59.56
62.56
76.56
96.56
111.56
121.56

1.70

0.52



52
63
66
80

100
115
125

)]

o)
S

&

-

SNGX

emax
5.0
5.0
5.2
5.2
53
53
54
54
55
55
55
55

0.25
0.25
0.30
0.30
0.30
0.30
0.30
0.30
0.35
0.35
0.35
0.35

0.620
0.648
0.693
0.710
0.775
0.790
0.869
0.890
0.980
1.095
1175
1.225

0.2

1.20

0.800
0.837
0.894
0.917
1.000
1.020
1122
1149
1.265
1414
1517
1.581

32
35
40
42
50
52
63
66
80
100
115
125

SNGX (HFC)

RPMX
~

10

1131
1183
1.265
1.296
1414
1442
1.587
1.625
1.789
2.000
2145
2.236

0.8
0.8
0.7
0.7
0.5
0.5
0.4
0.4
0.3
0.2
0.2
0.2

APMXII
-

1.4/100
1.4/100
1.2/100
1.2/100
0.9/100
0.9/100
0.7/100
0.7/100
0.5/100
0.3/100
0.3/100
0.3/100

15

1.386
1.449
1.549
1.587
1.732
1.766
1.944
1.990
2191
2.449
2.627
2.739

0.5

1.00

44

20

1.600
1.673
1.789
1.833
2.000
2.040
2.245
2.298
2.530
2.828
3.033
3.162

SNGX

}
Z,

35
40
42
50
52
63
66
80
100
115
125

30

1.960
2.049
2291
2.245
2449
2.498
2.750
2.814
3.098
3.464
3.715
3.873

SNGX (HFC)

& B

0.2
0.2
0.2
03
03
03
03
03
0.3
0.3
0.3

40

2.263
2.366
2.530
2.592
2.828
2.884
3075
3.250
3.578
4.000
4.290
4472

1.0

0.50

fmax

0.3
0.3
0.3
03
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4

50

2.530
2.646
2.828
2.898
3.162
3.225
3.550
3.633
4.000
4472
4.796
5.000

60

2771
2.898
3.098
3.175
3.464
3.533
3.888
3.980
4.382
4.899
5.254
5477

80

3.200
3.347
3.578
3.666
4.000
4.079
4.490
4.596
5.060
5.657
6.066
6.325

1.7

0.25

100

3.578
3.742
4.000
4.099
4472
4.561
5.020
5138
5.657
6.325
6.782
7071

625
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32
35
40
42
50
52
63
66
80
100
115
125

DMIN

48.0
54.0
64.0
68.0
84.0
88.0
109.0
115.0
143.0
183.0
213.0
233.0

SNGX (HFC)

DMAX

63.8
69.8
79.8
83.8
99.8
103.8
125.8
131.8
159.8
199.8
229.8
249.8

Wl
DMIN @
0.7
0.8
0.9
1.0
0.9
1.0
1.0
11
1.0
0.9
11
1.2

Wlisveax
onx (@)
14
1.5
1.5
1.6
14
14
1.4
14
13
11
13
14

44

pud @

SNGX

SNGX 110416

4.6

0.92
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QA

PENTA HF High-Feed Milling Cutter with Internal Coolant
Productive high-feed milling cutter utilising single-sided positive PD.. 09 insert with 5 cutting edges and APMX of 2 mm. Internal coolant. Sui-
table for a wide range of applications. Available in cylindrical and arbor style, in range of @32 up to @140 mm. Body treated for longer tool life.

2/PRAMET

S

PENTA HF _DCONMS _
A
KAPR | 19°
)
M | 20mm g
Z
| o
GAMP GAMF
”1, m,,,}::i: <_('
| | 5
| o ‘
O] < ¢f . DCONMS
LAY _ -
B = n 2 n
o AT o -
i < / <)\19a
vvv A A4 : Y q—
)L i YR,
- be >
s e A

a— 0 065 -
h,
g o0 = [~ 1 I
& 9] = o . = = 10) Q @ o] ? @
Product S § g8 = = 3 g &y . max. B*?* i QA & &
[mm] [mm] mm] [mm] [mm] [mm] [mm] [l [l
= 32E2R060A32-SPD09-C 32 184 250 32 - 60 - -24 10 2 - 13100 Vv 154  GI245 (0340 -
owsssa 40E3R060A32-SPD09-C 40 255 250 32 - 60 - -1 10 3 - N0 v 143 Gl245 (0340 -
42A03R-S19PD09-C 42 27.5 - 16 12 - 40 -8 10 3 - 1500 Vv 0.18 GI245 (0342 -
50A04R-S19PD09-C 50 353 - 22 18 - 40 -3 10 4 - 10500 Vv 023 G245 (0343 -
50A05R-S19PD09-C 50 353 - 22 18 - 40 -3 10 5 - 10500 Vv 036 G245 (0343 -
52A04R-S19PD09-C 52 373 - 22 18 - 40 -3 10 4 - 10300 Vv 0.25 G245 (0343 -
63A05R-S19PD09-C 63 48.2 - 22 18 - 40 -1 10 5 - 9400 v 033 G245 (0343 -
63A06R-S19PD09-C 63 48.2 - 22 18 - 40 -1 10 6 - 9300 Vv 046 G245 (0343 -
66A06R-S19PD09-C 66 51.2 - 22 18 - 40 -1 10 6 - 9200 Vv 035 G245 (0343 -
Z4  66A06R-S19PD0O9-CF 6 512 - 27 2 - 5 -1 10 6 - 9100 v 068 G245 (0344 -
80A05R-S19PD09-C 80 65.3 - 27 37 - 50 -1 10 5 - 8300 Vv 0.84 GI245 (0341 AC001
80A06R-S19PD09-C 80 65.3 - 27 37 - 50 -1 10 6 - 8300 Vv 0.88 GI245 (0341 AC001
100A06R-S19PD09-C 100 583 - 32 45 - 50 -1 10 6 - 7400 Vv 146 GI245 (0341 AC002
100A08R-S19PD09-C 100 853 - 32 45 - 50 -1 10 8 - 7400 Vv 140 GI245 (0341 AC002
125A08R-S19PD09-C 125 1103 - 40 36 - 63 -1 10 8 - 6600 v 3.6 GI245 (0349 -
125A10R-S19PD09-C 125 103 - 40 36 - 63 -1 10 10 - 6600 v 315 G245 (0349 -
140A08R-S19PD09-C 140 1253 - 40 36 - 63 -1 10 8 - 6200 v 3.62 G245 (0349 -
3 o o o
Gy
G245 PD.X 0905ZE.. PDKT 0905.. PDMW 0905..
DF
7 & =) = § - &
(0340 US 45011-T20P 5.0 M5 1 - - Flag T20P
(0341 US 45011-T20P 5.0 M5 1 SDRT20P-T - -
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P ‘®) = 'E 5 P

0342 US 45011-T20P 5.0 M5 1 SDRT20P-T HS 90835 -
0343 US 45011-T20P 5.0 M5 1 SDRT20P-T HS 1030C -
0344 US 45011-T20P 5.0 M5 1 SDRT20P-T HS 1230C -
0349 US 45011-T20P 5.0 M5 n SDRT20P-T HSD 2040 -
2 g o
AC001 KS 1230 K.EMH27
AC002 KS 1635 K.FMH32
PDKX 09 2 PRANED
Q BS IC D1 L S

[mm] [mm] [mm] [mm] [mm]

0905 2.00 13.500 5.50 9.00 5.47

BS
IC

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

M N S H
Prod RE
roduct Ve f ap Ve f ap \7d f ap Ve f ap 74 f ap Ve f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth] [mm]
iy
@6 L S
FM geometry with highly positive design for medium high feed machining.
PDKX 0905ZEER-FM Mé6330 - . 195 100 1.2 W 135 090 1.2 . = = = = = - B 5 070 10 = = =
M8345 - M 165 100 12 W 95 090 12 || - - - - - - m4%H 001w - - -
M9340 - W 215 100 12 W 125 090 12 || - - - - - - m5% 07010 - - -
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PDMX 09 2/PRAMET
Q BS IC D1 L S
[mm] [mm] [mm] [mm] [mm]

0905 2.00 13.500 5.50 9.00 5.47

M N S H
Prod RE
roduct Ve f ap 7d f ap Ve f ap Ve f ap 74 f ap Ve f ap
[mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm]
I
= #Eiig ©
15°
gi M geometry with positive design for medium high feed machining.
PDMX 0905ZEER-M 8215 - W25 100 12 ®m 125 09 12 P 200 100 12 - - - - - - - - -
M8330 - M 220 100 12 M 130 09 12 P 205 100 12 - - - e e
M8345 - W 165 100 12 W 95 090 12 | - - - - = = = = = - = -
M9340 - W 215 100 12 W 125 090 12 | - - - == = =
1) Iy '
i ., e
15° R geometry with strong design for high feed machining.
PDMX 0905ZESR-R 8215 - ! 215 1.00 13 = = = . 200 1.00 13 = = = - - - W 4 015 10
M8330 - u215 1.00 13 = = = .200 1.00 13 = = = - - - 4 015 1.0
M8345 - W 165 100 13 - - - | - - - - - - - - - - - -
M9325 - W 45 100 13 - - — M 230 100 13 - - - - - - ®m 45 015 10
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PDKT 09 JPRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm]
0905 13.500 5.50 9.00 5.47

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

" M N s H
Product Ve f ap Ve f ap \7d f ap Ve f ap 74 f ap 74 f ap
[mm] [m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm]

nmp
o2 tUtig §
%i FM geometry with highly positive design for light to medium high feed machining.

PDKT 090530ER-FM 8215 30 M 240 100 12 » 140 09 12 P25 100 12 - - - w6 070 10 - - -
M6330 30 M 210 100 12 M 150 090 12 || - - - - - - me60 070 10 - - -
M8310 30 M 250 100 12 W 125 090 12 #1235 100 12 - - - - = = -
M8330 30 M 245 100 12 W 145 090 12 W1 230 100 12 - - - w6 070 10 - - -
M8345 30 W 180 100 12 W 105 090 12 || - - - - - - m4 0010 - - -
M9325 30 M 275 100 12 - - - Pl 260 100 12 - - - - = - - - -
PDMW 09 2 PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm]
0905 13.500 550 9.00 547

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

M N S H
Product RE
roduc Ve f ap 7d f ap Ve f ap Ve f ap 74 f ap Ve f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] (mm/tooth] [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm]
Iy
2 g (S
%B Zero rake angle design for high feed machining.
PDMW 090530SR M8310 3.0 u245 1.00 1.4 - - - .230 1.00 14 - - - - - - W45 015 10
M8345 30 P 180 100 14 - - - o - - - - - - - - - - - -
M9325 3.0 ! 270 1.00 1.4 = = = .255 1.00 14 = = = - - - P 5 015 10
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3 @
o\°
Q
x

X
g

4

0]

4

a,

,6)/
[
s S
z 8

\aZi

32
40
42
50
52
63
66
80
100
125
140

N

5% 10% 15% 20% 25% 30% 40% 50% 60 %
1.48 135 1.27 1.22 119 116
2.20 1.60 135 1.20 110
0.68 0.71
PDKX 09-FM PDMX 09-M PDMX 09-R PDKT 09-FM PDMW 09
- - - 30 30
2.00 2.00 2,00 - -
T T T T T ap 40.0 T T T T T D,
|__PDKX 0905ZEER-FM \4 250 | PDMX0905ZEER-M } \4
16.0
100
63
40
25
16
1.0
0.63
04
f f
g2 2832322233 = v §=2 258382233 >
T T T T T @, 40.0 T T T T T
|__ PDKT 090530ER-FM \2‘ 250 | PDMW 090530SR }
16.0
100
63
40
25
16
1.0
0.63
04
f f
g2 282322233 = ¢ §=2 28382233 =
a
\Zt 0.00 0.30 0.40 0.50 0.60 0.70 0.80 0.90
184 20.1 20.7 213 219 22,5 23.0 23.6
25.5 27.2 27.8 284 29.0 29.6 301 307
275 292 29.8 304 31.0 31.6 321 327
353 370 37.6 38.2 38.8 394 399 405
o 373 390 396 40.2 40.8 N4 19 4.5
48.2 499 505 511 517 523 52.8 534
) 512 529 535 54.1 54.7 553 55.8 56.4
653 67.0 67.6 68.2 68.8 69.4 69.9 70.5
8.3 87.0 87.6 88.2 88.8 894 899 90.5
110.3 1123 112.9 113.5 114.1 114.6 115.2 115.8
125.3 127.3 127.9 128.5 129.1 129.7 130.2 130.8
a
\Zﬁ 0.00 0.30 0.40 0.50 0.60 0.70 0.80 0.90
- 3.00 3.00 2.90 2.80 2.70 2.60 2.50

44

70%

40.0
250
16.0
10.0
63
40
25
16
1.0
0.63
04

5% 80% 90 % 100 %
1.00 1.00 1.00 1.00
1.00 1.00 1.00 1.00
0.72 0.74 0.79 1.00
| ‘ PDMXOQ&SZESE-R ‘ }

f

g2z23332223s8 =
1.00 1.25 1.50 2.00
24.2 25.7 211 30.0
313 32.8 34.2 371
333 34.8 36.2 391
411 426 440 46.9
431 44.6 46.0 489
54.0 55.5 56.9 59.8
570 58.5 59.9 62.8
711 726 74.0 76.9
911 92.6 94.0 96.9
116.4 179 1193 122.2
1314 132.9 1343 137.2
1.00 1.25 1.50 2.00
240 2.25 1.50 1.50
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@

Follow instructions provided for flat surface milling. When milling close to vertical surfaces. decrease feed per tooth (f)) by 50 % to prevent
vibrations and damage of the cutting edge.

&
3

3 .fé> HFC @ @ I

Y, 50 0.20 2, 40 8.0 1.80/16
40 50 020 0.5 10 2.0 2 80 2.00/16
2 50 020 50 8.0 2.00/16
50 6.0 0.20 s 30 23 15 52 8.0 2.00/16
52 6.0 020 63 70 20018
63 70 025 66 6.0 200721
66 70 025 80 50 2.00/24
80 8.0 0.30 100 30 2.00/40
100 8.0 0.30

® @

Whisax Blisvax G % forax
DMIN DMAX o [@ oux @) %4 —>

40 63.7 80.0 2.00 2.00 32 18 0.20
42 67.5 84.0 2.00 2.00 40 18 0.20
50 83.3 100.0 2.00 2.00 K2 20 0.20
52 813 104.0 2.00 2.00 50 20 0.20
63 109.2 126.0 2.00 2.00 52 20 0.20
66 115.2 132.0 2.00 2.00 63 20 0.25
80 143.3 160.0 2.00 2.00 66 20 0.25
100 183.3 200.0 2.00 2.00 80 20 0.30

100 2.0 0.30

S “ m
@ S 3 5 10 15 20 30 40 50 60 80 100

32 0.620 0.800 1131 1386 1.600 1.960 2.263 2.530 277 3.200 3.578
40 0.693 0.894 1.265 1.549 1.789 2191 2.530 2.828 3.098 3.578 4.000
42 0.710 0917 1.296 1.587 1.833 2.245 2.592 2.898 3075 3.666 4.099
50 @'{E 0.775 1.000 1414 1732 2.000 2449 2.828 3.162 3.464 4.000 4472
52 =2 0.790 1.020 1.442 1.766 2.040 2.498 2.884 3.225 3.533 4.079 4.561
63 0.869 1122 1.587 1.944 2.245 2.750 3175 3.550 3.888 4.490 5.020
66 0.890 1149 1.625 1.990 2.298 2.814 3.250 3.633 3.980 4.596 5138
80 0.980 1.265 1.789 2191 2.530 3.098 3.578 4.000 4.382 5.060 5.657
i

32 4.5 11 6.8
40-140 4.5 11 73
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@ . @ 2PRAMET S

FEED ZD07 High-Feed Milling Cutter with Internal Coolant
Productive high-feed milling cutter utilising single-sided ZD.. 07 insert with 4 cutting edges and a APMX of T mm. Internal coolant. Suitable for a
wide range of applications. Available in cylindrical and modular style, in range of @16 up to @32 mm. Body treated for longer tool life.

FEED /D
_DCON MsS
M| 10mm [

‘ 3
(2]
GAMP \GAMF 2
i 0T |3

x ?5' DCON MS

U @ & A Y2
9z,

[y LF -
OAL

DCX DCX

B 7 N TP R N R P>
|

2 o ~ : -
e < = s = = = (oW (@ \ o] PF
Product = = 3 § = - = 3 3 @ max B GA [
T I o B N N ] ]
16E2R030A16-SZD07 16 6 100 16 30 - - -5 8 2 - 47400 v 0.13  GI20T C0350
16E2R065A16-SZD07 16 6 145 16 65 - - -5 8 2 - 47400 v 0.19 G201 (0350
= 20E3R040A20-SZD07 20 10 120 20 40 - - -5 8 3 - 42400 v 0.25 G201 (0350
onssa 20E3R080A20-SZD07 20 10 165 20 80 - - -5 8 3 - 42400 v 0.33 G201 (0350
25E3R050A25-SZD07 25 15 140 25 50 - - -5 8 3 37900 v 047 G201 C0350
25E3R100A25-SZD07 25 15 190 25 100 - - -5 8 3 - 37900 v 0.60 G201 (0350
16E2R030M08-SZD07 16 6 48 8.5 - 30 M8 -5 8 2 - - v 0.04 G201 (0350
20E3R030M10-SZD07 20 10 49 10.5 - 30 M10 -5 8 3 - - v 0.08 G201 (0350
£ 25E3R032M12-S2007 % 15 54 125 - R M2 5 8 3 - - v 015 G201 (035
25E4R032M12-SZD07 25 15 54 12.5 - 32 M12 -5 8 4 4 - 4 0.04 G201 (0350
32E4R040M16-SZD07 32 22 65 17 - 40 M16 -5 8 4 v - v 0.22 G201 (0350
5 ©
AN
GI201 ZDCW 0703..
DY <P 7 ) I 2
d| N@ % L 3
(0350 US 2205-T07P 0.9 M2.2 5 Flag TO7P
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ZDCW 07

Q IC D1 S

O PRAMET

[mm] [mm] [mm]
0703 6.800 2.60 3.18
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations
M N S H
Prod RE
roduct Ve f ap Ve f ap \7d f ap Ve f ap 74 f ap 74 f ap
[mm] [m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm]
Iy
. os |00
QE Special geometry for high feed machining.
ZDCW 070304 M8310 04 u 420 060 04 - - - . 395 0.60 04 - - - - - - W8 015 10
M8325 04 P 325 060 04 - - - | - - - - - - - - - - - -
M8345 04 ® 305 060 04 - - - || - - - - - - - - - - - -

634



44

N
N

5% 10% 15% 20% 25% 30% 40% 50% 60 % 70% 5% 80% 90 % 100 %

w)
Q
x

148 135 1.27 1.22 119 1.16 1.00 1.00 1.00 1.00

X
g

2.20 1.60 135 1.20 110 1.00 1.00 1.00 1.00

4

0.68 0.71 0.72 0.74 0.79 1.00

0]

4

Jg = 200 ——
ZD(W 07 \4 250 ZDCW 070304 [P]
160 [ owosuk |
EE/ 04 100 ZDCW 070304 [H]
63
BS/ _ 40
25
16
1.0
0.63 [
04
‘ f
0t s 2289382233 =
Y a
P 0.00 0.30 0.40 0.50 0.60 0.70 0.80 0.90 1.00
16 6.0 12.0 129 13.7 144 15.1 15.7 16.2 16.8
20 10.0 16.0 16.9 17.7 18.4 19.1 19.7 20.2 20.8
25 A 15.0 21.0 219 22.7 234 24.1 247 25.2 25.8
32 22.0 28.0 289 29.7 304 3141 31.7 32.2 32.8
a
P 0.00 0.30 0.40 0.50 0.60 0.70 0.80 0.90 1.00
- 1.50 1.50 113 1.00 0.88 0.75 0.61 0.60
=>f

fz = h ZR_?“V [mm/tooth]

" |APMX

2

Follow instructions provided for flat surface milling. When milling close to vertical surfaces, decrease feed per tooth (f,) by 50 % to prevent
vibrations and damage of the cutting edge.

., = \ max_E fmax

9 ; HFC HFC
16 5.6 0.12 a, 2; 03 06 10 @ RPMX APMXII @ RPMX APMIX/I
20 5.6 015 : ) : v ~/ N ~/

25 3.6 0.7 Y 16 78 1.0/9 16 0.5 0.75/100
32 5.6 0.17 e | 150 080 040 20 97 107 20 03 0.40/100
25 49 1013 25 0.2 0.20/100
32 28 10/22 32 0.1 0.05/100
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DMIN

21.0
29.0
39.0
53.0

0.438
0.490
0.548
0.620

DMAX

32.0
40.0
50.0
64.0

0.566
0.632
0.707
0.800

ZDCW 070304

Bhgsvax

own|@
0.10
0.10
0.15
0.10

10

0.800
0.894
1.000
1131

170 0.60

Bhysvx
onx )
0.40
0.30
0.25
0.15

15

0.980
1.095
1.225
1386

44

20

1131
1.265
1414
1.600

&\

30

1.386
1.549
1732
1.960

40

1.600
1.789
2.000
2.263

50

1.789
2.000
2.236
2.530

60

1.960
2191
2.449
277

fmax
—_>

0.12
0.15
0.17
0.17

80

2.263
2.530
2.828
3.200

100

2.530
2.828
3.162
3.578
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FEED ZD09 High-Feed Milling Cutter with Internal Coolant
Productive high-feed milling cutter utilising single-sided ZD.. 09 insert with 4 cutting edges and APMX of 1 mm. Internal coolant. Suited for a
wide range of applications. Available in cylindrical, modular and arbor style, in range of @25 up to #66 mm. Body treated for longer tool life.

L€l

FEED ZD

44

DCON MS

OAL

DIN 1835B

DCON MS

TDZ

2/PRAMET

_DCON MS

KWD

KWW

LF

DC
DCX

S

% 0.31-0.618 o
ez S
E031-0618 4 4
= = q ) by
> o) — . ~ = (=) E = :1‘1 B dl’
Product = = 3 § = = B E 2 3 3 @@ @ QA 2=
[mm] [mm] [mm] [mm] [mm] [mm] [mm] mm] [l [l
25E2R080B25-52D09-C 25 11.6 140 25 80 - - - - -6 10 2 - 22800 Yv° 049 G191 SQ400
25E2R140B25-52D09-C 25 11.6 200 25 140 - - - - -6 10 2 - 22800 v 0.63 G191 SQ400
= 25E2R240B25-52D09-C 25 11.6 300 25 240 - - - - -6 10 2 - 22800 v 090 G191 SQ400
onviesss 32E2R080B32-SZD09-C 32 18.7 140 32 80 - - - - -6 10 2 - 20100 v° 080 GI191 SQ400
32E2R140B32-52D09-C 32 18.7 200 32 140 - - - - -6 10 2 - 20100 Vv 1.07  GI191 SQ400
32E2R240B32-5ZD09-C 32 18.7 300 32 240 - - - - -6 10 2 - 20100 Vv 1.57  GI191 SQ400
25E2R032M12-5ZD09-C 25 116 54 125 - 32 M12 - - -6 10 2 - - v' 015 GI91 SQ400
25E3R032M12-SZD09-C 25 1.6 54 125 - 32 M2 - - -6 10 3 - - v' 014 G191 SQ400
'ﬁfﬁ 32E3R040M16-5ZD09-C 32 187 63 17 - 40 M6 - - -6 10 3 - - v 026 G191 SQ400
35E4R040M16-SZD09-C 35 217 63 17 - 40 M6 - - -6 10 4 4 - v' 022 G191 SQ400
42E4R040M16-SZD09-C 42 287 63 17 - 40 M6 - - -6 10 4 4 - v’ 027 G191 SQ400
40A03R-SM0ZD09-C 40 267 - 16 - 40 - 8.4 5.6 -6 10 3 - 18000 v° 036 G191 SQ402
40A04R-SM0ZD09-C 40 267 - 16 - 40 - 8.4 5.6 -6 10 4 v’ 18000 v° 044 GI19T SQ402
50A05R-SM0ZD09-C 50 367 - 22 - 40 - 104 64 -6 10 5 v 16000 v° 043 GI191 SQ403
onsso 52A05R-SMOZD09-C 52 387 - 22 - 40 - 104 64 -6 10 5 v 15700 v 046 G191 SQ403
63A06R-SM0ZD09-C 63 49.7 - 22 - 40 - 104 64 -6 10 6 v 14300 v 060 GI191 SQ403
66A06R-SM0ZD09-C 66  52.7 - 27 - 50 - 12 7 -6 10 6 v’ 14000 v© 089 G191 (0364
3 @
Gy
G191 ZDCW 09T3..
D » T <% »
i ) = I < F
(0364 US 3006-TO9P M3 6 D-T07P/TO9P FG-15 HS 1230C -
5Q400 US 3006-T09P M3 6 - - Flag TO9P -
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44

- S @) = I < &

50402 US 3006-T09P 2.0 M3 6 D-T07P/TO9P FG-15 - HS 0830C
SQ403 US 3006-T09P 2.0 M3 6 D-T07P/TO9P FG-15 - HS 1030C
ZDCW 09 2 PRAMET
g Ic D1 S
[mm] [mm] [mm]

0913 9.525 3.40 3.97

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

M N S H
Product RE
roduc Ve f ap 74 f ap Ve f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm]
I
e
% Special geometry for high feed machining.
ZDCW 097304 M8310 04 P 320 100 06 - - - m300 10 06 - - - - - - m 60 015 10
M8325 04 ® 250 100 06 - - - || - - - = = - - -
M8345 04 W 235 100 06 - - - || - - - - - - - - - - - -
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40K L
N <P X

4

0]

4

E

S

@ &k

32
35
40
42
50
52
63
66

N

5%

148

2.20

10%

135

1.60

ZDCW 09

0.4

0.00

11.6
18.7
21,7
27.7
28,7
36,7
387
497
52,7

0.00

15%

1.27

135

44

20 % 25% 30% 40 % 50% 60 %
1.22 1.19 1.16
1.20 1.10
0.68
ap, T T
\zl 25.0 ZDCW 097304 [P]
160 [ zocwosmsoari |
100 ZDCW 097304 [H]
63
40
25
1.6
1.0
0.63 [
04
f
0 8 2283232 =2yg3 =
0.30 0.40 0.50 0.60
174 18.2 19.0 19.7
24.5 253 26.1 26.8
273 28,1 28,8 29,5
335 343 35.1 35.8
343 35,1 358 36,5
223 431 438 445
443 45,1 45,8 46,5
55,3 56,1 56,8 57,5
58,3 59,1 59,8 60,5
0.30 0.40 0.50 0.60
2.00 2.00 2.00 1.75
f= h ZR_‘?’“’ [mm/tooth]
? " VAPMX

0.70

20.3
274
30,1
36.4
371
45,1
471
58,1
61,1

0.70

1.50

70%

0.71

5%

1.00

1.00

0.72

0.80

209
28.0
307
37.0
377
45,7
477
58,7
61,7

0.80

1.25

80%

1.00

1.00

0.74

0.90

21.5
28.6
31,2
37.6
382
46,2
48,2
59,2
62,2

0.90

113

90 %

1.00

1.00

0.79

100 %

1.00

1.00

1.00

1.00

220
29.1
31,7
38.1
38,7
46,7
48,7
59,7
62,7

1.00

1.00

639



44

<)

Follow instructions provided for flat surface milling. When milling close to vertical surfaces, decrease feed per tooth (f)) by 50 % to prevent
vibrations and damage of the cutting edge.

. | .fé> HFC HFC

25 77 0.15 Dy 03 06 10 @ RPMX APMX/I RPMX APMX/I
32 77 017 ‘4 : : : s ~ ~

40 17 0.20 ﬁ 25 120 1.0/6 0.9 1.00/65

O 200 150 100 32 75 10M 05 0.75/100

40 36 1017 04 0.55/100

&\

R Bhysvax Bhgsx R a)|
DMIN DMAX . ~e \é LY

25 350 50.0 0.45 1.00 25 0.15 0.15
32 49.0 64.0 0.45 0.85 32 0.15 0.17
40 65.0 80.0 0.50 0.85 40 0.15 0.20

o Hm
@ e 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 2,530 2,771 3,200 3,578
35 0,648 0,837 1,183 1,449 1,673 2,049 2,366 2,646 2,898 3,347 3,742
40 ;@{E 0,693 0,894 1,265 1,549 1,789 2,191 2,530 2,828 3,098 3,578 4,000
2 = 0,710 0,917 1,296 1,587 1,833 2,245 2,592 2,898 3,175 3,666 4,099
52 0,790 1,020 1,442 1,766 2,040 2,498 2,884 3,225 3,533 4,079 4,561
63 0,869 1,122 1,587 1,944 2,245 2,750 3,175 3,550 3,388 4,490 5,020
66 0,890 1,149 1,625 1,990 2,298 2,814 3,250 3,633 3,980 4,59 5,138

ZDCW 097304 2.27 0.52
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@ . @ 2PRAMET S

FEED ZD12 High-Feed Milling Cutter with Internal Coolant
Highly productive high-feed milling cutter utilising single-sided ZD.. 12 insert with 4 cutting edges and APMX of 1.6 mm. Internal coolant.
Suitable for a wide range of applications. Available in cylindrical, modular and arbor style, in range of 332 up to 80 mm. Body treated for longer

tool life.
FEED /D
_ _DCON MS
oM | 16mm " :
|
* DCON MS
\GAMF Z TDZ
GAMP o -
i f 2 1 ] DCON MS
! z R | 5
) i A 21
7277, = L0
P | .
v | v 0
DC DC
DCX < bex
% 0.46-0.925 T
S 046-0.925 u LJ g g LJ
g [ [~ 1 1]
sxzf=2-2283 310000 ERY
Product = = 3 § = = B g g 3 3 @@ @ eA & &
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [l [l
= 40E4R080B32-5ZD12-C 40 225 140 32 80 - - - - -6 10 4 v’ 15700 v' 078 Gl192 SQ220 -
oniesss 40E4R140B32-SZD12-C 40 225 200 32 140 - - - - -6 10 4 v 15700 v© 113 G692 SQ220 -
o 32E3R040M16-SZD12-C 32 145 63 17 - 40 M6 - - -6 10 3 - - v 024 G192 SQ220 -
vooust— 40E4R040M16-5ZD12-C 40 225 63 17 - 0 M6 - - -6 10 4 - - v 023 G192 SQ220 -
50A04R-SM0ZD12-C 50 325 - 22 - 40 - 104 6.4 -6 10 4 v’ 14000 v° 047 G192 SQ033 -
,i@% 63A05R-SM0ZD12-C 63 455 - 22 - 40 - 104 64 -6 10 5 v’ 12500 v' 063 GI192 SQ033 -
80A05R-SM0ZD12-C 80 625 - 27 - 50 - 12 7 -6 10 5 v 11100 v 112 G192 0371 AC001
3 ©)
CAN
G192 ZDEW 1204..

% ¢ ®) = I e & g &

0371 US 4011-T15P 3.5 M4 10.6 D-TO8P/T15P FG-15 - -
5Q033 US 4011-T15P 3.5 M4 10.6 D-TO8P/T15P FG-15 - HS 1030C
SQ220 US 4011-T15P 3.5 M4 10.6 - - FlagT15P -
2 9 o

AC001 KS1230 K.FMH27
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Q IC D1 S

O PRAMET

[mm] [mm] [mm]
1204 12.700 4.40 476
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations
M N S H
Prod RE
roduct Ve f ap Ve f ap \7d f ap Ve f ap 74 f ap 74 f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm]
Iy
o oo [l ©
QE Special geometry for high feed machining.
ZDEW 120408 M8310 08 ® 270 100 10 - - - W25 10 10 - - - - - - E 5 015 10
M8325 08 P 205 100 10 - - - | - - - - - - - - - - - -
M8345 08 ® 195 100 10 - - - || - - - - = - - = - - = -
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Sox 5% 10% 15% 20% 25% 30% 40% 50 % 60 % 70% 75% 80% 90 % 100 %
X.V 148 1.35 1.27 1.22 1.19 1.16 1.00 1.00 1.00 1.00
2.20 1.60 1.35 1.20 1.10 1.00 1.00 1.00 1.00
= Xx.f
0.68 0.71 0.72 0.74 0.79 1.00
= x.f
J % a 400 — T
ZDEW 12 \4 250 ZDEW 120408 [P]
160 [ moewn2omsikl_|
EE/ 08 100 ZDEW 120408 [H]
63
ﬁ - ;
25
1.6
1.0
0.63 [ 1
04
: : f
0 =28 332253 =
" a
o2 0.00 0.50 0.60 0.70 0.80 0.90 1.00 1.10 1.20 1.30 1.40 1.50 1.60
32 14.5 22.7 23.5 24.2 24.8 254 26.0 26.5 27.0 27.5 28.0 28.5 28.9
40 22.5 30.7 315 32.2 32.8 334 34.0 34.5 35.0 35.5 36.0 36.5 36.9
50 - 32.5 40.7 41,5 42.2 42.8 434 440 445 45.0 455 46.0 46.5 46.9
52 34.5 42.7 43.5 44.2 44.8 454 46.0 46.5 47.0 475 48.0 48.5 489
63 i 45.5 53.7 54.5 55.2 55.8 56.4 57.0 57.5 58.0 58.5 59.0 59.5 59.9
66 48.5 56.7 57.5 58.2 58.8 59.4 60.0 60.5 61.0 61.5 62.0 62.5 62.9
80 62.5 70.7 71.5 72.2 72.8 73.4 74.0 74.5 75.0 75.5 76.0 76.5 76.9
a
Al 0.00 0.50 0.60 0.70 0.80 0.90 1.00 1.10 1.20 1.30 1.40 1.50 1.60
vy - 3.00 3.00 3.00 3.00 3.00 3.00 2.50 2.25 2.00 1.80 1.65 1.50
f = ZR_‘?"V [mm/tooth]
‘ " |APMX

2

Follow instructions provided for flat surface milling. When milling close to vertical surfaces, decrease feed per tooth (f) by 50 % to prevent
vibrations and damage of the cutting edge.
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32
40
50
52
63
66
80

i

max

10.0
10.0
10.0
10.0
10.0
10.0
10.0

DMIN

44.0
60.0
80.0
84.0
106.0
112.0
140.0

pm

@FE

fmaX
: HFC
0.15 )y
017 \4 0.5 1.0 1.6
0.20
0.20 :?f 3.00  2.00 1.50
0.20
0.20
0.25
Wlisiax Wlisiax
DMAX ovn @ onx @
64.0 0.75 1.60
80.0 0.75 1.50
100.0 0.80 1.35
104.0 0.80 1.35
126.0 0.70 1.00
132.0 0.70 1.00
160.0 0.65 0.85
3 5 10 15
0.620 0.800 1131 1.386
0.693 0.894 1.265 1.549
0.775 1.000 1414 1.732
0.790 1.020 1442 1.766
0.869 1122 1.587 1.944
0.890 1.149 1.625 1.990
0.980 1.265 1.789 2191
R T
ZDEW 120408 3.52 0.64

44

20

1.600
1.789
2.000
2.040
2.245
2.298
2.530

32
40
50
52
63
66
80

30

1.960
2291
2449
2.498
2.750
2.814
3.098

40

2.263
2.530
2.828
2.884
3075
3.250
3.578

\aZi

0.25
0.25
0.25
0.25
0.25
0.25
0.25

APMX/I
=
1.6/
1.6/18
1.6/29
1.6/31
1.6/43
1.6/47
1.6/63

50

2.530
2.828
3.162
3.225
3.550
3.633
4.000

60

277
3.098
3.464
3.533
3.888
3.980
4.382

RPMX

1.2
0.7
0.5
0.5
0.3
0.3
0.2

HFC

0.15
017
0.20
0.20
0.20
0.20
0.25

80

3.200
3.578
4.000
4.079
4490
4.596
5.060

APMXII
-

1.60/78
1.10/100
0.75/100
0.75/100
0.40/100
0.40/100
0.20/100

100

3.578
4.000
4472
4.561
5.020
5138
5.657



