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INDEXABLE FACE MILLS — NAVIGATOR

FACE MILLING
|| sHNoec SHNO9C SODO05 SOD06D SOE06Z
45° 45° 45° 45° 43°
APMX [mm] 3.0 APMX [mm] 5.0 APMX [mm] 2.7(10.0) APMX [mm] 3.1(8,6) APMX [mm] 3.3(9.9
DC[mm] 25-125 DC[mm] 50-315 DCX [mm] 32-125 DC[mm] 63-160 DC[mm] 50-200
=
E
g
Cylindrical shank i
|4 i
=4 s
5
£
Weldon z
0
=
§ E
E
Modular r-- | 1
5
Shell mill - s
< =4
I d U
= =

Page 0 352 356 360 370 376

Bvl  cEeE BB v BIeE s Bl s
ee @0 000 600 000

Inserts HNGX 0604 HNGX 0906 gg ?igg 0D..0605 ggm ?ggj
XNGX 0604 XNGX 0906 5D, 1205 RPE. 1505 XEHT 0604

No. of cutting edges 121 12/1 8/-/4 8/1/- 8/-11

Face milling 0 [ | [ | [ | [ | |

Chamfer milling / [ | | [ | [ | |

Helical interpolation B | 4

Progressive 1"

plunging g, | | [ 4

Ramping &) | [ | [ | 4

Shape surfaces Q

milling (copy milling) u 4

Shallow shoulder & m

milling

Shallow slot milling | &7/ [ |

Plunge milling } [ ]
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INDEXABLE FACE MILLS — NAVIGATOR

FACE MILLING
SOE09Z SSE09 SSN12Z SPN13 CHNO9 FSB22X
43° 45° 45° 57° 60° 60°
APMX [mm]  50(141)  APMX [mm] 45 APMX [mim] 65 APMX [mm] 100 APMX [m] 60 APMX [mim] 150
DC [mm] 80-315 OC [mm) 20-160 DC [mm] 50-250 OCmm]  100-315  DC[mm] 80-125 DC [mm] 125-315

20—32[mm]

4

DC

32160 [mm]

383 389 [ 393 397 401 405

Bn nis vl s Buc s Bol s« H 0 W
000 @ @ oo @ g

OEHT 0906
REHT 2406 SET09T3 SN.T 1205 PXNNM'1133()‘)88 HN... 0905 $B.. 2207
XEHT 0906 .

8/-/1 4 4 10/1 12 4/1

DC

¢ A [Q

N

GIEEVIEAILY
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SHNOGC @ @ . @ PRAMET S

ECON HNO06 45° Face Mill with Double Negative Design and Internal Coolant

Highly productive 45° face mill utilising double sided HN.. 06 style inserts with APMX of 3 mm. Roughing, finishing and chamfering. Economical
insert with 12 cutting edges. Differential tooth pitch. Weldon, modular and arbor style available in range from 025 up to @125 mm. Body treated
for longer tool life.

DCON MS

|-
Y
KAPR | s5°
APMX 3.0mm m
0
8
GAMF Z TDé
_sawe ,,,,1:5 —4° DCON MS o
1 E I -
| | . < _Kww B
LT 4- 35/ a © K'
- ‘O‘< \z%) i |-l DCONMS 7
i
3007 5 5
3 N /
B @) s . E B A @)~
' Yy v Y N\ 2 U/
vy vy v DC DCCB
DCX l< DC -
n 8 O
%ﬁ 0.06-0.15 ;
& 7
S 0.06-0.15
- . 2 4 Lom = e E o= EN . \ o] b%
Product = 8 3 § g 2 = B E 2 § 3 'Oy max. B @ i@
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] il [1
= 25N2R042B25-SHNO6C-C 25 322 99 25 - 42 - - - - -7 -7 2 — 17400 v° 036 GI204 FAO10 -
onisss 39N3R042B32-SHNO6C-C 32 393 103 32 - 42 - - - - -7 -7 3 — 15400 v° 0.59 G204 FAO10 -
25N2R033M12-SHNO6C-C 25 322 56 125 - - 33 M12 - - -7 -7 2 - - v 011 GI204 FAO10 -
.ﬁi 32N3R043M16-SHNO6C-C 32 393 66 17 - - 43 M6 - - -7 -7 3 - - v 026 G204 FAO10 -
40N4R043M16-SHNO6C-C 40 473 66 17 - - 43 M6 - - -7 -7 4 v - v’ 028 G204 FAO10 -
40A05R-S45HN06C-C 0 473 - 16 14 - 40 - 84 56 -7 -7 5 v’ 13800 v° 037 G204 FAO12 -
50A04R-S45HN06C-C 50 573 - 22 18 - 40 - 104 63 -7 -7 4 v’ 12300 v° 062 GI204 FAO13 -
50A06R-S45HN06C-C 5 573 - 22 18 - 40 - 104 63 -7 -7 6 v' 12300 V' 041 GI204 FAO13 -
63A06R-S45HN06C-C 63 703 - 22 18 - 40 - 104 63 -7 -7 6 v' 11000 v*  0.56 GI204 FAO13 -
63A08R-S45HN06(C-C 63 703 - 22 18 - 40 - 104 63 -7 -7 8 v' 11000 v* 069 G204 FAO13 -
&4 80A07R-S45HN06C-C 80 868 - 27 38 - 50 - 124 7 -7 -7 7 v’ 9700 v° 1.0 GI204 FAO11 ACOO1
80A10R-S45HN06C-C 80 868 - 27 38 - 50 - 124 7 -7 -7 10 v’ 9700 v~ 0.19 GI204 FAO11 ACOO1
100A08R-S45HN06C-C 100 1071 - 32 45 - 50 - 144 8 -7 -7 8 v’ 8700 v~ 2.07 GI204 FAO11 AC002
100A12R-S45HN06C-C 100 1071 - 32 45 - 50 - 144 8 -7 -7 12 v’ 8700 v° 1.82 G204 FAO11 AC002
125A10R-S45HN06C-C 125 1322 - 40 56 - 63 - 164 9 -7 -7 10 v 7800 v°  3.62 GI204 FAO11 AC003
125A16R-S45HN06C-C 125 1322 - 40 56 - 63 - 164 9 -7 -7 16 v' 7800 v 3.93 GI204 FAO11 AC003
5 () ©
AN
G204 HNGX 0604AN.. XNGX 0604AN..
D F3 )
1 ‘®) = 5 4 & =
FA010 US 3007-T09P 2.0 M3 73 - - Flag TO9P -
FAO11 US 3007-TO9P 2.0 M3 73 D-T07P/TO9P FG-15 - -
FA012 US 3007-T09P 2.0 M3 73 D-TO7P/TO9P FG-15 - HS 0830C
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'§ 5

73 D-T07P/TO9P

&

FG-15 -

R

&

K.FMH27
K.FMH32
K.FMH40

D1

HS1030C

D/PRAMET

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

5e)'| 7 ) %
@ W Nm®
FA013 US 3007-T09P 2.0 M3
& Q@
AC001 KS1230
AC002 KS 1635
AC003 KS 2040
Q D1 S
[mm] [mm]
0604 10.500 3.70 4.76
Prod RE P
roduct - f @
[mm] [m/min] [mm/tooth] ~ [mm]

D

HNGX 0604ANSN-F

HNGX 0604ANSN-M

Ve

M

f

[m/min] [mm/tooth]  [mm]

N S

ap Ve f ap 74 f

ap Ve f

[m/min] [mm/tooth] [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth]

—
2 005 ! H § S
l F geometry with highly positive design for light machining.

185
185
175
180
170
215

0.10
0.10
0.10
0.10
0.10
0.10

17
1.7
17
17
17
1.7

M geometry with highly positive design for medium machining.

8215 - W 315 011 17 ¢
M6330 - W 265 011 17 P
M8310 - W 345 011 17 ¢
M8330 - W 305 011 17 m
M8340 - W 285 011 17 ®
M9340 - W 365 011 17 &
o HREU? (§)
8215 - W30 013 20 m
M5315 - & 425 013 20

M6330 - W 255 013 20 M
M8310 - W 325 013 20 ™
M8330 - W 295 013 20 ™
M8340 - W 265 013 20 P
M9315 - W 410 013 20

M9325 - W 375 013 20

M9340 - W 345 013 20 ™M

180
180
165
175
155

205

0.13
0.13
0.13
0.13
0.13

0.13

0.13 20 = = = = =
0.13 20 = = = = =
0.13 20 = = = = =
0.13 20 = = = = =
013 20 = = = = =
013 20 = = = = =
0.13 20 = = = = =

ap

[mm]

H

Ve f ap

[m/min] [mm/tooth]  [mm]
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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.

M N S H
Product i
roduc 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]
T
g; R geometry with highly positive design for medium to heavy machining.
HNGX 0604ANSN-R 8215 - . 280 0.18 1.8 P 165 0.18 1.8 . 265 018 1.8 - - - - - - m55 015 10
M5315 - #1370 018 18 - - — M35 018 18 - - - - - - ®m70 015 10
M8310 - . 300 018 1.8 ® 150 0.18 1.8 .285 018 1.8 - - - - - - m60 015 1.0
M8330 - . 275 018 1.8 ® 165 0.18 1.8 .260 018 1.8 - - - - - - m 5 015 10
M8340 - . 250 0.18 1.8 ® 150 0.18 1.8 u235 018 1.8 - - - - - - - - -
M9325 - M 345 018 18 - - — M35 018 18 - - - - - - ®me65 015 10
2/PRAMET

g IC D1 S

[mm] [mm] [mm]

0604 10.500 3.70 4.76

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

i M N s H
Product 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]

> il §

22 Wiper design for improved surface finish.

XNGX 0604ANSN 8215 - . 290 013 18 P 170 012 18 .275 013 138 = = = > = = > o =
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N

0 [) [) [) [)
te 5% 10% 15% 20% 25%
X.V 1.48 1.35 1.27 1.22 1.19
2.20 1.60 1.35 1.20 1.10

= x.f
= x.f
‘) g HNGX 06-F HNGX 06-M HNGX 06-R
BS
\D/ 1.12 0.80 0.80
40 400
\azi 250 [ ANGKOGUANSNF } \azi 250
160 160
100 100
63 63
40 40
25 - 25
16 16
10 10
063 063
04 04
‘ f
v E £ 28 =82 =335 > 0
ap, A —

\-zl 2.0 [ xNGxosoaaNsN |

160

100

63

40

25 -

16

10

063 e

04

f

v £ 25833221353 =
&y I =
25 1.31 0.24 25 2.7
32 1.36 0.28 32 1.9
40 1.40 0.31 40 1.5
50 1.45 0.35 50 11
63 1.49 0.39 63 0.9
80 1.54 0.44 80 0.6
100 1.59 0.49 100 0.5
125 1.64 0.55 125 0.4

44

30% 40% 50 % 60 %
1.16
0.68
XNGX 06
415
1 ‘ HN6X0“4ANSﬁ-M 1
f
g£sE53g=22as =
I3
2
APMX/I a 2;
-
3.0/65 0.9
3.0/89
2.5/100
1.9/100
1.4/100
1.0/100
0.8/100
0.6/100

70%

0.71

\aﬁ

250
16.0
10.0
6.3
40

16
10
0.63
0.4

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
| ‘ HN6X0664AN§N-R ‘

f

ggeg8zg=2=23% =
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SHNO09C @ @ . @ PRAMET S

ECON HN09 45° Face Mill with Double Negative Design and Internal Coolant
Highly productive 45° face mill utilising double sided HN.. 09 style inserts with APMX of 5 mm. Roughing, finishing and chamfering. Economical
insert with 12 cutting edges. Differential tooth pitch. Arbor style only in range from 50 up to @315 mm. Body treated for longer tool life.

KAPR | 15 .. DCONMS
M | 50mm
DCON MS a
o }GAMF KWW E
| [ I Y
| ' x A 2
Vo JC\j v 1k A
. p 1 < % TN 7
A O \-p r %
(-] !
L2 , W)
DCCB DBCA1
DC DC
DCX

DCX ‘
vy vvy v — o '
Ll Ll DC 50 - 125 mm DC 160 - 315 mm

%ﬁ 0.08-0.25
g 4 2 ®
— = [~ — = a w o - )
Product = s = § E § = S % % 3@} (m} Nﬁﬁs g i%
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [] []

50A04R-S45HNO9C-CF 50 617 40 2 18 - 104 63 7 7 4 v 790 v 038 G252 FAOZ3 -
63A06R-S45HNO9C-CF 63 747 40 2 18 - 104 63 7 7 6 v 7000 v 054 G252 FA03 -
80A06R-S45HNO9C-CF 80 917 50 27 38 - 124 7 T I 6 v 600 v 106 G252 FA021 ACO01
80A08R-S45HNO9C-CF 8 917 50 27 38 - 124 7 I I 8 v 600 v 106 G252 FA021 ACO01
100A06R-S45HNO9C-CF 100 1117 50 32 45 - 144 8 7 -7 6 v 500 v 176 G252 FA021 ACO02
100A08R-S45HNO9C-CF 100 1117 50 32 45 - 144 8 7 7 8 v 500 v 176 G252 FAO21 ACO02
100A10R-S45HNO9C-CF 100 1117 50 32 45 - 144 8 8 7 10 - 5600 v 176 G252 FAO21 AC002
125A06R-S45HNO9C-CF 125 1367 63 40 56 - 164 9 7 7 6 v 500 v 336 G252 FAO21 AC003

B 125m08R-SASHNOOG-CF 125 1367 6 40 56 - l64 9 7 7 8§ v 400 v 372 G252 FAO21 ACO3

T 125M10R-S45HNO9G-CF 125 1367 63 40 56 - 164 9 7 7 10 v 5000 v 336 G252 FA021 AC003
125A12R-S45HNO9C-CF 125 1367 63 40 56 - 164 9 -8 7 12— 500 v 336 G252 FAO21 AC003
160C08R-S45HNO9C-CF 160 1717 63 40 - 667 164 9 7 7 8 v 4400 v 630 G252 FAO26 -
160C12R-S4SHNO9C-CF 160 1717 63 40 — 667 164 9 7 -7 12 v 400 v 646 G252 FAO26 -
160C14R-S45HNO9C-CF 160 1717 63 40 - 667 164 9 7 7 14 v 4400 v 645 G252 FAO26 -
200C10R-S4SHNO9C-CF 200 2117 63 60 — 1016 257 14 7 7 10 v 3900 v 1137 G252 FA027 -
250C14R-S4SHNO9C-CF 250 2617 63 60 — 1016 257 14 7 7 14 v 350 v 1850 G252 FA028 -
315C16R-S45HNO9C-CF 315 3267 8 60 - 1016 257 14 7 -7 16 v 3100 v 3700 G252 FAO9 -

ch o ©

61252 HNGX 0906AN.. XNGX 0906AN..
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?
=
FA021
FA023
FA026
FA027
FA028
FA029

AC001
AC002
AC003

0906

Product

=

’

-

US 54511-T15P
US 54511-T15P
US 54511-T15P
US 54511-T15P
US 54511-T15P
US 54511-T15P

mm]

16.500

o &

5.0
5.0
5.0
5.0
5.0

HNGX 0906ANEN-FF 8215

O

M8330
M9340

220

HNGX 0906ANSN-F 8215

M6330
M8310
M8330
M8340

D1

[mm]

4.90

—

M4.5
M4.5
M4.5
M4.5
M4.5
M4.5

it

KS 1230
KS 1635
KS 2040

Ve

[m/min] [mm/tooth]  [mm]

P

f

n
n
n
n
n
n

[mm]

6.35

ap

sl K-

FF geometry with highly positive design for light machining.

et

D-TO8P/T15P
D-TO8P/T15P
D-TO8P/T15P
D-TO8P/T15P
D-TO8P/T15P
D-TO8P/T15P

M

ve f

[m/min]  [mm/tooth]

44

&

FG-15
FG-15
FG-15
FG-15
FG-15
FG-15

ap

[mm]

Ve

[m/min] * [mm/tooth]

W 345 010 10 ®m 205 009 10 B -
W 335 010 1.0 W 200 009 10 || -
W 405 010 10 m 240 009 10 [ -

K

F geometry with highly positive design for light to medium machining.

300
255
330
300
270

0.12
0.12
0.12
0.12
0.12

21
21
21
21
21

4]
|
4]
|
|

180 0.1
180 0.1
165 0.11
180 0.1
160 0.11

21 |}
21 B
|
21
21 |}

HS 1030C
HS 1240C
HS 1655C
HS 1655C
HS 1655C

f ap

[mm]

CAC160C
CAC200C
CAC250C
CAC315C

HSD 0825C
HSD 1025C
HSD 1025C
HSD 1035C

&

K.FMH27
K.FMH32
K.FMH40

Ve

ap

[m/min] [mm/tooth] [mm]

s

HXK 5
HXK7
HXK7
HXK7

D1

Ve

[m/min] [mm/tooth]

S

f

[mm]

CACP 3150C

RRH 34

D/PRAMET

ap v

H

f ap

[m/min] [mm/tooth]  [mm]

357
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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]

- T

/é 0,12 S

v M geometry with highly positive design for medium machining.
HNGX 0906ANSN-M 8215 - W 255 020 27 m 150 018 2.7 . 240 020 2.7 = = = = = = = = =
M5315 - P 340 020 27 = = = . 320 020 27 > = = > = © > = =
M6330 - W 205 020 27 - - - || - - - - = - - - - - = =
M8310 - B 280 020 27 P 140 018 2.7 . 265 020 2.7 = = = = = = = = =
M8330 - W 255 020 27 P 150 0.18 2.7 . 240 020 2.7 = = = = = = = = =
M8340 - W 235 020 27 P 140 018 27 u 220 020 2.7 = = = = = = = = =
M9315 - W 340 020 27 = = = . 320 020 27 = = o = = o = = =
M9325 - W 315 020 27 = = = . 295 020 27 = = = = = = = = =
M9340 - W 290 020 27 P 170 0.18 2.7 . - - - - - - - - - - - -
G 7o WS
/‘i 0,20 S
4 R geometry with positive design for medium to heavy machining.

HNGX 0906ANSN-R 8215 - W 240 025 3.0 P 140 025 3.0 . 225 025 3.0 = = = - - - |4 015 10
M5315 - 305 025 3.0 = = = . 285 025 3.0 = = = - - - |60 015 1.0
M8310 - W 260 025 3.0 P 130 025 3.0 . 245 025 3.0 = = = - - - m5 015 10
M8330 - W 240 025 3.0 P 140 025 3.0 . 225 025 3.0 = = = - - - B 4 015 10
M8340 - W 220 025 3.0 P 130 025 3.0 ! 205 025 3.0 = = = = = = = = =
M9315 - W 310 025 30 = = = . 290 025 3.0 = = = - - - |60 015 1.0
M9325 - W29 025 30 - - - . 280 025 3.0 - - - - - - |55 015 10
O/PRAMET

Q IC D1 S

[mm] [mm] [mm]

0906 16.500 4.90 6.35

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
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]

—

D > il §

I .
& 22 Wiper design for improved surface finish.

XNGX 0906ANSN 8215 - W 245 020 27 ®m 145 018 27 . 230 020 27 = = = = = = = = ©
M8330 - W 245 020 27 W 145 018 27 .230 020 27 = = = = = = = = =
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N
N

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

DC
X.V 1.48 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

ﬁ HNGX 09-FF HNGX 09-F HNGX 09-M HNGX 09-R XNGX 09
\BDS/ 1.50 1.17 1.17 1.17 7.53

\aZ} 1200 T ap, T ap, T
250 [ HNGX0906ANEN-FF | \zl 250 [ HNGX0906ANSN-F | \4 250 [ HNGXoooeANSN-M |
160 160 160
100 100 100
63 63 63
40 40 [ 40 [t
25 25 25
16 16 16
10 10 10 et
063 063 063
04 . 04 S ; 04 ;
v 528382233 > v S 228382283 = v 8228382 %83 =

\azt 200 T = 200 T
%0 [ HNGX0906ANSN-R | \4 250 [ XNGX0906ANSN |
160 160
100 100
63 63
40 - 40
25 25
16 16
10 10
063 063
04 . 04 ;
v 5289382233 > ) S 228382283 =

C f @ RPMX APMX/I a 3
X.V ma:x s ~J Ty

50 135 0.36 50 21 3.5/100 19
63 1.39 0.40 63 1.5 2.5/100

80 144 0.45 80 11 1.8/100

100 148 0.51 100 0.9 1.4/100

125 153 0.57 125 0.7 1.1/100

160 1.58 0.64 160 0.5 0.7/100

200 1.63 0.72

250 1.68 0.80

315 174 0.90

359
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Universal Face Mill with Positive Design and Internal Coolant

Highly productive universal face mill utilising single-sided positive inserts with APMX up to 10 mm. Unique insert seat fits OD.. 05, RD.. 12 and
SD.. 12 style inserts, suited for wide range of applications. Differential tooth pitch. Arbor and cylindrical style in range from @32 up to @125 mm.
Body treated for longer tool life.

- =DCON MS
A
KAPR | 45°
AMX | 27(10.0)mm <
@
GAMP )GAMF %
P s N B
¥ 7] 2
| § S DCON MS
i '
. ,,,,,,, N Kww =
: O 3 r
77 ‘ I i
" 3 L—IL ) -
45° °
e ' v ) 0

<
:
<
<
;
(9]
A
W]
(ol
o
@

o
Q
x
g
Ji

A 8 2 & G

ily
Q
S
I3
18]

. = == [~ s = 513 f
Product E = 3 § 2 = = 5 g g % % N@Q @ N g i@
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [ [mm] [mm] [1 []

o 32N3RO045A25-50D05-C 32 247 130 25 - 45 - 45 - - 0 8 3 - 17700 ¥ 041 G326 FAM9 -

owsn 4ON3RO45A32-S0DO5-C 40 326 150 32 - 45 - 45 - - 7 8 3 — 15800 v 086 GI326 FAO40 -
40A03R-5450D05-C 0 327 - 16 14 - 4 45 84 56 -10 8 3 - 1580 v 019 G326 FAO42 -
50A04R-S450D05-C 50 46 - 2 18 - 4 45 104 63 -7 8 4 — 14100 v 028 G326 FAO43 -
50A05R-S450D05-C 50 46 - 2 18 - 4 45 104 63 -7 8 5 - 14100 v 028 G326 FAO43 -
63A05R-S450D05-C 63 556 - 2 18 - 40 45 104 63 -7 8 5 v 12600 v 039 G326 FAO43 -

&4 63006R-S450D05-C 63 556 - 2 18 - 40 45 104 63 7 8 6 v 12600 v 040 G326 FAO43 -

" 80A06R-S450D05-C 80 726 - 27 38 - 50 45 124 7 7 8 6 v 11100 v 073 G326 FAO41 ACOOT
80A08R-S450D05-C 80 726 - 27 38 - 50 45 124 7 7 8 8§ v 11100 v 066 G326 FAO41 ACOOT
100A07R-5450D05-C 00 926 - 32 45 - 50 45 144 8§ 7 8 7 ¥ 10000 v 109 GI326 FA041 AC02
125A08R-5450D05-C 125 1176 - 40 5 - 63 45 164 9 7 8 8 v 800 v 220 GI326 FA04T AC003

ch © © 0 o)

61326 0D...0505.. RD...1205.. SDKT 1205.. SDMT 1205..5N

2 & ©® B I = =

FA040 US 45014-T20P 5.0 M5 13 Flag T20P - -
FAO41 US 45014-T20P 5.0 M5 13 - SDRT20P-T -
FA042 US 45014-T20P 5.0 M5 13 - SDRT20P-T HS 90835
FA043 US 45014-T20P 5.0 M5 13 - SDRT20P-T HS 1030C
FA049 US 45011-T20P 5.0 M5 n Flag T20P - -
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2 @ -

ACOO0T KS 1230 K FMH27
AC002 KS 1635 K FMH32
AC003 KS 2040 K.FMH40
ODKT 05IM JPRAMET
Q IC D1 S BS
[mm] [mm] [mm] [mm]

0505 12.700 5.50 5.56 1.00

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 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]
o %b F geometry, 45° face milling insert, with highly positive design for light machining.
ODKT 0505ADFR-F M8310 0.8 . 275 015 25 2 140 0.14 25 . - - - - - - - - - - - -

e HE
17°
150 FM geometry, 45° face milling insert, with positive design for light to medium machining.

ODKT0505ADSR-FM ~ M6330 0.3 M 190 025 25 W 135 023 25 [ - - - - - - - - - - - -
M8310 08 M 240 025 25 W 120 023 25 025 25

= 25 ¥l

M8330 038 . 225 025 25 W 135 023 u 210 025 25 = = = = = = = = =
= 25 W -
L] 25 W -

M8345 0.8 160 025 25 W 9 023
M9340 0.8 245 025 25 W 145 023
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ODMT 05IM 2 PRAMET

Q IC D1 S p

[mm] [mm] [mm]

0505 12.700 5.50 5.56

D1

15°

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

o 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]

e U3
v (s
150 FM geometry, 45° face milling insert, with positive design for light to medium machining.

ODMTO0505ADSR-FM  M8340 08 M 200 025 25 W 120 023 25 P 190 025 25 - - - 0 o0
M9340 08 M 245 025 25 W 145 023 25 || - - - - - - - - - - - -

o, S
10°
50° R geometry, 45° face milling insert, with positive design for unstable cutting conditions.

ODMT 050508SN-R M8330 08 M 190 025 25 - - - m 180 025 25 - - - - - - -~
M9340 08 M 210 05 25 - - - | - - - - - - - - - - -

RDGT 12IM 2 PRAMET

g INSD D1 S

[mm] [mm] [mm]

1205 12.7 5.50 5.56

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

Product Ve f ap 74 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]
11 3
oo e B
F geometry with highly positive design for light machining.
RDGT 120500FN-F Ms3t0 - W20 020 15ms 018 15 - - - - - - - - - - - -
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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.

i 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]

I
.
T we (S
150 FM geometry with positive design for light to medium machining.

RDGT120500SN-FM  M8330 - W 19 020 15 wm 110 018 15 P 180 020 15 - - - 0 o
M8345 - M 140 020 15 ® 8 018 15 | - - - - - - - - - - - -

RDMT 12IM 2 PRAMET

g INSD D1 S

[mm] [mm] [mm]

1205 12.7 5.50 5.56

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

i M N S H
Product
Ve f ap Ve f ap Ve f ap 1 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
0,15
« e (8
20° R geometry, copy and profile milling insert, with positive design for unstable cutting conditions.
RDMT 120500SN-R M8330 - m 175 030 15 - - - M5 030 15 - - - - - - - -
M8340 - M 160 030 15 - - — P15 030 15 - - - - - - - - -
M9340 - W 1% 030 15 - - - | - - - - - - - - - - - -
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SDKT 12IM 2 PRAMET
Q IC D1 S
[mm] [mm] [mm]
1205 12.700 5.50 5.56

" 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]
B
F geometry, 90° shoulder milling insert, with highly positive design for light machining.
SDKT 1205PDFR-F 8215 0.8 . 285 010 40 ® 170 0.09 4.0 . - - - P85 012 40 - = = - = =

o, 0§
17°

FM geometry, 90° shoulder milling insert, with positive design for light to medium machining.

SDKT1205AESN-FM  Me330 - MW 240 015 40 w170 015 40 - - - - - - - - - - - -
M8330 - W 280 015 40 W 165 015 40 Pl 265 015 40 - - - - - - - - -
M8345 - W 205 015 40 W 120 015 40 || - - - - - - - - - - - -
SDKT 1205PDSR-FM M8330 03 M 255 0.15 40 P 150 015 40 P 240 015 40 - - - - - - - -
M8345 08 M 185 015 40 W1 110 015 40 || - - - - - - - - - - _ _

SDMT 12IM PRAMET
g IC D1 S
[mm] [mm] [mm]
1205 12.700 5.50 5.56

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

i M N s H
Product Ve f ap Ve 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]

20°

F geometry, 90° shoulder milling insert, with positive design for light to medium machining.

SDMT 1205085N-F M8310 03 W 265 015 40 w1 135 015 40 [ - - - - - -
M8330 08 M 245 015 40 W1 145 015 40 || - - - w735 018 40 - - - - - -
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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 74 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]
0,15 (
17° s
15° FM geometry, 90° shoulder milling insert, with positive design for medium machining.

SDMT 120508SN-FM M8345 08 M 175 015 40 m 105 015 40 [ - - - - - - - - = - -

0,17
o e 8

R geometry, 90° shoulder milling insert, with positive design for unstable cutting conditions.

20°
SDMT 1205085N-R M8330 08 M 25 020 40 - - - W20 020 40 - - - - - - e
M8345 08 M 165 020 40 - - - | - - - - - - - - - - - -
M9340 08 M 250 020 40 - - - | - - - - - - - - - - -
SDMT 1205AESN-R M8330 - M 265 020 40 - - - M 250 020 40 - - - - - - - - -
M8340 - M 240 020 40 - - - 225020 40 - - - - - - - - -

365



3 he ©
ER = <P |Xx

4

0]

4

m

S

G &k

m

n

@ &k

m

n

@ &k

366

N

5%

148

2.20

ODKT 05-F

0.4

1.00

RDGT 12-F

6.35

SDKT 12-F

0.8

2.30

15%

1.27

135

ODKT 05-FM

0.8

1.00

RDGT 12-FM

6.35

SDKT 12-FM

0.8

2.30

44

20% 25% 30% 40% 50% 60 % 70% 75%
1.22 119 1.16 1.00
1.20 110 1.00

0.68 0.71 0.72

ODMT 05-FM ODMT 05-R
0.8 0.8
RDGT 12-R
6.35
SDMT 12-F SDMT 12-R
0.8 0.8

80%

1.00

1.00

0.74

90 %

1.00

1.00

0.79

100 %

1.00

1.00

1.00



\aZi

\aZi

\aZ}

\aZ}

32
40
50
63
80
100
125

| ODKT0505ADFR-F } g

\aZi

0.06
0.10

0.6

|____ODMT 050508SN-R } g

0.06
0.10

0.6

| RDMT 120500SN-R } g

0.06
0.10

0.16

0.25
0.4
0.63
10
16
25

{

[ somt1 F |

\aZ}

0.06
0.10

\a%

5443

0.16

1.0
16

0.25
04
0.63
25

0.25 0.50

2343
3143
n43

24.80
32.80
42.80
55.80
72.80
92.80
117.80

na
9143
116.43

{

0.60 0.70

25.23
33.23
43.23
56.23
73.23
93.23
118.23

25.62
33.62
43.62
56.62
73.62
93.62
118.62

44

[ ookt P |

0.06
0.10

0.16

| RDGT120500FN-F |-

0.06
0.10

0.16

| SDKT1205PDFR-F ||

0.06
0.10

0.16

SDMT 1205085N-R
SDMT 1205AESN-R

0.06
0.10

0.80

2599
33.99
43.99
56.99
73.99
93.99
118.99

0.16

025
04
063
10
16
25
40

®

1.00 1.25

26.63
34.63
44.63
57.63
74.63
94.63
119.63

2733
35.33
45.33
58.33
7533
95.33
120.33

35.94
45.94
58.94
75.94
95.94
120.94

\aZi

2.00

28.94
36.94
46.94
59.94
76.94
96.94
121.94

-
f
fgz83g=233 =
L ‘ RDG‘T120‘5005N‘-FM‘ } y
f
fgz83g=233 =
SDKT 1. -FM
SDKT 1205PDSR-FM
SDMT 120508SN-FM
f
£ 238382 2233 =
300 400 500  6.00
3039 3131 3183 3200
3839 3931 3983 40.00
4839 4931 4983 50.00
6139 6231 6283 63.00
7839 7931 7983 80.00
9839 9931 9983  100.00
12339 12431 12483 12500
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fmax
I

2 136 0.28
40 140 031
50 143 033
63 147 037
80 152 042
100 157 047
125 162 052
E]
100
A 10 50 100
* 035 0.21 015

@ RPMX APMX/| @ RPMX APMX/!
W, ~J — 4 ~J )

50 41 7.05/100 50 3.8 6.2/95

63 2.7 4.6/100 63 2.5 4.25/100

80 1.8 3/100 80 17 2.85/100

100 17 2.85/100 100 1.6 2.65/100

125 0.7 1.1/100 125 0.3 0.4/100

SMAX SMAX SMAX SMAX

DMIN DMAX ;ﬁ ® o]ﬁ. DMIN DMAX D}ﬁ ® ﬁx.
78.0 100.0 4.5 45 78.0 100.0 4.5 4.5
105.0 126.0 4.5 4.5 105.0 126.0 4.5 4.5
138.0 160.0 4.5 4.5 138.0 160.0 4.5 4.5

100 178.0 200.0 4.5 45 100 178.0 200.0 4.5 4.5

125 229.0 250.0 4.0 4.5 125 230.0 250.0 4.0 4.5
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100
125

EE/

6.0

i

24 23
pum .
0620
0693
0775
7\FE
@ 0.869
0.980
1.095
1225
pm .
BE
oL 0379

—
2,7 }
BEYR
7,6
8,5

0.800
0.894
1.000
1122
1.265
1414
1.581

0.490

ODKT 05

10

1131
1.265
1.414
1.587
1.789
2.000
2.236

10

0.693

\aZi

->2.7
>34
->7.6
->8.5

15

1386
1.549
1732
1.944
2291
2449
2.739

15

0.849

N B~ N oo

44

20

1.600
1.789
2.000
2.245
2.530
2.828
3.162

20

0.980

30

1.960
2191
2.449
2.750
3.098
3.464
3.873

30

1.200

40

2.263
2.530
2.828
3075
3.578
4.000
4472

40

1.386

50

2.530
2.828
3.162
3.550
4.000
4472
5.000

50

1.549

ODMT 05

60

2771
3.098
3.464
3.888
4.382
4.899
5477

60

1.697

\aﬁ

->3.0
->8.5

80

3.200
3.578
4.000
4.490
5.060
5.657
6.325

80

1.960

100

3.578
4.000
4.472
5.020
5.657
6.325
7.07M

100

2291
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SODO06D @ @ . @ @ 2 PRAMET S

Universal Face Mill with Positive Design and Internal Coolant

Highly productive universal face mill utilising single sided positive inserts with APMX of up to 3.5 mm. Unique insert seat fits OD.. 06 and RP.. 15
styleinserts, suited for face milling and chamfering. Arbor style only in range from 063 up to 160 mm with differential tooth pitch. Body treated
for longer tool life.

KAPR 45° DCON MS
M| 31(86)mm DCON Ms . N
L JKkww =2
GAMP CAMF ! !
e } ‘ LA | |
! e ‘
i‘; ,,,,,,,, _ E w 5 ! |
O i /\\7%% _ T ‘ i
| 45° !
U7 : :
DBC1
- DC
w ) R
DC 63 - 125 mm DC 160 mm
%Ei% 0.12-0.22 ] /]
£ s 3z s smGON ol
(@] S [ o = = (O} ﬂl'
Product = & = § 8 8 £ £ 3 = @ max. B eA [
T B N I B NN I B o
63A05R-S450D06D 63 725 40 22 18 - 10.4 6.3 0 5 5 v 8800 v 0.60 GI059 FA071
80A06R-5450D06D 80 89.5 50 27 20 - 12.4 7 0 5 6 v 7800 v 1.25 Gl059 FAO071
&4 100A07R-S450D06D 100 1095 50 32 27 - 144 8 0 5 7 v 7000 v 2.09  GI059 FA071
125A08R-S450D06D 125 1345 63 40 33 - 16.4 9 0 5 8 v 6300 ' 418 G059 FAO71
160C09R-S450D06D 160  169.5 63 40 56 66.7 164 9 0 5 9 v 5500 - 6.49 G059 FA071
& © ©
oy
Gl059 0D.. 0605Z2.. RP.. 1505M0..
¥ / ) % E S
[ W |\|§n‘3 ©
FAO71 US4511-T20 5.0 M4.5 1 SDRT20-T
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ODMT 06 2 PRANED

Q IC D1 S

[mm] [mm] [mm]

0605 15.875 5.50 5.56

)
F

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 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]
o KK @
10°
15 Slightly positive design, 45° face milling insert, for medium machining.
ODMT 0605ZZN M5315 - #1255 024 30 - - - [ 240 024 30 - - - - = - - - -
M8330 - M 200 024 30 - - — m19% 024 30 - - - - - - - - -
M8340 - W 185 024 30 - - - P15 024 30 - - - = = = - = -
M9315 - M 260 024 30 - - — M 245 024 30 - - - - =
M9325 - M 245 024 30 - - — M 230 024 30 - - - - - - - - -

ODEW 06 2/PRAMET

Q IC D1 S

[mm] [mm] [mm]

0605 15.875 5.50 5.56

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

i M N s H
Ve f a) 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
Product s
[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]
s (Y S
%'B Zero rake angle design, 45° face milling insert, for medium machining.
ODEW 0605ZZN M8330 - ! 210 026 25 - - - . 195 026 25 - - - - - - 4 015 1.0
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ODMX 06

44

O PRAMET

Q IC D1 S
[mm] [mm] [mm]
0605 15.875 5.50 5.56
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]
T
250 Wiper design for improved surface finish.
0DMX 060522 M8330 - ! 205 028 25 - - - . 190 0.28 25 - - - - - - ® 4 015 10
RPET 15 2 PRAMET
Q INSD D1 S
[mm] [mm] [mm]
1505 15.8 5.50 5.56
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 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
0,08 T
T (S
M geometry, copy and profile mill insert, with positive design for light to rough machining.
RPET 1505M0S-M M8330 - . 230 040 1.0 P 135 036 1.0 u 215 040 1.0 - - - 5 028 08 - - -
M8340 - . 210 040 1.0 P 125 036 1.0 ! 195 040 1.0 - - - ?m 5 028 08 - - -
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RPEW 15 2 PRANED

Q INSD D1 S

[mm] [mm] [mm]

1505 158 5.50 5.56

D1

11°

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 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
e g (S
15° Zero rake angle design, copy and profile mill insert, for medium machining.
RPEW 1505M0S M8330 - ! 300 020 1.0 = = = . 285 020 1.0 = = = - - - |60 015 10
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N
N

5% 10% 15% 20% 25% 30% 40% 50% 60 % 70% 75% 80% 90 % 100 %

DC
X.V 1.48 1.35 1.27 1.22 119 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

I 0DMT 06 ODEW 06 0DMX 06 RPET 15-M RPEW 15
RE/ - - - 789 789
B 173 592 991 - -

a )y 0 a )y 400 3 )y 400
2 e  BO© Ammm———— 2 - i
160 160 160
00 ] 100 100
63 63 [ 63 r
40 40 40
25 25 25
16 16 16 ]
10 1.0 1.0
063 063 063
o4 04 04
Oooomomeo‘,@f ) 8 2 2 X 8 8 8 8 8 8 f 0 8 = © 3 ¥ 3 8 8 % 8 f
gzz2383588838 = R SSSeSse SN =
ay 200 E 400
160 160
100 100
63 63
40 g 40 -
25 25
16 16
10 10
063 063
04 04
°g;;g=:——~v$ °z;;g=:——~*$
\aZi 0.00 0.50 0.75 1.25 1.50 2.00 2.50 3.00 4.00
63 56.63 62.17 63.36 65.18 65.91 67.16 68.19 69.05 70.41
80 - 73.63 79.17 80.36 82.18 82.91 84.16 85.19 86.05 8741
100 93.63 99.17 100.36 102.18 102.91 104.16 105.19 106.05 107.41
125 i 118.63 12417 125.36 127.18 12791 129.16 130.19 131.05 132.41
160 153.63 159.17 160.36 162.18 162.91 164.16 165.19 166.05 167.41
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& |

63 1.49 0.78

80 1.54 0.88

100 159 0.98

125 1.64 110

160 170 1.24

i

2 ©
->3.1 8
->43 7
->8.6 4
->10.7 2
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I 4 s

Universal Face Mill with Positive Design and Internal Coolant

N ~ 3 .‘5, Highly productive universal face mill utilising positive single sided inserts with APMX of 4 mm for RE.. 16. Unique insert seat fits OE.. 06, RE.. 16
’ w = and XE.. 06 style inserts, suited for a wide range of applications. Arbor style only in range from @50 up to @200 mm with differential tooth pitch.
fﬂu ﬁ/o Body treated for longer tool life.
"z
» et
KAPR | 43
. DCONMS _
M| 3309 mm - ~ )
KWW c
DCON MS | Y
GAMF _I
GAMP -1 KWW ‘ ‘
e (T | |

LF

ﬁ::::
2.
N
LF

A‘43° ‘ ﬂ ﬂ43°

| I ‘] ‘] DC 50 — 125 mm DC 160 — 200 mm

%ﬁ 0.06-0.20 -
—— g 4 = 2
V|
= (== — =) L= o 61 )
Product = E = § E § % S % EE‘;- 3@} (m} Nﬁﬁs d i}
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [] []

50A04R-5450E062-C 50 602 40 2 18 - 104 63 6 10 4 v 10700 v 048 G283 FAOS3 -
50A05R-S450E06Z-C 50 60 40 2 18 - 104 63 1 10 5 v 10700 v 048 G283 FAO53 -
56A05R-S450E062-C 56 66 40 2 18 - 104 63 6 10 5 v 10100 v 054 G283 FAOS3 -
63A04R-S450E062-C 63 732 40 2 18 - 104 63 6 10 4 v 900 v 059 G283 FA053 -
63A06R-5450E062-C 63 73 40 2 18 - 104 63 1 10 6 v 900 v 061 G283 FAOS3 -
70A06R-S450E06Z-C 70 8 40 2 18 - 104 63 6 10 6 v 9100 v 069 G283 FA053 -
80A05R-S450E062-C 80 92 50 27 38 - 124 7 6 10 5 v 800 v 103 G283 FAO5T AC00T
80A06R-S450E062-C 80 92 50 27 38 - 124 7 6 10 6 v 800 v 107 G283 FA05T AC001

&l 9ono7R-s450E062-C 90 100 50 32 45 - 144 8 6 10 7 v 8000 v 163 G283 FAOST AC002

" 100A06R-S450E062-C 00 1102 50 32 45 - 144 8 6 10 6 v 7600 v 190 G283 FAO5T ACO02
100A08R-5450E06Z-C 00 1099 50 32 45 - 144 8§ 1 10 8 v 7600 v 192 G283 FAOST AC002
125A07R-S450E06Z-C 125 1352 63 40 56 - 164 9 6 10 7 v 6800 v 335 G283 FAOST AC003
125A09R-S450E062-C 125 1349 63 40 5 - 164 9 1 10 9 v 6800 v 335 GI283 FAOST AC003
160C09R-S450E06Z-C 160 1702 63 40 - 667 164 9 6 10 9 v 6000 v 711 G283 FAOS6 —
160C12R-S450E06Z-C 160 1699 63 40 - 667 164 9 1 10 12 v 6000 v 706 G283 FAOS6 —
200C11R-S450E062-C 200 2102 63 60 - 1016 257 14 6 10 11 v 5300 v 1080 GI283 FAOS7 -
200C14R-5450E062-C 200 2099 63 60 - 1016 257 14 1 10 14 v 5300 v 1117 G283 FAS7 -

ch © © ©

61283 OEHT 0604AE.. REHT 1604M0.. XEHT 0604AE..

¥ ® 8B O » & O & 7
5.0 -

FA051 US5011-T20P M5 n SDRT20P-T - - -
FA053 US 5011-T20P 5.0 M5 n SDRT20P-T HS 1030C - - -
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B ®» B I » & © &

FA056 US5011-T20P 5.0 M5 n SDRT20P-T HS 1240C CAC160C HSD 0825C HXK'5
FA057 US5011-T20P 5.0 M5 n SDRT20P-T HS 1655C CAC200C HSD 1025C HXK7

2 ® -

AC001 KS 1230 K.FMH27
AC002 KS 1635 K.FMH32
AC003 KS 2040 K.FMH40

D PRAMET

[mm] [mm] [mm]

0604 16.050 5.50 4.76

—_— P M N s H
PI’Odl.lCt m Ve f ap Ve f ap \3 f ap Ve f ap Ve f ap \3 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]

¥
i12° I ; E
MF geometry, 45° face milling insert, with sharp positive design for light to medium and potentially finish machining.

OEHT 0604AEER-MF M6330 - ® 255 042 22 W 180 011 22 . = = = - - - m7 010 18 = = =
M8330 - ® 295 072 22 W 175 011 22 . - - - »m85 014 22 m 70 010 1.8 = = =
M8340 - ® 275 072 22 M 165 011 22 . - = = - - - m 65 010 1.8 - = =

™

§7
MM geometry, 45° face milling insert, with sharp positive design for light to medium machining.

OEHTO0GO4AEER-MM  M6330 - 1 245 016 22 m 170 014 22 [ - - - - - - m70 0m 18 - - -
M8330 - #1280 016 22 M 165 014 22 || - - - w80 019 22®m 70 011 18 - - -
M8340 - #1255 016 22 W 150 014 22 | - - - - - - me60 0M 18 - - -
M8345 - #1205 006 22 W 120 014 22 [ - - - - - - ®m5 o0m18 - - -
M9325 - w355 016 22 - - - [ - - - - = = - = = - = =
M9340 - #1320 016 22 W 190 014 22 | - - - - - - m®8 oM 18 - - -

.

é 59
5 M geometry, 45° face milling insert, with slightly positive design for light to medium machining.

OEHT 0604AESR-M M6330 - m 210 024 32 m 150 022 32/ - - - - - - me60 017 26 - - -
M8310 - W 265 024 32 W 135 022 320 - - - == - == -
M8330 - W 245 024 32 W 145 022 32| - - - - - - wme60 017 26 - - -
M8340 - M 220 024 32 W 130 02 32| - - - - - - ms55 01726 - - -
M9325 - W 295 024 32 - - - || - - - - = - - = - - = -
M9340 - W 270 024 32 W 160 022 32 [ - - - - - - wme 017 26 - - -
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O PRAMET

OEHT 06-FA

Q IC D1 S
[mm] [mm]

[mm]

0604 16.050 5.50 4.76

@
N

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]
- %1 F
FA geometry, 45° face milling insert, with highly positive design for fine-finish to medium machining.
OEHT 0604AEFR-FA HF7 - - - - - - -PF- - - m» o082 - - - _ -

M35 - | - - - - - -0l - - - m7w%5 018 20 - - - - - -

D PRAMET

XEHT 06

g IC D1 S
[mm] [mm] [mm]

0604 16.050 5.50 4.76

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 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]
W
0,03
9°
50 Slightly poisitive wiper design for improved surface finish.
XEHT 0604AESR Ms310 - W25 02 32m15 02 .28 - - - - - - - - - - -
M8330 - M 245 024 32 W 145 02 32 [ - - - = - = =
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REHT 16 2 PRAMET
Q INSD D1 S
[mm] [mm] [mm]
1604 16.0 5.50 476

D1

20°

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

i M N S H
Product 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]

=
MM geometry, copy and profile mill insert, with slightly positive design for light to medium machining.

REHT1604MOEN-MM  M6330 - % 240 025 20 m 170 023 20 [ - - - - - - ®m70 0816 - - -
M8330 - #1280 025 20 M 165 023 20 || - - - 80 030 20 ®m 70 018 16 - - -
M8340 - #1255 025 20 W 150 023 20 || - - - - - - ®m60 018 16 - - -
M8345 - #1205 025 20 W 120 023 20 || - - - - - - m5 01816 - - -
M9325 - W40 025 20 - - - | - - - - - - - - - - - -
M9340 - P 305 025 20 M 180 023 20 || - - - - - - m75 0816 - - -
5° 12° '

M geometry, copy and profile mill insert, with positive design for light to medium machining.

REHT 1604MOSN-M M8310 - W 275 035 20 m 140 032 20 [ - - - - - - - - - - - -
M8330 - M 260 035 20 W 155 032 20 || - - - - - - me6 0516 - - -
M8340 - M 240 035 20 W 140 032 20 || - - - - - - me60 05 16 - - -
M9325 - MW 310 035 20 - - - || - - - = = =
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N

10% 15%

20%

25%

30%

44

5c 40% 50% 60 % 70% 5% 80 % 90 % 100 %
@ 148 135 1.27 1.22 1.19 1.16 m 1.08 1.05 1.03 1.00 1.00 1.00 1.00
2.20 1.60 135 1.20 1.10 0.95 0.85 0.75 0.85 0.95 1.00 1.00 1.00 1.00
0.64 064 064 064 0.64 0.65 0.65 067 0.68 071 0.72 0.74 0.79 1.00
= x.f
ﬁ OEHT06-MF  OEHT06-MM  OEHT 06-M OEHT 06-FA XEHT 06 REHT16-MM  REHT 16-M
RE/ - - - - - 8.00 8.00
\B]‘_']S/ 1.36 1.36 1.36 1.36 9.91 - -
%4"-0 1 1 [ | ap; 1 1 [ 1 ap, 1 1 [ |
16.0 16.0 16.0
10.0 10.0 10.0
6.3 6.3 6.3
40 40 40
25 R 25 25 =
16 16 16
1.0 1.0 1.0
0.63 0.63 0.63
0.4 0.4 0.4
f f
" § 53588 ¢88¢8§3 = © 5353838 88¢8§¢3 v 53358588 ¢8§:s =
% 400 1 1 [ | a 00 1 1 [ 1
16.0 16.0
10.0 10.0
6.3 6.3
40 40
25 O 25 :,-__-__ =
16 16 : i
10 10 ; :
0.63 0.63 E E
0.4 04 ! 1
f
° s =:xsgssyEs = © 535383888887 ¢3
% 40.0 % 40.0
250 {__REHT MM 25.0 [ REHT1604MOSN-M__|—|
16.0 16.0
10.0 10.0
6.3 6.3
40 4.0
25 \ 25
16 1.6
1.0 1.0
0.63 0.63
04 0.4
f
©* §5588E88%8R8 = ° 82 25%88%8%s8
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50
56
63
70
80
920
100
125
160
200

100
125
160
200

100

143
145
147
1.49
1.52
1.55
1.57
1.62
1.68
173

0.00

43.90
49.80
56.90
63.80
73.90
83.80
93.90
118.90
153.90
193.90

0.33
0.35
0.37
0.39
0.42
0.44
0.47
0.52
0.59
0.66

@

59.9
65.8
72.9
79.8
89.9
99.8
109.9
134.9

0.50

49.47
55.37
62.47
69.37
7947
89.37
99.47
124.47
159.47
199.47

DMIN

91.5
103.2
117.4
131.2
1514
171.2
1914
2413

0.75

50.66
56.56
63.66
70.56
80.66
90.56
100.66
125.66
160.66
200.66

DMAX

120.0
1315
146.0
159.5
180.0
199.5
220.0
270.0

©

44

1.25

5249
58.39
65.49
72.39
82.49
92.39
102.49
12749
162.49
202.49

Wysunx
DMIN{ @
5.9
5.9
5.9
5.9
5.9
5.9
5.9
5.9

1.50

53.23
59.13

66.23
7313

83.23
93.13

103.23
128.23
163.23
203.23

®® |\
@

100
125

Blsvex
onx @
5.9
5.9
5.9
5.9
5.9
5.9
5.9
5.9

59.9
65.8
72.9
79.8
89.9
99.8
109.9
134.9

2.00

54.48
60.38
6748
74.38
84.48
94.38
104.48
129.48
164.48
20448

RPMX

I

DMIN

91.5
103.5
118.0
131.5
151.5
171.5
191.5
2415

49
4.2
3.6
31
26
2.3
2
1.5

2.50

55.52
61.42
68.52
7542
85.52
95.42
105.52
130.52
165.52
205.52

©

APMX/I
-

8.4/100
7.2/100
6.1/100
5.3/100
4.4/100
3.9/100
3.3/100
2.5/100

3.00

56.39
62.29
69.39
76.29
86.39
96.29
106.39
131.39
166.39
206.39

RPMX

I

®

DMAX

119.5
131.0
145.5
159.0
179.5
199.0
219.5
269.5

4.6
4
3

2.7

2.2
2

1.8

13

Wl
DMIN @

5.9
5.9
5.9
5.9
5.9
5.9
5.9
5.9

4.00

5176
63.66
70.76
71.66
8176
97.66
107.76
132.76
167.76
207.76

®

APMX/I
-

7.9/100
6.8/100
5.1/100
4.6/100
3.7/100
3.3/100
3.0/100
2.1/100

Whgsuex
onx
5.9
5.9
5.9
5.9
5.9
5.9
5.9
5.9
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ﬂ 3 5 10 15 20 30 40 50 60 80 100
599 0.848 1,095 1548 1896 2189 2,681 3,09 3461 379 4378 4,895
65.8 0.889 1147 1622 1987 2,294 2810 3,245 3.628 3.974 4589 5130
729 [@;E 0.935 1207 1708 2001 2415 2958 3415 3818 4183 4830 5.400
79.8 50 0979 1263 1787 2188 2527 3.005 3573 3.99 4376 5,053 5,650
89.9 1,039 1341 1896 230 2682 3,285 3793 4240 4,645 5,364 5,997
99.8 1,094 1413 1998 2447 2826 3.461 3.99% 4468 4804 5,651 6318

um

— 3 5 10 15 20 30 40 50 60 80 100
8.0 o oms 0566 0.800 0.980 1131 1386 1600 1789 1960 2263 2530
i

->3.3
—>4.3
->9.9
->10.7
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2/PRAMET

S

__sorosz_ JICRVHCHN

Universal Face Mill with Positive Design and Internal Coolant

Highly productive universal face mill utilising positive single sided inserts with APMX of 6 mm for RE.. 24. Unique insert seat fits OF.. 09, RE.. 24
and XE.. 09 style inserts. Suited for a wide range of applications. Arbor style only in range from 880 up to @315 mm with differential tooth pitch.
Body treated for longer tool life.

KAPR | 43
_. DCONMS _
M| 50(147)mm - - o
KWW S
DCON MS a A
GAMF 47—[47 ;
g T KWW <
| F .
PN N 5% -
@JA\ - |
//‘ 7 43°

DC 80— 125 mm

DC 160 — 315 mm

%% 0.09-0.25
— g 4 = ?
4
2 5 gz 2 & 84 O [ 3 by
o S [ o o = = (0% dl’
Product = s - § g &8 8 8 3 3 @ max. Bﬁﬁs ﬁ @
T I 1 N N " N ' B U [l
80A05R-S450E092Z-C 80 95 50 27 22 - 124 7 6 10 5 v 6100 v 132 G293 FA064 -
100A06R-S450E09Z-C 100 115 50 32 45 - 14.4 8 6 10 6 v 5400 v' 190 GI293 FA061 AC002
125A07R-S450E09Z-C 125 140 63 40 56 - 16.4 9 6 10 7 v 4800 v 338 GI293 FA061 AC003
&4 160C08R-S450E09Z-C 160 175 6 4 - 667 164 9 6 10 8 v 4300 v 612 G293 FAOG6 -
200C10R-S450E09Z-C 200 215 63 60 - 1016 257 14 1 10 10 v’ 3800 v° 1150 GI293 FA067 -
250C12R-S450E09Z-C 250 265 63 60 - 1016 257 14 1 10 12 v 3400 v° 1850 GI293 FA068 -
315C14R-S450E092-C 35 330 80 60 - 1016 257 14 1 10 14 v 3000 v 3600 G293 FAOGY -
3 © © (©
CY
GI293 OEHT 0906AE.. REHT 2406Mo0.. XEHT 0906AE..
lb t < \\\\\
2 & @ B H = &  Q O
FA061  US 68020-T30P 15.0 M8 20 SDRT30P-T - - - - - -
FA064  US 68020-T30P 15.0 M8 20 SDRT30P-T HS 1230C - - - - -
FA066  US 68020-T30P 15.0 M8 20 SDRT30P-T HS 1240C CAC160C HSD 0825C HXK 5 - -
FA067  US 68020-T30P 15.0 M8 20 SDRT30P-T HS 1655C CAC200C HSD 1025C HXK7 - -
FA068  US 68020-T30P 15.0 M8 20 SDRT30P-T HS 1655C CAC250C HSD 1025C HXK 7 - -
FA069  US 68020-T30P 15.0 M8 20 SDRT30P-T HS 1655C CAC315C HSD 1035C HXK 7 CACP 3150C RRH 34
2 ® -~
AC002 KS 1635 K.FMH32
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2 @ -

AC003 KS 2040 K.FMH40
OEHT 09 2 PRAMET
Q IC D1 S
[mm] [mm] [mm]
0906 24.100 8.60 715

N

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 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]

#E

7
ﬁ MM geometry, 45° face milling insert, with sharp positive design for light to medium and potentially heavy machining.

OEHT 0906AEER-MM M8330 - u 255 025 35 M 150 023 35 . - - - ®B765 030 35 ® 60 018 28 = = =
M8340 - #1230 025 35 W 135 023 35| - - - - - - m55 01828 - - -
o fidh @
o
5° M geometry, 45° face milling insert, with positive design for light to medium and potentially heavy machining.
OEHT 0906AESR-M M8310 - M 250 035 35 ®m 125 032 35 - - - - - - - - - - - -
M8330 - . 235 035 35 M 140 032 35 . = = = - - - B 5 025 28 = = =
M8340 - . 215 035 35 W 125 032 35 . = = = - - - P 5 025 28 = = =
M9325 - W25 035 35 - - - [ - - - - - - - - - - - -
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XEHT 09 2 PRANED

Q IC D1 S

[mm] [mm] [mm]

0906 24.100 8.60 7.15

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

RE M N S H
Product 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]
o S
57 9°
Slightly positive wiper design for improved surface finish.
XEHT 0906AESR M8310 - W 235 035 35 m 115 032 35 - - - - - - - - - - - -

REHT 24 2 PRAMET

Q INSD D1 S

[mm] [mm] [mm]

2406 240 8.60 7.15

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

Ve f ap 7d f ap Ve f ap Ve f ap 74 f ap 74 f ap
[mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth]  [mm]

Product

[m/min] [mm/tooth] ~ [mm] [m/min] [mm/tooth]  [mm] [m/min] [mm/tooth] [mm] [m/min] [mm/tooth] ~ [mm]

v
MM geometry, copy and profile mill insert, with slightly positive design for light to medium and potentially heavy machining.

REHT2406MOEN-MM  M8330 - 280 025 20 M 165 023 20 ] - - - # 80 030 20 B 70 018 16 - - -
M8340 - #1255 025 20 M 150 023 20l - - - - - - M6 018 16 - - -

s (§
12°

M geometry, copy and profile mill insert, with slightly positive design for light to medium and potentially heavy machining.

REHT 2406MOSN-M M8330 - M 260 035 20 m 155 032 20 M - - - - - - me6 05 16 - - -
M8340 - M 240 035 20 W 140 032 20 || - - - - - - me60 05 16 - - -
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SN

4

0]

4

E

BS

G &k

a,

®

\aZi

100
125
160
200
250
315

386

N

400
250
16.0
10.0
6.3
40
25
16
1.0
0.63
04

400
250
16.0
10.0
6.3
40
25
16
1.0
0.63
04

44

5% 10% 15% 20% 25% 30% 40 % 50%
148 1.35 1.27 1.22 1.19 1.16
2.20 1.60 135 1.20 1.10
OEHT 09-MM OEHT 09-M XEHT 09 REHT 24-MM
- - - 12.00
2.00 2.00 14.80 -
I ajr o I
1_ OEHT 0906AEER-MM _ |—| \zl 250 1 OEHTO0906AESR-M _ [—
16.0
100
6.3
40
25
16
1.0
0.63
0.4
gs&_asggsagzg ) 8 = = g T 2 8 ) 8
T [ T VAT I
1_REHT2406MOEN-MM \2‘ 250 {__REHT2406MOEN-M _ [—
16.0
100
P — 6.3
40
25
16
1.0
0.63
0.4
2 2 ° 5 g a8 8 8 8 f s = 2 g5 3 8 8 8 8
S 8 8 8 S 8 < < &N F > oc.caocs ————— <
0.00 0.50 0.75 1.25 1.50 2.00
70.90 71.76 79.25 81.57 82.52 84.17
90.90 97.76 99.25 101.57 102.52 104.17
- 115.90 122.76 124.25 126.57 127.52 129.17
150.90 157.76 159.25 161.57 162.52 164.17
) 190.90 197.76 199.25 201.57 202.52 204.17
240.60 24746 248.95 251.27 252.22 253.87
305.60 312.46 313.95 316.27 317.22 318.87

60 % 70%
0.68 0.71
REHT 24-M
12.00
D g& 400
2.0
160
100
63
40
25
16
10
063
04
f
= 0
f
=
2.50 3.00
85.56 86.77
105.56 106.77
130.56 131.77
165.56 166.77
205.56 206.77
255.26 256.47
320.26 32147

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
T 17 1T 1
1 XEHT 0906AESR |
8 2 2 &’ 8 8 8 & 8 f
S 8 8 & S S < = < [=p
4.00 5.00 6.00
88.79 90.39 91.68
108.79 110.39 111.68
133.79 135.39 136.68
168.79 170.39 171.68
208.79 210.39 211.68
258.49 260.09 261.38
323.49 325.09 326.38



& |

80

100
125
160
200
250
315

80
100
125
160
200

®n Y

®® §
@®

80
100
125
160
200

144
148
1.53
158
1.63
1.68
1.74

94.9
114.9
139.9
174.9
2149

fmax
SN
0.51
0.57
0.64
0.72
0.80
0.90
1.01
RPMX APMXI/I
ﬁ T
49 8.4/100
3.7 6.3/100
2.8 4.7/100
2.1 3.5/100
1.6 2.6/100
® DMIN
949 146.0
14.9 186.0
139.9 236.0
1749 306.0
2149 386.0

®)

RPMX
~J
5.0
3.7
2.8
21
1.6

DMAX

190.0
230.0
280.0
350.0
430.0

APMXII
T

8.6/100
6.3/100
4.7/100
3.5/100
2.6/100

©

Blgsiex
o @

44

8.8
8.8
8.8
8.8
8.8

Bhnsvax
onx @
8.8
8.8
8.8
8.8
8.8

DMIN

146.0
186.0
236.0
306.0
386.0

DMAX

189.0
229.0
279.0
349.0
429.0

Bhysax
oun @
1.5
1.5
1.5
1.5
1.5

Blgsuax
onx @
1.5
1.5
1.5
1.5
1.5
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pum
@ 3 5 10 15 20 30 40 50 60 80 100

FE
94.9 E@ 1.067 1.378 1.948 2.386 2.755 3.375 3.897 4357 4772 551 6.161
pum
B 3 5 10 15 20 30 40 50 60 80 100
12.0 //FE 0.537 0.693 0.980 1.200 1.386 1.697 1.960 2191 2.400 277 3.098
i
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B A

45° Face Mill with Positive Design and Internal Coolant
Highly productive 45° face mill utilising single sided SE.. 09 style inserts with APMX of 4.5 mm. Suited for face milling and chamfering. Weldon
and arbor style available, in range from @20 up to @160 mm and with differential tooth pitch. Body treated for longer tool life.

2/PRAMET

S

- __DCON MS
KR | 45 R
AMX | 45mm 1
o
g _,DCON MS
GAMP GAMF Ej z KWW
o A s | o DCON MS fa)
i I3 75' KWw S i i
I o
} ,,,,,,,, [ } </ ’%} ] ‘ | T
B A % \ \
» S y “ ‘ ‘
00 - Y =y i i
@ A\‘45°‘ i 2O 345° 7 IR | ‘
DC DCCB DBC1
oy vv DCX DC - DC
Ll BL DCX < DCX
@ @ DC 32 - 125 mm DC 160 mm
%% 0.06-0.2
: ué L/.l
S 0.06-0.18
s =z = = g . = 2 5 £ 55 O N o] HF
Product = 8 3 § 2 8 3 = g Z S 3 N@“ max. B @ i@
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [l [1
20N2R032B20-SSE09-C 20 298 8 20 - - 32 - - - 50002 2 — 24600 v 026 Gl147 FAOI0 -
K—Jﬂm 25N3R042B25-SSE09-C 25 348 98 25 - - 42 - - - 50002 3 — 22000 v° 044 GI47 FAO10 -
32N4R042B32-SSE09-C 32 4 102 32 - - 42 - - - 52 4 - 19400 v°  0.68 G147 FAO10 -
32A04R-S45SE09F-C 2 & - 16 14 - - 40 84 64 -5 20 4 v’ 19400 v° 024 Gl147 FAO12 -
40A04R-S45SE09F-C 40 52 - 16 14 - - 40 84 64 -5 2 4 v’ 17400 v 030 G147 FAO12 -
50A05R-S45SE09F-C 5 596 - 22 18 - - 40 104 64 -5 2 5 v’ 15600 v 0.56 G147 FAO13 -
63A05R-S45SE09F-C 63 758 - 22 18 - - 40 104 64 -5 2 5 v’ 13900 v© 0.57 G147 FAO13 -
63A06R-S45SE09F-C 63 758 - 22 18 - - 40 104 64 -5 2 6 v’ 13900 v 058 Gl147 FA013 -
80A06R-S45SE09F-C 80 896 - 27 38 - - 50 124 7 50002 6 v’ 12300 v© 114 Gl147 FAO11 AC001
E4 80A08R-S45SE09F-C 80 896 - 27 38 - - 5 124 7 5002 8 v 12300 v' 113 G147 FAO11 ACOO1
100A08R-S45SEQ9F-C 00 110 - 32 45 - - 5 144 8 502 8 v' 11000 v*  1.83 G147 FAO11 AC002
100A10R-S45SE09F-C 00 110 - 32 45 - - 50 144 8 520 10 v© 10900 v© 1.82 GI147 FAO11 AC002
125A09R-S45SE09F-C 125 1345 - 40 60 - - 63 164 9 5002 9 v’ 9800 v~ 3.87 GI147 FAO11 ACO03
125A12R-S45SE09F-C 125 1345 - 40 60 - - 63 164 9 520 12 v 9800 v©  3.87 GI147 FA011 AC003
160C10R-S45SE09F 160 1696 - 40 - 667 - 63 164 9 -5 20 10 v 8700 - 621 G147 FA0O14 -
160C14R-S45SE09F 160 1696 - 40 - 667 - 63 164 9 52 14 v 8700 - 629 G147 FAO14 -
3 = o
C
G147 SEET 09T3AF.. SEMT 09T3AF..
b 25
& @ = I I 5z
FA010 US 3007-T09P 2.0 M3 7.3 - - Flag TO9P -
FAO11 US 3007-T09P 2.0 M3 73 D-TO7P/T09P FG-15 - -
FA012 US 3007-T09P 2.0 M3 73 D-T07P/TO9P FG-15 - HS 0830C
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- S @) = I < &

FAO13 US 3007-T09P 20 M3 13 D-T07P/TO9P FG-15 - HS 1030C
FA014 US 3007-T09P 20 M3 73 D-T07P/TQ9P FG-15 - HS 1240C

2 ® -~

AC001 KS 1230 K.FMH27
AC002 KS 1635 K.FMH32
AC003 KS 2040 K.FMH40
S EET 09 2/PRAMET
g Ic D1 M S
mm] [mm] [mm] [mm]
0973 9.525 3.50 1 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.

Product
Ve f ap 74 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]

: 1 Ll B
Positive design for light to medium machining.

SEET 09T3AFEN 8215 - . 300 014 25 ® 180 013 25 . = = = - - - ®B7 010 20 = = =
M6330 - . 255 014 25 ® 180 013 25 . = = = - - - ®B 7 010 20 = = =
M8330 - . 295 014 25 ® 175 013 25 . = = = - - - B 7 010 20 = = =
M8340 - . 270 014 25 m 160 0.13 25 . = = = - - - P65 010 20 = = =
M9325 - W38 014 25 - - - | - - - - - - - - - - - -
M9340 - . 345 014 25 ®m 205 013 25 . = = = - - - B 8 010 20 = = =
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SEMT 09 PRAMET
Q IC D1 M S
[mm] [mm] [mm] [mm]
0913 9.525 3.50 1 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
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]
ok §
18°
150 Positive design for light to medium machining.
SEMT 09T3AFSN 8215 - . 295 018 1.8 ® 175 0.16 1.8 .280 018 18 - - - - - - - - -
M8330 - M 29 018 18 ® 170 016 1.8 M 275 018 18 - - - - - - - - -
M8340 - W 265 018 18 w1 155 016 18 #1250 018 18 - - - = = = - = -
M9325 - M 365 018 18 - - — M 345 018 18 - - - = =
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X
' )3

y

0]

4

E

S

G &k

&

100
125
160

N

5%

148

2.20

SEET 09

1.28

1.20
1.24
1.29
133
137
14
146
1.50
1.55
1.60

10%

135

1.60

0.23
0.25
0.28
0.32
0.36
0.40
0.45
0.51

15% 20% 25%
1.27 1.22 119

135 1.20 110

SEMT 09 \agi

1.25

400
250
16.0
10.0
6.3
40

16
10
0.63
04

44

30% 40% 50%

1.16

| SEET 09T3AFEN B

60 %

0.68

70%

0.71

\aZi

75% 80% 90 %
1.00 1.00 1.00
1.00 1.00 1.00
0.72 0.74 0.79

100 %

1.00

1.00

1.00

g 2 2 2
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SSN12Z @ @ ! @ 2PRAMET S

45° Face Mill with Positive Design and Internal Coolant
Highly productive 45° face mill utilising single sided SN.. 12 style inserts with APMX of 6.5 mm. Suited for face milling and chamfering. Arbor style
only in range from @50 up to 3250 mm. Body treated for longer tool life.

KAPR | 45° —»DCONMS D
KWW
WM | 65mm - S
|
\ \
owe | GAMF i ‘ i )
i S | \ ‘
! E Y ! !
Ay | BF |
B ) v 3 | ; 45°
4 / | &
. DBCt
B DC .
DCX DCX
A\AAL vvy v - Ll
DC 40 — 125 mm DC 160 — 250 mm
%% 0.12-0.35 ] /]
g oo — = o [ (= o 1 q a p ?
o S [ o o = = (0% E §> ¢
Product = = - § g &8 8 8 3 3 @ max B*f* ﬁ @
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [] [
50A04R-5455N122-C 50 65 40 2 18 - 104 63 55 75 4 - 900 v 048 G156 FAO7T1 -
63A05R-S455N12Z-C 63 78 40 2 18 - 104 63 55 75 5  — 800 v 068 G156 FAO71 -
80A06R-S455N12Z-C 8 95 50 27 38 - 124 7 55 15 6 - 700 v 142 G156 FAO71 AC001
100A07R-S455N12Z-C 00 115 5 32 45 - 144 8§ 55 75 7 - 6900 v 170 G156 FAO71 AC002
5% 125A08R-S45SN12Z-C 125 140 63 40 56 - 164 9 55 75 8 - 6100 v 359 G156 FAO71 AC003
160C10R-S455N12Z 160 173 - 40 - 667 164 9 55 75 10 - 5400 - 630 G156 FAO7T1 -
200C12R-S455N12Z 00 210 - 60 - 1016 257 14 55 75 12— 4900 - 910 G156 FAO71 -
250C16R-S455N12Z 2% 260 - 60 - 1016 257 14 55 75 16 - 4300 - 1187 G156 FAO7T1 -
5 O O
AN
G156 SNKT 1205A2.. SNMT 1205A7..

i g ®) = I <

FA071 US4511-120 5.0 M4.5 n SDRT20-T
2 b o

AC001 KS1230 K.FMH27

AC002 KS 1635 K.FMH32

AC003 KS 2040 K.FMH40
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SNMT 12 2 PRAMET
Q IC D1 S
[mm] [mm] [mm]
1205 12.700 5.20 5.56

D1

00

~N
e 5

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]

0,10
| 07 25° u -
M geometry with highly positive design for medium machining.
SNMT 1205AZSR-M 8215 - . 300 025 32 m 180 023 32 u 285 025 32 - - - ®B75 018 26 - - -
M8330 - . 300 025 32 W 180 023 32 ! 285 025 32 - - - ®m75 018 26 - - -
M8340 - . 275 025 32 W 165 023 32 ! 260 025 3.2 - - - P 65 018 26 = = =
M9315 - M 385 025 32 - - — P365 025 32 - - - - =
M9325 - . 365 025 32 - - - u 345 025 32 - - - - - - - - -
u ligh §
R geometry with positive design for medium to heavy machining.

SNMT 1205AZSR-R 8215 - . 290 027 35 2 170 024 35 u 275 027 35 - - - ®m 70 022 28 = = =
M5315 - #1365 027 35 - - - @345 027 35 - - - - - - - - -
M8330 - M 290 027 35 W 170 024 35 Pl 275 027 35 - - - wm 70 02 28 - - -
M8340 - W 270 027 35 W 160 024 35 P 255 027 35 - - - w 65 02 28 - - -
M9315 - MW 375 027 35 - - - W35 027 35 - - - - -
M9325 - W 355 027 35 - - - @335 027 35 - - - - - - - - -
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SNKT 12

Q IC D1 S

[mm] [mm] [mm]

1205 12.700 5.20 5.56

et

O PRAMET

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 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]
0,10
o BNl §
M geometry with highly positive design for medium machining.
SNKT 1205AZSR-M M8330 - . 305 024 32 W 180 022 3.2 u 285 024 3.2 - - - m75 017 26 - = =
M8340 - . 275 024 32 M 165 022 32 ! 260 024 3.2 - - - |65 017 26 = = =
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o
@)
(@)

X
g

4

0]

4

N

5% 10% 15% 20%
1.48 1.35 1.27 1.22
2.20 1.60 1.35 1.20
SNMT 12-M SNMT 12-R
0.95 1.03
1 ‘ SNMTIZéSAZSh-M !
f
gf£83g°=233 =

130
134
1.39
143
147
153
157
1.62

25%

119

110

\aZt

30%

1.16

SNKT 12-M

159

44

40% 50%

250

| SNMT1205AZSR-R |

16.0
10.0

63

40

25

16
10

0.63

04

0.16

0.25
0.4
0.63
10
16
25

40

60 %

0.68

70%

0.71

\aZ}

40.0
250
16.0
10.0
6.3
40
25
16
1.0
0.63
04

75% 80% 90 %
1.00 1.00 1.00
1.00 1.00 1.00
0.72 0.74 0.79

100 %

1.00

1.00

1.00

@m o v =n o
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BET AL REE

PENTA HD 57° Face Mill with Double Negative Design for Heavy Face Milling
Highly productive 57° face mill utilising double sided PN.. 13 and XN.. 13 style inserts with APMX of 10 mm. Suited for face milling. Arbor style
only in range from @100 up to @315 mm. An insert seat protected with a shim. Body treated for longer tool life.

PENTA HD

2/PRAMET

S

KAPR | 57° S beco
AMX | 100mm DML .
_ Kww =
N4
GAMP GAMF Y
Sie — - ] N
| =
| g N
- -
)
DC 160 — 315 mm
) (vl
DC 100 — 125 mm
%H% 0.20-0.50 @
22 3z8:smOGON alfy
o S w o o = = 0% )
Product = s - § 2 &8 £ 8 3 3 @ max. Bﬁﬁs ﬁ @
(ol (o) el el fml ml (e (] i
100A05R-S57PN13 100 1158 50 32 - - 14.4 8 -8.2 -4 5 - 3400 - 1.22 GI261 FA081 AC002
125A06R-S57PN13 125 1408 63 40 - - 16.4 9 -7 -4 6 - 3100 - 234 GI267 FA081 AC003
160C08R-S57PN13 160 1758 63 40  66.7 - 16.4 9 -6 -4 8 - 2700 - 3.58 G261 FA081T -
onsoso  200C10R-S57PN13 200 2158 63 60 1016 - 25.7 14 -5 -4 10 - 2400 - 9.17 G261 FA081T -
250C12R-S57PN13 250 2658 63 60 1016 - 25.7 14 -5 -4 12 - 2200 - 1539 GI261 FA081 —
315C14R-S57PN13 315 3308 80 60 1016 1778 257 14 -5 -4 14 - 1900 - 2917 G261 FAO81T -
5 © © ©
AN
G261 PNMU 1308DN.. XNGX 1308DNSN PNMQ 1308DN..
D
i ®© £ & @) E I 5
FA081 SPN 13T3DN US 64010-T15P SDRT15P US 68026-T30P 15.0 M8 26 SDRT30P-T
2 @ o
AC002 KS 1635 K.FMH32
AC003 KS 2040 K.FMH40
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O PRAMET

Q BS IC D1 L S

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

1308 3.00 24.400 10.00 13.00 7.94

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 e

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]

o EEEUR (§

QE 31 6°

PNMU1308DNSR-M 8215 - M 165 035 65 #1 95 032
M8330 - M 19 035 65 P 110 032
M8345 - M 135 035 65 ® 80 032
M9315 - M 210 035 65 - -
M9340 - M 170 035 65 K1 100 032
Q BS IC D1 L S
[mm] [mm] [mm] [mm] [mm]
1308 300 24400 1000  13.00  7.94
M
RE
Product ” c - w ‘

[m/min] [mm/tooth] [mm]

[m/min] [mm/tooth] [mm]

M geometry with positive design for rough machining.

65 M 155 035 65
180 035 65

195 035 6.5

6.5
6.5

5

(=2}

NN

45
30

0.28
0.28
0.28

0.28

ap Ve f ap

[m/min] [mm/tooth]  [mm]

Ve f

[m/min] [mm/tooth]

ap
[mm]

Ve

[m/min] [mm/tooth] [mm]

S

f

52 m 30 015 1.0
52 m 35 015 1.0
5.2 > = 0=
015 1.0

D/PRAMET

H

ap Ve f ap

[m/min] [mm/tooth]  [mm]

PNMQ 1308DNSN

398
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15

M8330
M8345

e WS

- ® 165 060 65
- P 120 060 65

Zero rake angle design particularly suited to rough machining.

- W 155 060 65

- 30 015 10



44

O PRAMET

XNGX 13

Q IC D1 S
[mm] [mm]

[mm]

1308 24.180 10.00 7.94

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

Product - Ve f ap Ve f ap Ve f ap Ve f ap Ve f ap e 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]

WS

Wiper design for improved surface finish.

XNGX 1308DNSN M8330 - W 245 045 25 - - - W20 045 25 - - - - - - - - -
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a.

:

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

d @) [

148 1.35 1.27 1.22 119 1.16 111 1.08 1.05 1.03 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
= Xx.f
0.64 0.64 0.64 0.64 0.64 0.65 0.65 0.67 0.68 0.71 0.72 0.74 0.79 1.00
= x.f
' PNMU 13-M PNMQ 13 XNGX 13
. 3.00 3.00 12.71

E
S 8
b
E
B3
B2
E
5 =
5 s
g

|___PNMU 1308DNSR-M I . 1 PNMQ 1308DNSN I | XNGX1308DNSN I
16.0 16.0 16.0
100 100 100
6.3 6.3 63
40 40 40
25 25 25
16 1.6 16
1.0 10 1.0
0.63 0.63 0.63
04 04 04
v EE 2838 ¢= =233 = o £ = =838 ¢= =233 = o 2= =583 8 = =233 =

15Nm

400



ECON HN 60° Face mill with Double Negative Design for Cast Iron
Highly productive 60" face mill utilising double sided HN.. 09 style inserts with APMX of up to 6 mm (depending on insert type). Optimized for
face milling in cast iron. Arbor style only in range from @80 up to 200 mm. Body treated for longer tool life.

M4

» DCON MS

KWW

2/PRAMET

C

-
|
o
APMX
%
LF

LT AT TR
& 207)

DCX

%H% 0.07-0.3 @
g [ [~ 1 N
Product = s - § = = S S @ © @ i eA [
fmn o o] o] (] fmn § [

80A08R-C60HNO9 80 89.4 50 27 12.4 7 -5 -71.2 8 - 6200 - 1.45 GI262  FA094
80A12R-C60HNO9 80 89.4 50 27 12.4 7 -5 -7.2 12 - 6200 - 139 GI262  FA094
100A10R-C60HNO9 100 109.4 50 32 14.4 8 -5 -7.2 10 - 5600 - 244 G262 FA095
100A16R-C60HN09 100 109.4 50 32 14.4 8 -5 -71.2 16 - 5600 - 232 GI262  FA095

onsoso  125A12R-C60HNO9 125 134.4 63 40 16.4 9 -5 -71.2 12 - 5000 - 423 GI262  FA096
125A20R-C60HNO9 125 134.4 63 40 16.4 9 -5 -71.2 20 - 5000 - 4.09 GI262  FA096
160C16R-C60HN09 160 169.4 63 40 - - -5 -7.2 16 - 4400 - 6.20 GI262  FA091
200C20R-C60HN09 200 209.4 63 60 - - -5 -7.2 20 - 3900 - 11.08  GI262  FA091

5 @ @

I

GI262 HNEF 0905.. HNMF 0905..

DY I

e O ‘@) = 5 % &

FA091 US 74016-T15P 35 M4 16 D-TO8P/T15P FG-15 -

FA094 US 74016-T15P 35 M4 16 D-TO8P/T15P FG-15 HS 1230C

FA095 US 74016-T15P 3.5 M4 16 D-TO8P/T15P FG-15 HS 1635C

FA096 US 74016-T15P 3.5 M4 16 D-TO8P/T15P FG-15 HS 2040C

401



Q IC

mm]

0905 16.200

Product

HNEF 0905DNFN-F

HNEF 090508EN-M

HNEF 0905ZZR-W

402

44

L S
[mm] [mm]
9.40 5.64

RE P M
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]
L]
100 e } \E
$ F geometry with positive design for light machining.
M5315 04 - - - - - - W38 015 15
o ¥ E
M geometry with positive design for light to medium machining.
M5315 038 = = = = = = .290 018 3.0
M9325 038 = = = = = = .275 018 3.0
—
i WE
W geometry positive design for finishing.
8215 0.8 = = = = = = .275 018 1.0
M5315 038 = = = = = = .370 018 1.0

ve f

[m/min] [mm/tooth]

ap

[mm]

S

74 f ap

[m/min] [mm/tooth] [mm]

D/PRAMET

H

74 f ap

[m/min] [mm/tooth]  [mm]
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O PRAMET

Q IC L S

[mm] [mm] [mm]

0905 16.200 9.40 5.64

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 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]
woon
o
R geometry with negative design for light and heavy machining.
HNMFO90516SN-R 8215 16 - - - - - - m2a0 03 30 - - - - - - - - -
M5315 16 @ - - - - - - ma225 03 30 - - - - - - - - -
M9325 16 @ - - - - - - m» 03 30 - - - - = - -

403
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e 5% 10% 15% 20% 25% 30% 40 % 50 % 60 % 70% 75% 80 % 90 % 100 %
@ 148 1.35 1.27 1.22 1.19 1.16 11 1.08 1.05 1.03 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 0.65 0.67 0.68 0.71 0.72 0.74 0.79 1.00
= x.f
ﬁ HNEF 09-F HNEF 09-M HNMF 09-R HNEF 09 ZZL-W HNEF 09 ZZR-W
\BDS/ 1.20 - - 1.26 1.26

% 40.0 1 1 1 1 ] ap ‘ 40.0 T T T T T a ‘ 40.0 T T T T T
20 [ HNEFOS0SDNFN-E |-~ ﬁ %0 [ HNEFo%0s08EN-M_ | ﬁ %0 [ HNMFos0s16SNR_ |-
16.0 16.0 16.0
10.0 10.0 10.0
6.3 63 63 =
4.0 4.0 40
25 \ 25 25
1.6 16 16
1.0 1.0 1.0
0.63 0.63 0.63
04 04 0.4
f f f
0 8 2283822183 = © 822838223 = 0 8 228338322373 =
ap 40 i i i i i ap 400 i i i i i
ﬁ 250 [ nNEFososzzLw || ﬁ 50 [ HNEFososzzRW ||
16.0 160
10.0 100
6.3 63
40 40
25 \ 25 \
16 16
1.0 10
0.63 0.63
04 04
f f
0§ 2283822188 = 1 5 2 2832 382 2133 =

i @
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ROUGH SB 60° Face Mill with Positive Design for Heavy Face Milling
Highly productive 60° face mill utilising single sided SB.. 22 style inserts with APMX of 15 mm. Optimized for heavy face milling with smooth
cutting action. Differential tooth pitch. Arbor style only in range from @125 up to @315 mm. Body treated for longer tool life.

ROUGH SB
KAPR | 60°
APMX 15.0mm
‘ A _,..DCONMS
Ol ,<DCON Ms g KWW
_GAMP ”””7¥AMF E - KWW ! . ! |
] [ S ‘ ‘ T 1 !
| . Nzin |
| <X99 w L_IL ‘ ‘ ‘ ‘
— J‘ ! |
60° | 60°
LA 7 ), ‘ ‘ ™
DCCB DBC1
DC DBC2

< DCX - < DC >
\ 4 _ DCX |
DC 125 mm ' |

DC 160 — 315 mm

%H% 0.15-0.5 @
g o — ~ = a [ [ o 1 q a I ?
o S L o o = = o dl’
Product = & = § 2 8 8 £ 2 § 3 @ @ B*f* eA ﬁ @
[mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm] [l [l
125B05R-F60SB22X 125 1444 63 40 56 - - 16.4 9 -9 9 5 v - - 3.88 Gl144 FA111 AC003
125B07R-F60SB22X 125 1444 63 40 56 - - 164 9 -9 9 7 4 - —  3.64 GI144 FA111 AC003
160C06R-F60SB22X 160 1787 63 40 - 667 - 164 9 -9 9 6 4 - - 651 G144 FAN4 -
160C08R-F60SB22X 160 1787 63 40 - 667 - 164 9 -9 9 8 v - - 630 G144 FAT4 -
200C08R-F60SB22X 200 2179 63 60 - 1016 - 257 14 -9 9 8 v - - 1059 GI144 FAT15 -
onsso  200C10R-F60SB22X 200 2179 63 60 - 1016 - 257 14 -9 9 0 Vv - - 981 G144 FATT5 -
250C09R-F60SB22X 250 2674 63 60 - 1016 - 257 14 -9 9 9 4 - — 1754 G144 FATT5 -
250C12R-F60SB22X 250 2674 63 60 - 1016 - 257 14 -9 9 12 v - - 1650 GI144 FA115 -
315C11R-F60SB22X 315 3318 80 60 - 1016 1778 257 14 -9 9 1 v - - 3600 GI144 FA115 -
315C14R-F60SB22X 315 3318 80 60 - 1016 1778 257 14 -9 9 14 Vv - - 36,50 GI144 FA115 -
3 ] B
AN
G144 SBKX 2207DZ.. SBMR 2207DZ..
¥
% © o® o © =
FA111 LNX 220616 US 6013-T20P SDRT20P-T KU SBMR 2207 DS01Z KL 04 -
FA114 LNX 220616 US 6013-T20P SDRT20P-T KU SBMR 2207 DS01Z KL 04 HS 1240
FA115 LNX 220616 US 6013-T20P SDRT20P-T KU SBMR 2207 DS01Z KL 04 HS 1655
i} @ &
AC003 KS 2040 K.FMH40
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Q M S BS
[mm] [mm] [mm] [mm]
2207 22.000 3 8.00 1.99
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]
oo b
o (s
Stable design for heavy machining.
SBMR 2207DZSR M8326 - ® 140 038 85 - - - Pl 130 038 85 - - - - - - - - -
M8346 - M 120 038 85 P 70 038 85 || - - - - - - - - - - - -
M9325 - W 175 038 85 - - - M 165 038 85 - - - - = - - = -
0,29
sw #bi ©
13°
% R geometry with stable design for heavy machining.
SBMR 2207DZSR-R M5326 - P 160 044 98 - - — M 150 044 98 - - - - - - - -
M8326 - W 135 044 98 - - — P 125 044 98 - - - - - - - - -
M8346 - W 115 044 98 W 65 040 98 || - - - = = =
OPRAMET
g M S BS
[mm] [mm] [mm] [mm]

2207 22.000 3 8.00 11.84
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations
i M N s H
Product
Ve f ap Ve 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]
w (E
Gw Zero rake wiper design for improved surface finish.
SBKX 2207DZER M8326 - ® 100 060 85 - - - [Pl 95 060 85 - - - = =
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5% 10% 15% 20% 25% 30% 40% 50% 60 % 70% 5% 80% 90 % 100 %

X.V 1.48 1.35 1.27 1.22 1.19 1.16 11 1.08 1.05 1.03 1.00 1.00 1.00 1.00
@ 1.35 1.20 1.10 0.85 0.75
= Xx.f
0.64 0.64 0.64 0.65 0.67
= x.f
J% SBMR 22-R SBKX 22
BS
\D/ 1.99
; i i i i i ap ; 40 i i i i i ap { 400 i i i i i
ﬁ 1 SBMR 2207DZSR ] ﬁ 250 1 SBMR 2207DZSR-R } 1 ﬁ 250 1 SBKX 2207DZER -
- 16.0 -~ 16.0 -
10.0 10.0
63 63
4.0 4.0
25 25
1.6 16
1.0 1.0
0.63 0.63
04 04
f f f
g 282833822233 = © 8228382203 = ©o 8228382223 =
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