















































































































































Milling cutters
Fraises

Fraser

Avutomatic
lathes

s

Ceramic
tools
Parting &
grooving

REF. D L d L2 rmin rmax Z ADMW F-‘
116.01601 16 120 20 35 1,0 3,0 1 1503R1.0/2.5 138 515 1
116.01603 16 120 20 35 3,5 6,0 1 1503R3.0/6.0 138 515
L
L2
Eﬁ
b |\
N
REF. r s d
ADMW 1503R1.0-C 1,00 3,18 9,52
ADMW 1503R1.5-C 1,50 3,18 9,52
ADMW 1503R2.0-C 2,00 3,18 9,52
ADMW 1503R2.5-C 2,50 3,18 9,52
ADMW 1503R3.0-C 3,00 3,18 9,52
ADMW 1503R3.5-C 3,50 3,18 9,52
ADMW 1503R4.0-C 4,00 3,18 9,52
ADMW 1503R4.5-C 4,50 3,18 9,52
ADMW 1503R5.0-C 5,00 3,18 9,52
ADMW 1503R6.0-C 6,00 3,18 9,52

For more information see page: A.36

Threading

s

Arbors &
adaptors

For more information see page: A.36

KIT 116 REF. D L d L2 rminrmax Z ADMW g
116.01601 16 120 20 35 1,0 3,0 1 1503R1.0/2.5 138 515 A S
116.01603 16 120 20 35 3,5 6,0 1 1503R3.0/6.0 138 515

L
L2
Eﬁ
b |
N
REF. r s d

ADMW 1503R1.0-C 1,00 3,18 9,52
ADMW 1503R1.5-C 1,50 3,18 9,52
ADMW 1503R2.0-C 2,00 3,18 9,52
ADMW 1503R2.5-C 2,50 3,18 9,52
ADMW 1503R3.0-C 3,00 3,18 9,52
ADMW 1503R3.5-C 3,50 3,18 9,52
ADMW 1503R4.0-C 4,00 3,18 9,52
ADMW 1503R4.5-C 4,50 3,18 9,52
ADMW 1503R5.0-C 5,00 3,18 9,52
ADMW 1503R6.0-C 6,00 3,18 9,52
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Milling cutters
Fraises
Fréaser

Automatic
lathes
Ceramic
tools

Puriing &

grooving

Threading

231 REF. D L d L2 rminrmax Z  ADMW «* 5
231.1701 17 120 16 30 1,0 2,5 1 1503R1.0/2.5 138 SIS
231.1703 17 120 16 30 3,0 60 1 1503R3.0/6.0 138 918
REF. r s d
ADMW 1503R1.0 1.0 3,18 9,562
ADMW 1503R1.5 1.5 3,18 9,562
ADMW 1503R2.0 2.0 3,18 9,52
ADMW 1503R2.5 2.5 3,18 9,52
ADMW 1503R3.0 3.0 3,18 9,52
ADMW 1503R3.5 3.5 3,18 9,52
ADMW 1503R4.0 4.0 3,18 9,562
ADMW 1503R4.5 4.5 3,18 9,52
ADMW 1503R5.0 5.0 3,18 9,52
ADMW 1503R6.0 6.0 3,18 9,52

For more information see page: A.36

235 REF. D L d L rminrmax Z ADMW «* S
235.02201 22 120 20 35 1,0 2,5 1 1503R1.0/2.5 138 515
235.02203 22 120 20 40 3,0 6,0 1 1503R3.0/6.0 138 515
REF. r s d
ADMW 1503R1.0 1.0 3,18 9,52
ADMW 1503R1.5 1.5 3,18 9,52
ADMW 1503R2.0 2.0 3,18 9,52
ADMW 1503R2.5 2.5 3,18 9,52
ADMW 1503R3.0 3.0 3,18 9,62
ADMW 1503R3.5 3.5 3,18 9,52
ADMW 1503R4.0 4.0 3,18 9,52
ADMW 1503R4.5 4.5 3,18 9,52
ADMW 1503R5.0 5.0 3,18 9,52
ADMW 1503R6.0 6.0 3,18 9,52

For more information see page: A.36




Milling cutters
Fraises

Fraser

KiMu

Avutomatic
lathes
Ceramic
tools
Parting &
grooving

»

Threading

Arbors &
adaptors

REF. D L2 rmin rmax Z
231.1701 17 1503R1.0/2.5 138 515
231.1703 17 120 30 3,0 6,0 1503R3.0/6.0 138 515
d_,
L
REF. r s d
ADMW 1503R1.0 1.0 3,18 9,52
ADMW 1503R1.5 1.5 3,18 9,52
ADMW 1503R2.0 2.0 3,18 9,52
ADMW 1503R2.5 2.5 3,18 9,52
ADMW 1503R3.0 3.0 3,18 9,52
ADMW 1503R3.5 3.8 3,18 9,52
ADMW 1503R4.0 4.0 3,18 9,52
ADMW 1503R4.5 4.5 3,18 9,52
ADMW 1503R5.0 5.0 3,18 9,52
ADMW 1503R6.0 6.0 3,18 9,52

For more information see page: A.36
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Milling cutters

Fraises
Fraser

Automatic
lathes

Ceramic
tools

162-163-164 REF. DL Y DminDmax Z TC.. Ll ’ S
162.020 20 100 10°-80° 5 20 1 1102.. 621 125 445 507
163.025 25100 10°-80° 5 23 1 16T3.. 626 140 476 515
164.025 2517510°-80° 5 23 1 16T3.. 626 140 476 515
REF. I s d o
TC.. 1102.. 11,00 2,38 6,35 .
TC.. 16T3.. 16,50 3,97 9,52 d /x/ \
/\S
1
For more information see page: A.51,52 L -
KIT MULTICUT  rer D L Y Dwn Dmax TC. ® S,
162.020 20 100 10° 5 26  1102. 621 125 507
20 100 20° 8 27  1102. 621 125 507
20 100 30° 10 27  1102. 621 125 507
20 100 40° 13 27  1102. 621 125 507
20 100 45° 14 27  1102. 621 125 507
20 100 50° 15 27  1102. 621 125 507
20 100 60° 17 26 1102. 621 125 507
20 100 70° 19 25  1102. 621 125 507
20 100 80° 20 24  1102. 621 125 507
163.025 25 100 10° 5 32 16T3. 626 138 515
25 100 20° 6 33  16T3. 626 138 515
25 100 30° 7 34  16T3. 626 138 515
25 100 40° 10 33  16T3. 626 138 515
25 100 45° 11 33  16T3.. 626 138 515
25 100 50° 13 32 16T3. 626 138 515
25 100 60° 16 31  16T3. 626 138 515
25 100 70° 19 29  16T3. 626 138 515
25 100 80° 23 27  16T3. 626 138 515

Parting &
grooving

Threading

30°

80°

REF.

TC.. 1102..
TC.. 16T3..

11,00
16,50

For more information see page: A.51,52

Arbor:
adaptors




Milling cutters
Fraises

Fraser

KiMu

Avutomatic
lathes
Ceramic
tools

Dmin Dmax Z ADMW

125-126 REF. D L L
125.025 25 104 37 26,5 33,0
126.025 25 178 37 26,5 33,0

1503
1503

L,

6925 140 476 515
6925 140 476 515

L1

Parting &
grooving REF.
ADMW 1503R1.0
ADMW 1503R1.5
Threading

ADMW 1503R3.0
ADMW 1503R3.5
ADMW 1503R4.0
ADMW 1503R4.5
ADMW 1503R5.0

-

OB DWWNN — —
OULOULOULOU,Oo

("]

Q0 0o 00 0o 0O CO QO 0o Co

d

9,52
9,52
9,52
9,52
9,52
9,52
9,52
9,52
9,52

For more information see page: A.36

135-136 REF, D L L

135.025
136.025

ADMW 1503R2.0
ADMW 1503R2.5

Dmin Dmax Z ADMW

25 104 37 26,5 34,0
25 178 37 26,5 34,0

1503
1503

orp>

696 140 476 515
696 140 476 515

Arbors &
adaptors

L
e..
E )

REF. r s d
ADMW 1503R1.0-C 1,0 3,18 9,52
ADMW 1503R1.5-C 1,5 3,18 9,52
ADMW 1503R2.0-C 2,0 3,18 9,52 r
ADMW 1503R2.5-C 2,5 3,18 9,52
ADMW 1503R3.0-C 3,0 3,18 9,52
ADMW 1503R3.5-C 3,5 3,18 9,52
ADMW 1503R4.0-C 4,0 3,18 9,52
ADMW 1503R4.5-C 4,5 3,18 9,52
ADMW 1503R5.0-C 5,0 3,18 9,52
ADMW 1503R6.0-C 6,0 3,18 9,52

For more information see page: A.36
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Milling cutters
Fraises
Fréaser

174-175

REF. D L

174.025 29 101 1

175.025

Y
0°

29 176 20°

30°
40°
45°
50°
60°
70°
80°

Dmin Dmax Z SC..

7,5
10,0
13,0
16,5
17,5
19,0
22,0
24,5
27,0

300 1
320 1
25
33,5
335
33,5
38,5
2B
31,0

1204..
1204..

;L)

697 734 476 520
697 734 476 520

Automatic
lathes

Ceramic
tools

Puriing &

grooving

Threading

REF. | s d
SC.. 1204.. 12,70 4,76 12,70 *
W K
}
For more information see page: A.47,48
304-314 REF. D d L z CCKT P B )'
304.012 12 16 100 1 060204 156 - 507
304.016 16 16 100 2 060204 / 080308 155 148 507 508
304.020 20 20 125 2 080308 / 097308 148 138 508 515
304.025 25 25 125 2 09T308 / 120408 138 144 515 -
314.012 12 16 150 1 060204 155 - 507 -
314.016 16 16 175 2 060204 / 080308 155 148 507 508
314.020 20 20 175 2 080308 / 097308 148 138 508 515 d
314.025 25 25 200 2 097308 / 120408 138 144 515 - ‘ |
T
L
e 1
| b ‘
REF. I s d
CCKT 0602.. 6,45 2,38 6,35
CCKT 0803.. 8,05 3,18 7,94
CCKT 09T3.. 9,65 3,97 9,52
CCKT 1204.. 12,90 4,76 12,70

d

Arbors &
adaptors

For more information see page: A.38 - - I



Milling cutters
Fraises
Fréaser

KiMu

Automatic
lathes
Ceramic
tools

Parting &
grooving
Threading

KIMU
CCKT

Extra clearance for
downward applications

KMy
CCKT

Multiple applications - Side milling,
drilling and face milling

KIT CCKT REF. Dd L L2 a Z CCKT fLS D
304.012 12 16 100 25 5,0 1 060204 155 - 507 -
304.016 16 16 100 25 50 2 060204/080308 155 148 507 508
304.020 20 20 125 32 7,0 2 080308/09T308 148 138 508 515
304.025 25 25 125 40 7,6 2 097308/120408 138 144 515 520 d
314.012 12 16 150 25 50 1 060204 155 - 507 - =
314.016 16 16 175 25 50 2 060204/080308 155 148 507 508 L _
314.020 20 20 175 32 7,0 2 080308/09T308 148 138 508 515
314.025 25 25 200 40 7,6 2 097308/120408 138 144 515 -
L
B
a
o]}
Side slot Downward Pocketing Boring Boring Profiling
milling cutting Expanding

KiMuU
CCKT

Two effective cutting teeth

Arbors &
adaptors

REF.

CCKT 0602..
CCKT 0803..
CCKT 09T3..
CCKT 1204..

6,45
8,05
9,65
12,90

2,38
3,18
4,00
4,76

(0)615)
7,94
9,52
12,70

For more information see page: A.38




Milling cutters
www.kimumecanic.com 7 Fraises

Fraser

REF. D

961.018 18 10,5 20 112 62 47 40 25 1 0602. 1565 507
961.020 20 13,0 20 113 63 52 45 25 1 0602. 155 507
961.024 24 15,0 20 118 68 57 50 25 1 0602. 1865 507
961.026 26 17,0 20 128 78 67 60 25 1 0602. 125 507
961.030 30 19,0 20 138 88 77 70 25 1 0602.. 125 507
961.033 33 21,0 20 152 102 82 75 25 1 0Q9T3. 138 515

Avutomatic
lathes

Ll
REF. [ s d \ .
cc.. 0602.. 6,45 2,38 6,35 - Ceramic
CC.. 09T3.. 9,65 3,97 9,52 E tools

For more information see page: A.38

Parting &
REF. D dmin d L L1 L2 L3 D1 Z CC./TC. ’ ){ grooving
962.015 15 10 20 105 55 42 35 25 1 0602.. 155 507
962.020 20 14 20 110 60 47 40 25 1 0602.. 155 507
962.023 23 17 20 120 70 57 50 25 1 1102.. 125 507
962.027 27 21 20 140 90 77 70 25 1
962.031 31 24 20 150 100 87 80 25 1

1102.. 125 507
1102.. 125 507 Threading

REF‘ I s d | “: :
CC.. 0602.. 6,45 2,38 6,35

TC.. 1102.. 11,00 2,38 6,35

For more information see page: A.38,51,52

Arbors &
adaptors



Technical information

Information technique K'Mu

Technische Auskunft

Automatic
lathes

Parting &
grooving
Threading

Solid
carbide
Boring
heads
Arbors &
adaptors

Since the advent of the Torx screw it has been possible to
hold with complete safety positive inserts with center hole.
Our range covers all the screw clamping permutations.

Dés I'apparition de la vis TORX il est possible de fixer
avec sOreté les plaquettes positives avec trou central.
Notre gamme couvre foutes les possibilités de fixation
avec vis.

Grinded high accurancy center screws ensures that the
insert is firmly fixed. This clamping system is only used for
finishing applications.

Des vis centrales rectifiés de précision garantissent que la
plaguette soit solidement fixée. Ce systéme de serrage est
uniquement utilisé pour les applications de finition.

Heavy duty work require good fixation, for this purpose we
have as designed our double clamping system, one of the
safest available.

Les travaux lourds exigent une bonne fixation, pour ce but
nous avons concu notre systéme de double fixation, 'une
des plus sOrs disponibles.

This easy and clean clamping system has been designed
for the high feed cutters with flat inserts. The wedge screw
clamping system offers good chip evacuation and easy use.

Ce systtme de serrage facile et propre a été concu pour
les fraises & grande avance avec des plaquettes plates.
Le systtme de serrage avec la vis-cale support offre une
bonne évacuation des copeaux et une utilisation facile.
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Profile milling - Fraisage de profils -

Roughing ball bose - Fraises hémisphériques pour ébauche -

Applications
Applications
Anwendungen

354-355
Roughing (Cylindric)

>
—

356
Roughing (Morse)

D

IN.. 25

Page K.58 N 32

IN.. 32

Page K.58 INL 50

Finishing ball nose - Fraises hémisphériques pour finition -

236-237

Copy applications
(Finishing
Cylindric)

853-854

Copy applications
(Finishing
Morse)

856

Copy applications
(Finishing y
Modular) [>

880-881

Copy applications
(Finishing
Cylindric)

883-884

Copy applications
(Finishing
Morse)

886

Copy applications

(Finishing
Modular)

WPR 10 WPR 20 WPR 10 RPR 10 RPR 20 RPR 10
Page K.60 WPR 32 Page K.60 WPR 32 Page K.60 WPR 25 Page K.61 RPR 32 Page K.61 RPR 32 Page K.61 RPR 25
Toroidal cutters - Fraises toroidales - High feed - Grande avance -
891 Back draft cutter Cylindric | | 896 Back draft cutter Modular 165 166 140
High feed High feed High feed

D

>
—

MTK 12
MTK ..

Page K.62 MTK 25

MTK 10
MTK ..

Page K.62 MTK 25

D
b—)

>
.,—‘

Page K-65  yprw 0904..

Page K-65 ypw 1204..

Page K.65

SP. 1203..

Round inserts - Fraises avec plaquettes rondes -

321-32:-339

Round milling

D
W

35:-330

Round milling

>

329-331

Round milling

D

251

Round milling

D

RD.. 0702..

Page K68 35 1604

RD.. 0702..

Page K-68  ¢p 1404..

RD.. 12T3MO
Page K-68  pp’ 1404m0

Page K-69" gpy. 1204..

Aluminium die cutting - Fraisage de moules en aluminium -

144 General application

>

244

General application

D
J!_@

VC.. 1103..

Page K.-72° v 5005,

Page K-72° e 9905

Automatic
lathes

Ceramic
tools

Parting &
grooving

Threading

Cartridges

Arbors &
adaptors



Fraser

Milling cutters
Fraises

Automatic
lathes

KiMu

Ceramic
tools

Threading

Brazed
tools

Solid
carbide
Boring
heads

Arbors &
adaptors

354-355 REF. D d L L2 Z IN. S =
354.025 25 25 115 57 2 25 131 535
354.032 32 32 115 57 2 32 159 522
355.025 25 25 150 76 2 25 131 535
355.032 32 32 150 76 2 32 159 522
REF. | s d
IN.. 25 4,5 /
IN.. 32 5,6 b
For more information see page: A.44,45 —
356 4 REF. P K L L2 Z IN. &S / K =
356.032 32 4 228 119 2 32 159 522 ‘ ‘
356.040 40 5 231 95 2 40 150 522
356.050 50 5 231 95 2 50 490 562
REF. I s d NS s
IN.. 32 5,6 16,0 s
IN.. 40 56 20,0 d
IN.. 50 7,9 25,0
For more information see page: A.44,45
ae
L] LI
Recommended cutting conditions 1
Slotti AL
otting
3500 440 2800 550 2330 720 1430 440
::;J:Lan‘eels 150-250 0,06-0,2 Vc=220m/min Ve=180m/min
ap=0,3D
3180 ‘ 330 ‘ 2550 ‘ 450 ‘ 2120 ‘ 420 1270 ‘ 340
(AZI:)‘:)y-:;eOeII:B) 150-230 0,05-0,2 Ve=200m/min Ve=160m/min
ap=0,3D
2070 ‘ 110 ‘ 1660 ‘ 210 ‘ 1380 ‘ 180 870 ‘ 170
(Azlljo-égiﬁilé) 100-160 | 0,03-0,15 Ve=130m/min Ve=110m/min
ap=0,3D
Hardened Steels 1100 ‘ 50 ‘ 890 ‘ 80 ‘ 740 ‘ 80 560 ‘ 100
Pre-Harden Steels 60-120 0,02-0,13 Ve=70m/min
(40-45 HRC) ap=0,3D
3500 | 440 | 2800 | 460 | 2330 | 540 1430 | 540
::‘IuSs(t)Il'lr;)n 140-240 0,06-0,2 Ve=220m/min Ve=180m/min
ap=0,3D
Note

-These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine and work-piece conditions.
-For long type please reduce speed and feed by 70%.
-In case of using Long Shank Type, no relation to diameters, basic conditions are:

h n=700min" Vf=210m/min ap=0,1D ae=0,3D
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Cutting data
Conditions de coupe

Schnittbedingungen

Recommended cutting conditions

ae

° 0 ° ap
Side Milling :
0.15.04 | 3590 4200 2800 3360 2330 2800 1430 1720
Carbon Steels b b Vc=220m/min _ap<=1,0mm ae=0,3D
(200 HB) 150-250 0103 2500 [ 650 [ 2600 | 860 [ 2330 [ 720 [ 1430 [ 540
o Vc=220m/min  ap=0,5mm ae=0,3D
01506 3180 | 3820 [ 2550 [ 3060 [ 2120 | 2550 [ 1270 [ 1530
Alloy Steels ! ! Vc=200m/min _ap<=1,0mm ae=0,3D
(200-250 HB) 120-200 00803 |_2180 | 540 [ 2550 [ 660 [ 2120 [ 580 [ 1270 [ 410
i Vc=200m/min _ap=0,5mm ae=0,3D
0,08.0,6 |—2070 [ 2500 | 1660 | 2000 [ 1380 | 1650 | 870 | 1050
Alloy Steels 60120 ! ! Vc=130m/min  ap<=1,0mm ae=0,3D
(25-35 HRC) 0,05.0.3 —2070 | 440 | 1660 | 540 | 1380 460 | 870 | 330
4 4 Vc=130m/min  ap=0,5mm 0e=0,3D
Alloy Steels 0,07-0,6 —110 [ 1330 | 890 [ 1070 \: 740 | 900 [ 560 | 670
Pre-Harden Steels 50.100 Vc=/0m/min _ ap<=1,0mm 0e=0,3D
(30-45 HRC) ) | [ 150 | 890 [ 200 [ 740 | 200 | 560 | 100
! ! Vc=/0m/min _ ap=0,5mm 0e=0,3D
015.12 |—3500 [ 4200 | 2800 [ 3360 | 2230 | 2800 | 1430 | 1720
Cast Iron ! ! Vc=220m/min __ap<=1,0mm ae=0,3D
(150HB) 120-240 0103 3500 | 650 | 2800 | 900 | 2230 | 900 | 1430 | 540
e Vc=220m/min ap=0,5mm ae=0,3D
Note

-The cutting data in the table show conditions for VB30=0,3mm (flank wear 30min tool-life).

Overhang is the length below the chuck (I b)

-RPM for high-speed machines is calculated using the following formula:

- Actual Maximum Cutting Speed:

ap=0,5mm and Tmm

Maximum Cutting Speed at boundary of contact part with work

material under the above recommended cutting condition

Revolution Speed =

500 X Actual Maximum Cutting Speed

TUX\/ 2 x R x ap-ap?

e

- Cutting conditions on high-speed machine tools are recommended for contourning path milling.

- 3-5° slant milling is recommended for pocketing using a 70% feed rate, please reduce slant angle below 3°for harder materials. Please use machine guards

when cutting steel due to flying chips.

Deep Side Milling

carbon Steel 2700 420 2160 530 1800 440 1110 420

arbon eels

(200 HB) 120-200 0,08-0,2 Vc=170m/min Vc=140m/min
ap=1,2D ce=0,1D

2550 | 320 | 2040 430 1700 | 350 1270 | 410

Alloy Steels 120-200 | 0,06-0,2 = i = i

(200-250 HB) - ,06-0, Vc=160m/min Vc=130m/min
ap=1,2D 0e=0,1D

Allow Stecl 1750 | 220 | 1400 330 1170 | 270 790 | 300

t

(@5asHikC) 100-160 | 0,05-0,15 Ve=110m/min Ve=100m/min
ap=1,2D 0e=0,1D

Hardened Steels 90 | 70 | 760 | 100 640 | 100 480 | 90

Pre-Harden Steels 60-120 0,04-0,13 Vc=60m/min

(40-45 HRC) ap=1,2D ae=0,1D

castt 2700 | 420 | 2160 530 1800 | 440 1110 | 420

1

(1"550“’;)" 140-220 | 0,08-0,2 Ve=170m/min Ve=140m/min

ap=1,2D ae=0,1D

Automatic
lathes

Ceramic
tools

Parting &
grooving

Threading

Cartridges

Brazed

-
o
o
©

Arbors &
adaptors



Milling cutters

Fraises . . ‘ K'Mu

Fraser

236-237 REF. D d L z d
m , 236.010 10 12 105 2 10 152 535 |
// 236.012 12 16 105 2 12 132 592
/ 236.016 16 20 105 2 16 134 522
236.020 20 25 125 2 20 139 522
236.025 25 32 125 2 25 142 537
236.032 32 32 125 2 32 160 537
Turning 237.010 10 12 150 2 10 152 535 L

237.012 12 16 160 2 12 132 522
237.016 16 20 180 2 16 134 522
237.020 20 25 200 2 20 139 522
237.025 25 32 220 2 25 142 537
237.032 32 32 250 2 32 160 537

Avutomatic ©

lathes D ‘

- REF. | s d . 1
| I
Ceramic - \ WPR 10 - 2,40 10,00 i

i WPR 16 - 3,00 16,00

3 WPR 20 - 3,00 20,00

WPR 25 - 4,00 25,00

WPR 32 - 5,00 32,00 For more information see page: A.58
Parting & /
grooving , REF. D K L L2 Z WP , )
/
853.020 20 3 190 115 2 20 139 522 - -
/ 854.025 25 4 215 135 2 25 142 537 \ = !
854.032 32 4 268 160 2 32 160 537 o

‘\
Threading ‘\ “
- |

- N

Cartrid REF. 1 s d N —
) . WPR 20 - 3,00 20,00 f

WPR 25 - 4,00 25,00 d—

For more information see page: A.58

WPR ’ f

WPR 32 i 5,00 32,00 @
M

REF. D L M D1 y 4
856.010 10 23 M6 6,5 2 10 152 5185 ~ "
856.012 12 23 M6 6,5 2 12 132 520
856.016 16 30 M8 85 2 16 134 520 @
856.020 20 35 MI10 105 2 20 139 520 ]
856.025 25 40 M12 12,5 2 25 142 537 %

1 1

Solid | L
carbide ‘
\ /)

= !
o

Boring
heads
REF. 1 s d — 5
WA s
- WPR 10 - 2,40 10,00 1
J WPR 12 - 2,50 12,00 d—

Arbors & WPR 16 = 3,00 16,00
adaptors WPR 20 = 3,00 20,00
WPR 25 - 4,00 25,00

h For more information see page: A.58
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Milling cutters
Fraises
Fréaser

880-881 REF. D LI d L2 Z RPR y A
880.010 10 105 10 50 2 10 463 518
880.012 12 105 12 50 2 12 464 510
880.016 16 105 16 50 2 16 469 535
880.020 20 125 20 70 2 20 139 522
880.025 25 125 25 70 2 25 142 537
880.032 32 125 32 70 2 32 160 537
881.010 10 150 10 80 2 10 463 518
881.012 12 160 12 90 2 12 464 510 E
881.016 16 180 16 100 2 16 469 539
881.020 20 200 20 120 2 20 139 522
881.025 25 220 25 140 2 25 142 537 L.
881.032 32 250 32 160 2 32 160 537
REF. | s d _ 1
W s
- RPR 10 - 2,60 10,00 i
RPR 12 - 3,00 12,00 N
RPR 16 - 4,00 16,00
RPR 20 - 5,00 20,00
RPR 25 - 6,00 25,00
RPR 32 7,00 32,00 For more information see page: A.47
883-884 REF. D L K L2 Z RPR , ) e
883.020 20 190 3 115 2 20 139 522
884.025 25 215 4 135 2 25 142 537 !
884.032 32 268 4 160 2 32 160 537 L ‘
‘\
-
.
)
L.
1
D_
REF. | s d _ 1
s
RPR 20 - 5,00 20,00 |
RPR 25 - 6,00 25,00
RPR 32 - 7,00 32,00
For more information see page: A.47
886 REF. D L M D1 Z RPR ’ e
886.010 10 23 Mé 6,5 2 10 463 508
886.012 12 23 Mé 6,5 2 12 464 530
886.016 16 30 M8 8,5 2 16 469 515
886.020 20 30 M10 10,5 2 20 139 520
886.025 25 35 MI12 12,5 2 25 142 537
REF. | s d § —
Wl -
RPR 10 - 2,60 10,00 l
RPR 12 - 3,00 12,00 s
RPR 16 - 4,00 16,00
RPR 20 - 5,00 20,00
RPR 25 - 6,00 25,00

For more information see page: A.47
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Milling cutters
Fraises

Fraser

Automatic
lathes

KiMu

Ceramic
tools

Parting &
grooving
Threading

REF. D L d L2 Z MTK d_
891.012 12 110 12 53 2 12 464 518 —_—
891.016 16 125 16 63 2 16 469 510
891.020 20 140 20 75 2 20 479 533
891.025 25 180 25 90 2 25 142 537
L
1
L2
|
-
-D_
REF. r |
MTK 12 12,00 1,00 L\‘ ‘
MTK 16 16,00 1,30
MTK 20 20,00 1,60
MTK 25 25,00 2,00
MTK FR
For more information see page: A.45
REF. D L M D1 Z MK , )
M
896.010 10 23 Mé 6,5 2 10 463 508 ‘ ‘
896.012 12 23 Mé 6,5 2 12 464 530
896.016 16 30 M8 8,5 2 16 469 3515
896.020 20 30 MI10 10,5 2 20 479 520
896.025 25 35 MI12 12,5 2 25 142 537
L
L —
REF. r |
MTK 10 10,00 0,60 Q ‘
MTK 12 12,00 1,00
MTK 16 16,00 1,30
MTK 20 20,00 1,60
MTK 25 25,00 2,00 MTKFR

For more information see page: A.45

Solid
carbide
Boring
heads
Arbors &
adaptors
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Cutting data

Conditions de coupe
Schnittbedingungen

Recommended cutting conditions

Carbon Steels 6370 2550 5090 2040 4240 1700
Alloy Steels 100-200 0,2-0,3
(30 HRC) Ve=160m/min fz=0,2mm/tooth ap=0,025D ae=0,1D
Carbon Steels 4770 ‘ 1910 ‘ 3820 ‘ 1530 3180 ‘ 1270 ‘
Alloy Steels 80-150 0,2-0,3
(30-40 HRC) Ve=120m/min fz=0,2mm/tooth ap=0,025D ae=0,1D Avutomatic
lathes
Die Tool Steels 3180 ‘ 640 ‘ 2550 ‘ 510 2120 ‘ 420 ‘
Pre-Harden Steels 70-100 0,1-0,15
(30-40 HRC) Vc=80m/min fz=0,1 mm/tooth ap=0,025D ae=0,1D
d d Steel 9150 ‘ 3660 7320 ‘ 2930 6100 ‘ 2440 ‘ .
Hardened Steels 200-250 0,2-0,4 Ceramic
(55-65 HRC) Ve=230m/min fz=0,2mm/tooth ap=0,01D ae=0,02D tools
6730 ‘ 3820 ‘ 5090 ‘ 3050 4240 ‘ 2550 ‘
Cast Iron 100-200 | 0,3-04
Ve=160m/min fz=0,3mm/tooth ap=0,025D ae=0,1D
Parting
groovin
C:rbon Sffels 2400 1600 2550 1300 2050 1030 1700 850
Alloy Steels 100-200 | 0,2-0,3 Threadin
(30 HRC) Ve=160m/min Z=0.Z5mi teoh TG E D A s 9
Carbon Steels 1600 ‘ 1200 1910 955 ‘ 1530 765 ‘ 1280 640
Alloy Steels 80-150 | 0,2-0,3
(30-40 HRC) Ve=120m/min fz=0,25mm/tooth ap=0,05D ae=0,1D
Die Tool Steels 3200 ‘ 385 1280 310 ‘ 1020 245 ‘ 850 205
Pre-Harden Steels 70-100 | 0,1-0,15
(30-40 HRC) Vc=80m/min fz=0,12mm/tooth ap=0,05D ce=0,1D
Hardened Steels 4575 ‘ 2740 3660 ‘ 2200 ‘ 2930 ‘ 1760 ‘ 2440 1460 .
55-65 HRC 200-250 0,2-04
(55- ) Ve=230m/min fz=0,3mm/tooth ap=0,01D ae=0,02D
Cartridges
3200 ‘ 2240 2550 1790 ‘ 2050 ‘ 1440 ‘ 1700 1190
Cast Iron 100-200 | 0,3-0,4
Ve=160m/min fz=0,35mm/tooth ap=0,05D ae=0,1D
Note

-According tothe machining situation, refer to the table above to determine the cutting conditions.

-Be sure to practice safety instructions and precaucions such as wearing glasses and safety shoes, and placing safety covers when you use this tool.

Because this tool can be broken during machining so failure to follow these instructions may cause personal injury.
-Never aftempt to modify the carbide shank holder. Use the value for the depth of cut (ap) when the carbide shank holder is used.

Mill diameters D=8~12mm:ap<=0,2mm.

Mill diameters D=16~32mm:ap<=0,3mm.

_Vc-1000

n_m (Rev/min)

Def.[@:
ne

N = Spindle speed (Rev/min.)
Vc = Cutting speed
Def. = Effective cutting diameter

a, = Max. Depth of cut (mm)

Depth of cut (mm)

16
14
12
10
P
6
4
2
0

232 mm

@25 mm

220 mm
216 mm

212 mm

@10 mm

I I T
6 8 10 12 14 16

I I I I
18 20 22 24 26 28 30 32

Effective cutting diameter

Arbors &
adaptors
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Cutting data
Conditions de coupe
Schnittbedingungen

KiMu

Recommended cutting conditions

Mill diameters D=8~12mm:ap<=0,05D.
Mill diameters D=16~32mm:ap<=0,1D.

-PCA12M grade is suitable fornot so high speed machining.

-According to the machining situation, refer to the table above to determine the cutting conditions.
-Be sure fo practice safety instructions and precaucions such as wearing glasses and safety shoes, and placing safety covers when you use this tool.
-Because this tool can be broken during machining so failure to follow these instructions may cause personal injury.

-Never attempt to modify the carbide shank holder. Use the value for the depth of cut (ap) when the carbide shank is used.

Carbon Steels 5090 2040 4240 1700
Alloy Steels 100-200 0,1-0,2
(30 HRC) Ve=160m/min fz=0,2mm/tooth ap=0,025D ae=0,1D
Carbon Steels 3820 ‘ 1530 3180 ‘ 1270
Alloy Steels 80-150 0,1-0,2
(30-40 HRC) Ve=120m/min fz=0,2mm/tooth ap=0,025D ae=0,1D
Die Tool Steels 2550 ‘ 510 2120 ‘ 420
Pre-Harden Steels 70-100 0,05-0,1
(30-40 HRC) Vc=80m/min fz=0,1mm/tooth ap=0,025D ae=0,1D
5090 1020 4240 ‘ 850
Hardened Steels 130-180 | 0,05.0,1
(55-65 HRC) Ve=160m/min fz=0,1mm/ooth ap=0,01D ae=0,02D
5090 ‘ 3050 4240 ‘ 2550
Cast Iron 100-200 0,2-0,3
Vc=160m/min fz=0,3mm/tooth ap=0,025D ae=0,1D
Carbon Steels 3200 1600 2550 1300 2050 1030 1700 850
Alloy Steels 100-200 | 0,1-0,2
(30 HRC) Ve=160m/min fz=0,25mm/tooth ap=0,05D ae=0,1D
Carbon Steels 2400 ‘ 1200 ‘ 1910 ‘ 955 ‘ 1530 ‘ 765 ‘ 1280 ‘ 640
Alloy Steels 80-150 | 0,1-0,2
(30-40 HRC) Ve=120m/min fz=0,25mm/tooth ap=0,05D ae=0,1D
Die Tool Steels 1600 ‘ 385 ‘ 1280 ‘ 310 ‘ 1020 ‘ 245 ‘ 850 ‘ 205
Pre-Harden Steels 70-100 0,05-0,1
(30-40 HRC) Ve=80m/min fz=0,12mm/tooth ap=0,05D ae=0,1D
3180 ‘ 950 2550 ‘ 760 ‘ 2040 ‘ 610 ‘ 1700 ‘ 510
';“5’22":::'“'5 130-180 | 0,05-0,]
(55- ) Ve=160m/min fz=0,15mm/tooth ap=0,01D ae=0,02D
3200 ‘ 2240 ‘ 2550 ‘ 1790 ‘ 2050 ‘ 1440 ‘ 1700 ‘ 1190
Cast Iron 100-200 | 0,2-0,3
Ve=160m/min fz=0,35mm/tooth ap=0,05D ae=0,1D
Note
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Milling cutters
Fraises

Fraser

Automatic
lathes

Ceramic
tools

165 REF. D L2 Z XDKW P A
165.020 20 110 35 2 090430 530
165.025 25 110 40 2 090430 530
165.032 32 125 40 3 090430 530
’\
REF. d
XDKW 090430 9,00 9,00
For more information see page: A.58
166 REF. D d I Z XDKW «* // P
166.040 40 16 20 4 120430 138 108
166.050 50 22 22 5 120430 140 910
166.063 63 27 25 6 120430 140 912
166.080 80 27 25 7 120430 140 917
REF. d
XDKW 120430 12,50 12,50
For more information see page: A.58
140 REF. D d baz sp. @ PSP
140.050 50 22 20 9 5 1203.. 666 112 535 312 911
140.063 63 27 22 9 5 1203.. 666 112 535 312 912
140.080 80 32 25 9 6 1203.. 666 112 535 312 917
a 140.100 100 40 29 9 7 1203. 666 112 535 312 920
REF. d
£ W SP.. 1203.. 12,70 12,70
£ e s

For more information see page: A.50,51
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Technical information
Information technique
Technische Auskunft

KiMu

without a pilot hole is possible for ramping and helical milling.

Processing by direct milling is also possible

Since the cutting flute do not extend to the center, there are limitations on the ramp angle and hole diameter, but as shown below, processing by direct milling

Ramp angle & Helical hole diameter
-
—=—__ 7 | |
I | |
| | ol
Ramping S Helical milling
Maximum ramp angle X 7° 4,5° 3° 1,7° 1° 1©
Hole diameter 244-61 261-76 280-96 2107-122 2142-156 2179-195

Note -The ramp angle @ should be set within the ranges listed above. Use at ramp angles of 1°orless recommended.
-For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.

Method for defining conditions of insert tip programmatically

For roughing processing, please create a program with corner R values close to those shown as references below.

When corner R is set to 4,5

Surplus for

L next process

Remainder

0,83mm

Maximum of 0,83mm

Normally, you should create a program with an input corner R of approximately 4,5.
At an approximate input corner R of 4,5, there is no overcutting.

Remainder
Remainder

Actual

processing ~
surface ’

Processing surface in program

When corner R is set larger

Surplus for
next process

Over cut

Remains

Although overcutting occurs when the approximate R is set to higher values, if the
overcutting is with in the surplus for the next process, there is no problem with
the processing shape and the amount of remainder can be supressed.

Overcutting
Remainder ;

. 0,83 0,66 0,55 0,47 0,39 0,32
Remainder o=22,19 | (©@1=20,3%) e1=199) ©1=17,9) (©1=16,7°) ©1=15,4°)
. - 0,1 02 03 04 05
Overcutting (©2=73,4%) (©2=67,7°) (©C2=64,7°) ©2=62,3°) ©2=60,5°)
Note

- Overcutting and remainder vary according to the processing shape. The values in the table above are maximum values.
-The values of o shown are the slopes of the processing surfaces when overcutting and remainder are at their maximum respective values.

For example, when a program is created with an approximate R of 5,1:
Remainder of around 0,66mm is left when the slope of the processing surface is approximately 20,3°, and when the slope of the processing surface is
approximately 73,4°, about 0, 1Tmm of overcutting occurs. At areas with other slopes, the overcutting and remainder values are below these values.
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Cutting data
Conditions de coupe

Schnittbedingungen

Recommended cutting conditions

General 2860 | 3430 69 2290 | 2750 69 1790 | 5370 [ 171 1430 | 6400 256
Structural Steels 180-200 | 0,6-1,5 Ve=180m/min fz=1,5mm/tooth ap=1,0mm ae=1,0D
(200 HB) 1430 | 1720 | 34 [ 1150 | 1380 | 34 | 895 | 2690 | 86 | 720 | 3240 130
90-150 | 0,6-2,0 Vc=90m/min fz=1,5mm/tooth ap=1,0mm ae=1,0D
2860 | 3430 | 69 | 2290 [ 2750 [ 69 [ 1790 | 5370 [ 171 | 1430 | 6400 | 256
Ic_\‘l:ll:bosn‘:(:sels 180-200| 0,6-1,5 Vc=180m/min fz=1,5mm/tooth ap=1,0mm ae=1,0D
30Z|Rc 1430 [ 1720 | 34 | 1150 | 1380 | 34 | 895 | 2690 | 86 | 720 | 3240 130
( ) 90-150 | 0,6-2,0 Vc=90m/min fz=1,5mm/tooth ap=1,0mm ae=1,0D
Carbon Steels 1430 | 1430 [ 29 [ 1150 | 1150 | 29 | 895 | 1430 | 45 | 720 [ 1730 69
g::z:‘;ilz) 80-120 | 0,4-0,8 Vc=90m/min z=0,8mm/tooth ap=1,0mm ae=1,0D
1590 | 630 | 6 ] 1270 | 510 | 6 | 995 | 600 [ 19 [ 790 | 710 28
Alloy Steels Vc=100m/min fz=0,3mm/tooth ap=1,0mm ae=1,0D
(45-50 HRC) 70-120 10.02:06 970 T 560 | 6 [ 890 | 530 | 6 | 700 | 280 | 9 [ 550 | 330 13
Ve=70m/min fz=0,2mm/tooth ap=0,5mm ae=1,0D
Alloy Steels 70-100 1110 | 440 | 4 [ 890 | 360 | 4 [ 700 | 280 | 5 | 550 | 330 7
(50-55 HRC) ) 0.05.02 Vc=70m/min fz=0,2mm/tooth ap=1,0mm ae=1,0D
Alloy Steels e | 80 [ 08 [ 630 | 63 | 08 [ 500 | 50 | 08 | 400 [ 60 1
(55-60 HRC) ) Ve=50m/min fz=0,05mm/tooth ap=0,5mm ae=1,0D
i, 2860 | 4580 | 92 | 2290 | 3670 | 92 | 1790 | 7160 | 344 | 1430 | 8580 515
Cast | i 0.8-2.0 Vc=180m/min fz=2,0mm/tooth ap=1,5mm ae=1,0D
ast fron 0150 | | | 1430 [ 2290 | 57 | 1150 | 1840 | 58 | 895 | 3580 | 172 | 720 | 4320 | 259
B Ve=90m/min fz=2,0mm/tooth ap=1,5mm ae=1,0D
General 1150 | 6900 | 510 910 5500 | 520 720 | 5400 | 650 570 | 5130 770
Structural Steels 180-200| 0,6-1,5 Vc=180m/min fz=1,5mm/tooth ap=1,5mm ae=1,0D
(200 HB) 570 | 3420 | 257 | 455 | 2730 | 258 | 360 | 2700 | 325 | 290 [ 2610 | 390
90-150 | 0,6-2,0 Vc=90m/min fz=1,5mm/tooth ap=1,5mm ae=1,0D
1150 | 6900 | 510 | 910 | 5500 | 520 | 720 | 5400 | 650 | 570 | 5130 770
z::bO;:;T:IS 180-200| 0,6-1,5 Vc=180m/min fz=1,5mm/tooth ap=1,5mm ae=1,0D
30 LRC) 570 | 3420 | 257 | 455 | 2730 | 258 | 360 | 2700 | 325 | 290 | 2610 | 390
90-150 | 0,6-2,0 Vc=90m/min fz=1,5mm/tooth ap=1,5mm ae=1,0D
Carbon Steels 570 | 1820 | 130 | 455 | 1450 | 140 | 360 | 1440 | 170 [ 290 [ 1400 | 210
(A:::)o_z:‘:;lz) 80-120 | 0,4-0,8 Ve=90m/min f2z=0,8mm/tooth ap=1,5mm ae=1,0D
630 | 760 | 38 | 500 | 600 | 38 | 400 | 600 | 48 [ 320 | 576 58
Alloy Steels Ve=100m/min fz=0,3mm/tooth ap=1,0mm ae=1,0D
70-120 | 0,02-0,6
(45-50 HRC) 440 | 360 | 18 | 350 | 280 | 18 | 280 | 280 | 22 [ 220 | 260 26
Vc=70m/min fz=0,2mm/tooth ap=1,0mm ae=1,0D
Alloy Steels ] 440 | 350 | 9 | 350 | 280 | 9 | 270 | 270 | 11 | 220 | 260 13
(50-55 HRC) 70-100 0.05.0.2 Vc=70m/min fz=0,2mm/tooth ap=0,5mm ae=1,0D
Alloy Steels ey I T | 62 | 15 [ 250 | 50 [ 1,5 | 200 | 50 | 20 [ 160 | 48 2,4
(55-60 HRC) N Vc=50m/min fz=0,05mm/tooth ap=0,5mm ae=1,0D
p— 1150 | 9200 | 920 | 910 | 7280 | 920 [ 720 | 7200 | 1150 | 570 | 6840 | 1370
- 0820 Vc=180m/min z=2,0mm/tooth ap=2,0mm ae=1,0D
Cast Iron go150 | [ 570 1 4560 | 456 | 455 ] 3640 | 459 | 360 | 3600 | 576 | 290 | 3840 | 696
) Vc=90m/min fz=2,0mm/tooth ap=2,0mm ae=1,0D
Note
-Select the best cutting condition when working, referring to above list.
(If the overhang is 3D or less, the recommended cutting speed is
Vc=180-200m/min; 3D or more: Vc=90-130m/min.) Maximum
cutting
-Thick and heavy chips are generated by using this tool. Be sure to remove them with air blow in order to depth: 2,0mm

avoid any breakage by blocking with chips.
The recommended method is "Spindle center through" when blowing air. (Pay aftention when removing
chips in cavity work with the machining center <vertical type>.)

Main cutting edge

Cutting edge Dia. @D

2,0

Automatic
lathes

Ceramic
tools

Parting &
grooving

Threading

Cartridges
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adaptors



Milling cutters
Fraises

Fraser

0 4
32:-32:-339 REF. P L D1 L1 p Z
N 320.015 15 100 20 40 3,5 2 0702MO 155 507 =01y
321.015 15 150 20 40 3,5 2 0702MO 155 507
N 320.016 16 100 20 40 3,5 2 0702MO 155 507
321.016 16 150 20 40 3,5 2 0702MO 155 507
323.020 20 100 20 40 50 2 1003MO 462 515
324.020 20 150 20 40 5,0 2 1003MO 462 515
Tumning 326.025 25 125 25 50 6,0 2 12T3MO 462 515
327.025 25 180 25 60 6,0 2 12T3MO 462 515
326.032 32 125 32 50 6,0 3 12T3MO 462 515
327.032 32 180 32 60 6,0 3 12T3MO 462 515
339.032 32 180 32 60 8,0 2 1604MO 467 515
Automatic
lathes
- REF. ! s d =
Ceramic RD.. 0702MO - 2,38 7,00 P f
tools RD.. 1003MO - 3,18 10,00 4 \
RD.. 12T3MO - 3,97 12,00 r\\ O //
RD.. 1604MO - 4,76 16,00 -
For more information see page: A.46 d
Parting &
3 2
roovin -
32;-330 REF. D L M d Z RD. S
322.016 16 23 M8 14 2 0702MO 155 507 M_
325.020 20 30 MI10 18 2 1003MO 462 515 ‘
325.025 25 35 M12 21 3 1003MO 462 515
. 325.035 35 43 M16 29 4 1003MO 462 515
Threading 325.042 42 43 M16 29 5 1003MO 462 515
328.025 25 43 M12 21 2 12T3MO 462 515
328.032 32 43 M16 29 3 12T3MO 462 515
328.035 35 43 MI16 29 3 12T3MO 462 515
328.042 42 43 M16 29 4 12T3MO 462 515
330.032 32 43 M16 29 2 1604MO 144 515
RD.. 0702MO - 2,38 7,00 g I
RD.. 1003MO 3,18 10,00 4 A\
RD.. 12T3MO - 3,97 12,00 “\ |
RD.. 1604MO 4,76 16,00 | -
For more information see page: A.46 d
329-331 REF. D d L Is aZ RD. & ° S P
329.052 52 22 50 20 6 5 12T3.. 131 239 131 535 910
331.066 66 27 50 22 6 6 12T3. 131 239 131 535 912
331.080 80 27 50 22 6 7 12T3.. 131 239 131 535 912
331.052 52 22 50 20 8 4 1604.. 144 220 144 535 910
331.066 66 27 50 22 8 5 1604.. 144 220 144 535 912
331.080 80 27 50 22 8 6 1604.. 144 220 144 535 912
331.100 100 32 55 25 8 7 1604.. 144 220 144 535 916 ,,3‘
331.125 125 40 55 30 8 8 1604.. 144 220 144 535 - I
331.160 160 40 55 30 8 9 1604.. 144 220 144 535 952 (
REF. | s d L
W E
RD.. 12T3MO - 3,97 12,00 a1
RD.. 1604MO - 4,76 16,00 y A
[ @ )
Arbors & W
adaptors d
For more information see page: A.46
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Milling cutters
Fraises
Fréaser

RPM.. 8", P

Avutomatic
lathes

251 REF. D d L I8 Z

251.040 40 16 40 18 3 1204MO 205 503 140 535 108
251.050 50 22 40 20 4  1204MO 205 503 140 535 910
251.063 63 27 50 22 5  1204MO 205 503 140 535 912
251.080 80 32 50 25 6  1204MO 205 503 140 535 917
251.100 100 40 50 30 7  1204MO 205 503 140 535 920
251.125 125 40 63 30 7  1204MO 205 503 140 535 -
251.160 160 40 63 30 8  1204MO 205 503 140 535 952
REF, I s d

RPM.. 1204M0 . 4,76 12,70

For more information see page: A.47
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Cutting data
Conditions de coupe
Schnittbedingungen

KiMu

Recommended cutting conditions

3980 3180 28,6 3180 2540 28,6 2490 2990 43,1
Mild Steels Vc=250m/min  fz=0,4mm/tiooth ap=1,5mm ae=0,3D
(200 HB) 150-250 U= 3980 | 3180 | 477 | 3180 | 2540 | 476 | 2490 | 2990 | 718
‘ Vc:250m‘/min fz:‘0,4mm/f0(‘ﬂh op:1‘,5mm o‘e:O/5D ‘ ‘
3180 2540 22,9 2550 2040 23 1990 2390 34,4
z::l;os::;e:ls 120.230 03.0.8 Vc=200m/min  fz=0,4mm/tooth ap=1,5mm ae=0,3D
(30 HRC) - o 3180 | 2540 | 381 2550 | 2040 | 383 | 1990 | 2390 | 574
‘ \/CZQOOm‘/min fz:‘0,4mm/fo‘01h cp:1‘,5mm QT:0,5D ‘ ‘
2390 960 8,6 1910 760 8,6 1490 890 12,8
2:1:‘;0;95(:;(2'5 00 02-0.6 Vc=150m/min  fz=0,2mm/tooth ap=1,5mm ae=0,3D
(30-40 HRC) § i 2390 [ 1430 [ 215 1910 | 1150 | 21,6 | 1490 | 1340 [ 322
‘ Vc=1 SOm‘/min fz:‘O,Smm/fot‘)fh up:'\‘,fimm QT:O/SD ‘ ‘
1590 480 2,9 1270 380 29 990 450 4,3
i::bos:es;fsels 60-150 0.15.03 Vc=100m/min fz=0,15mm/tooth ap=Imm ae=0,3D
( 40_25 HRC) - T 1590 | 640 | 64 | 1270 | 510 | 64 | 990 | 590 | 94
Vc=100m/min {z=0,2mm/tooth ap=Imm ae=0,5D
Carbon Steels 1270 | 380 | 23 1020 | 310 [ 23 [ 80 [ 360 | 35
Alloy Steels 60-100 015.03 Vc=80m/min {z=0,15mm/tooth ap=Imm ae=0,3D
(45.50 HRC) e 1270 | 380 [ 38 [ 1020 [ 310 | 39 | 800 [ 360 [ 58
Vc=80m/min fz=0,15mm/tooth ap=Imm ae=0,5D
1110 | 220 | 1,3 890 [ 170 [ 12 [ 690 [ 200 | 1,9
Alloy Steels Vc=/0m/min  fz=0,Tmm/ocoth ap=Imm ae=0,3D
(50-60 HRC) 50-100 0,05-0,2 110 | 220 | 22 | 890 | 170 | 21 | 690 | 200 | 32
Vc=/0m/min  fz=0,1mm/ftooth ap=Imm ae=0,5D
3180 [ 1590 | 143 [ 2550 | 1280 | 14,4 | 1990 | 1490 | 21,5
. Vc=200m/min {z=0,25mm/tooth ap=1,5mm ce=0,3D
Stainless Steels) 150240 0.2-08 2860 | 1716 | 257 | 2290 | 1370 | 257 | 1790 | 1610 | 384
Vc=180m/min fz=0,3mm/tooth ap=I,5mm ae=0,5D
2860 | 2290 | 20,6 | 2290 | 1830 | 20,6 | 1790 | 2150 | 31
Vc=180m/min fz=0,4mm/tooth ap=1,5mm ae=0,3D
Cast Iron 100220 Rade 2860 | 2860 | 429 | 2290 | 2290 | 42,9 | 1790 | 2690 | 648
Vc=180m/min {z=0,5mm/tooth ap=1,5mm ae=0,5D
1990 2990 71,8 1590 3180 954 1990 1990 47,8 1590 2390 71,7
Mild Steels Vc=250m/min fz=0,5mm/tooth ap=2mm ae=0,3D Vc=250m/min fz=0,5mm/tooth ap=2mm ae=0,3D
(200 HB) 1990 | 4780 | 191,2 1590 | 5090 | 2545 | 1990 | 3180 | 159 | 1590 | 3820 | 2388
Vc=250m/min fz=0,8mm/tooth ap=2mm ae=0,5D Vc=250m/min fz=0,8mm/tooth ap=2,5mm ae=0,5D
Carbon Steels 1590 [ 1910 [ 458 [ 1270 [ 2030 | 609 1590 [ 1270 [ 305 [ 1270 | 1520 | 456
Alloy Steels Vc=200m/min fz=0,4mm/tooth ap=2mm ae=0,3D Vc=200m/min fz=0,4mm/tooth ap=2mm ae=0,3D
(30 HRC) 1590 | 2860 1144 | 1270 | 3050 | 1525 | 1590 | 1910 | 955 [ 1270 | 2290 | 143,
VCZZ‘OOm/mm ‘fz:O,émm‘/fooTh up‘ZQmm oe‘:O,SD VCZQ(‘)Om/min f‘z:O,émm/f‘ooth op:‘2,5mm o‘e:O,SD
1190 710 17 960 770 23,1 1190 480 11,5 960 580 17,4
z::l;os::;fsels Vc=150m/min fz=0,2mm/tooth ap=2mm ae=0,3D Vc=150m/min fz=0,2mm/tooth ap=2mm ae=0,3D
(30-40 HRC) 1190 1070 428 | 960 | 1150 | 575 1190 | 950 | 475 [ 960 [ 1150 | 71,9
Vc=150m/min fz=0,3mm/tooth ap=2mm ae=0,5D Vc=150m/min fz=0,4mm/tooth ap=2,5mm ae=0,5D
Carbon Steels 800 | 360 [ 65 | 640 | 380 [ 86 800 | 240 [ 43 | 640 [ 290 [ 65
Alloy Steels Vc=100m/min fz=0,15mm/tooth ap=1,5mm ae=0,3D Vc=100m/min fz=0,15mm/tooth ap=1,5mm ae=0,3D
(40-45 HRC) 800 | 480 | 144 | 640 [ 510 [ 19,1 800 | 320 [ 128 | 640 | 380 | 19
Vc=100m/min fz=0,2mm/tooth ap=1,5mm ae=0,5D Vc=100m/min fz=0,2mm/tooth ap=2mm ae=0,5D
Carbon Steels 640 [ 290 | 35 [ 510 [ 310 [ 47 640 | 220 | 4 [ 510 [ 2600 | 59
Alloy Steel Vc=80m/min fz=0,15mm/tooth ap=1mm ae=0,3D Vc=80m/min fz=0,17mm/tooth ap=1,5mm ae=0,3D
(4550 HRC) 640 [ 330 | 66 | 510 | 350 [ 88 640 | 260 | 78 [ 510 [ 310 [ 11,6
Vc=80m/min fz=0,17mm/tooth ap=1mm ae=0,5D Vc=80m/min fz=0,2mm/tooth ap=1,5mm ae=0,5D
550 | 160 | 19 [ 440 [ 170 [ 25 550 | 110 [ 1,3 [ 440 [ 130 | 19
Alloy Steels Vc=70m/min fz=0,Imm/Aooth ap=1mm ae=0,3D Vc=/0m/min fz=0,Tmm/ooth ap=1mm ae=0,3D
(50-60 HRC) 550 | 160 | 32 | 440 | 170 | 42 550 | 110 [ 22 [ 440 | 130 [ 32
Vc=70m/min fz=0,1mm/tooth ap=1mm ae=0,5D Vc=70m/min fz=0,1mm/tooth ap=1mm ae=0,5D
1590 | 1430 [ 343 [ 1270 [ 1520 | 456 1590 [ 950 | 22,8 [ 1270 | 1140 [ 342
Stainl Steel Vc=200m/min fz=0,3mm/tooth ap=2mm ae=0,3D Vc=200m/min fz=0,3mm/tooth ap=2mm ae=0,3D
ainiess Steels | 7430 [ 2150 | 86 1150 | 2300 | 115 1430 | 1720 | 86 | 1150 | 2070 | 1294
Vc=180m/min fz=0,5mm/tooth ap=2mm _ ae=0,5D Vc=180m/min fz=0,6mm/tooth ap=2,5mm ae=0,5D
1430 | 2150 | 51,6 | 1150 | 2300 | 69 1430 | 1430 | 343 | 1150 | 1730 | 519
Cast Iron Vc=180m/min fz=0,5mm/tooth ap=2mm ae=0,3D Vc=180m/min fz=0,5mm/tooth ap=2mm ae=0,3D
1430 | 3430 | 1372 | 1150 [ 3680 | 184 1430 | 2290 | 1145 [ 1150 [ 2760 | 1725
Vc=180m/min fz=0,8mm/tooth ap=2mm ae=0,5D Vc=180m/min_ fz=0,8mm/ftooth ap=2,5mm ae=0,5D
Note

-In this table, cutting conditions indicate regular type conditions for frank wear to be 0,3mm in 30 minutes.

-The following formula shows the chip removal volume (Q) per unit time.
Q(cm3/min) =ap(mm) x ae(mm) x Vi{mm/min) /1000

-In the case of slotting, feed speed could be down to 70% of the whole.

-This table shows starting points of general cutting conditions. Please adjust according to rigidity of machine tools, tooling, conditions of work-pieces and so on.

-In steel exceeding 60HRC, such as dice steel between the colds, please set the sending (fz) value per one edge about 1/2.
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Conditions de coupe
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Recommended cutting conditions

| 3780 | 1429 N - \
Mild Steels Vc=250m/min _ fz=0,5mm/tooth ap=2mm ae=0,3D
(200 HB) 150-250 03-08 ™9550 T 6050 | 3812 | 1000 | 4800 | 384 | 800 | 3200 | 320
‘ Vc:250r‘n/min fz‘:O,Smm/fo‘oTh upZ‘Qmm oe‘:O,SD ‘ |
1010 2420 91,5 - - -
zﬁ:l;osntes;esels 120.230 03.08 Vc=200m/min  fz=0,4mm/tooth ap=2mm ae=0,3D
(30 HRC) g o 1010 | 3640 | 2293 | 800 | 2880 | 2304 | 640 | 1920 | 192 P
Vc=200m/min  fz=0,6mm/tooth ap=2mm ae=0,5D lathes
Carbon Steels 760 | 910 | 344 ] = | | | = | | =
Alloy Steels D00 02-0.6 Vc=150m/min {z=0,2mm/tooth ap=2mm  ae=0,3D
(30-40 HRC) o 760 1370 86,3 600 1080 86,4 480 720 72
‘ Vc:15OT1/min fz‘:O,Smm/h‘Jofh opz\?mm oe‘:O,SD ‘ ‘
510 460 13 - - -
z;:l;o;es(:lesels - 01503 Vc=100m/min fz=0,15mm/tooth ap=1,5mm ae=0,3D Ceramic
(40-45 HRC) A 510 | 610 | 288 | 400 | 480 | 288 | 320 | 320 [ 24 tools
‘ Vc=l OOm‘/min fzz‘O,me/To‘oTh 0p=1‘,5mm OT:O’5D ‘ ‘
400 360 6,8 - - -
Carbon Steels —
Vc=80m/min {z=0,15mm/tooth ap=Imm ae=0,3D
ﬁ's"_’;:':;'z) <Ll 01503256 T 410 | 129 | 320 | 330 | 132 | 250 | 210 | 105
Vc=80m/min fz=0,17mm/tooth ap=Imm ae=0,5D
350 | 210 | 39 | 270 [ 160 | 38 [ 220 [ 110 | 33 Parting &
Alloy Steels 0.05.0.2 Vc=70m/min  fz=0,1mm/ooth ap=Imm ae=0,3D grooving
(50-60 HRC) 2010 W9P2 350 | 210 | 66 | 270 | 160 | 64 | 220 | 110 | 55
Vc=7/0m/min  fz=0,Tmm/Aooth ap=Imm ae=0,5D
1000 | 1820 | 688 | - ] - - - [ [
. Vc=200m/min {z=0,3mm/tooth ap=2mm  ae=0,3D
SidinlessiSicels SO 0208 06T %2730 | 172 | 720 | 2160 | 1728 | 50 | 1430 | 143
Vc=180m/min fz=0,5mm/tooth ap=2mm ae=0,5D Threading
910 [ 2730 | 1032 | - [ - - = | |
Vc=180m/min fz=0,5mm/ftooth ap=2mm ae=0,3D
Cast Iron 100-220 0310 1510 T 4370 | 2753 | 720 | 3460 | 2768 | 570 | 2280 | 228
Vc=180m/min {z=0,8mm/tooth ap=2mm ae=0,5D

Field Data

Ramping, Helical Milling, Feeding toward Z-AXIS

There are restrictions to Ramp angle (&) and cutting depth (g) toward Z-axis because of designs of cutting edge.

Ramping

Ramp milling angle

Hole diameter

Helical milling

Cartridges

Recommended &

Below 3 degrees

Below 2 degrees

h 2,5 28 2,5 2,5 2,5 2,5
g 37 33 545 515 55 5,5
Helical hole diameter 60-78 77-100 101-124 135-158 175-198 248-255

Note

-Chips may be shattered. The wearing of safety glasses and the guard are required in the vicinity of machining.

Arbors &
adaptors




Milling cutters
Fraises

Fraser

Automatic
lathes

Ceramic
tools

Parting &
grooving
Threading

REF. D L M D1 Z VC.
144.015 15 35 M8 8,5 2 1103.. 125 507 ~M_
144.020 20 35 MI0 10,5 2 1103.. 125 507 ‘ ‘
144.025 25 50 MI12 12,5 2 1604.. 140 515
144.032 32 50 M16 17,0 2 2205.. 150 520 1 ‘
144.042 42 50 M16 17,0 3 2205.. 150 520
REF. | s d
VC.. 1103.. 11,00 3,18 6,35
VC.. 1604.. 16,50 4,76 9,52
VC.. 2205.. 22,10 5,56 12,70

For more information see page: A.55 v_t
REF. P d L z VC. S ’
244.042 42 16 55 3 2205.. 150 520 108
244.052 52 22 55 3 2205.. 150 520 910
244.066 66 27 55 4 2205.. 150 520 912 d
244.080 80 27 55 S 2205.. 150 520 912 ~
REF. I s d U B

)

VC.. 2205.. 22,10 5,56 12,70 [N

For more information see page: A.55

Solid
carbide
Boring
heads
Arbors &
adaptors
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Recommended cutting conditions

atic
lathes

Ceramic
tools

Parting
groovin

Rm < 280 N/mm? 1500 1000
Aluminium alloys
Rm < 280 N/mm’ 1000 800
Copper alloys Long chipping 300 250
Thermoplastics 300
Si<12% 100 800
Aluminium alloys
Si>12% 200
Copper alloys Short chipping 500 400
Magnesium alloys 400
Duroplastics 200 150
0,25 0,35 0,5
0,2 03 0,4

Further application recommendations

Pocket milling and axial plunging

Tme*

Circular milling

ae

dmin = dmox

X

ap max 10 13,5 15
T max 6 8 9
W1 max in Grad degree

15

20 25

25 24

32 22

42 15

52 12

66 9

80 7
15 18 15
20 20 20
25 25 25
32 32 32
42 42 42
52 52 52
66 66 66
80 80 80

Arbors &
adaptors




