© SQUARE SHOULDER FACE MILLING CUTTERS © MILLING CUTTER BODIES

THE CUTTING MATERIALS FOR SLOTWORX®HP HAVE BEEN
EXPANDED TO INCLUDE A SQUARE SHOULDER MILLING
INSERT WITH A RADIUS OF 0.8 MM

@ A square shoulder milling insert for finishing vertical and
planar surfaces

@ A tried and tested carbide grade and an extremely smooth
and wear resistant coating ensure a long tool life

@ The positive angle of twist in the installation position
ensures a low level of drifting

@ As a result of the positive chamfer and the positive angle of
rake. both soft materials and hardened steels can be chipped.
It is possible to machine high temperature alloys such as
titanium and inconel.

Square shoulder

milling insert for
~SLOTWORX®HP" cutters

DIN-Specification Carbide grade Coating | s r M

02 66 835 R08 | XCHT 062208 SR HSCO05 PVTi 6.2 2.2 0.8 M2

Machining example: Finishing of a vertical surface
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TECHNICAL INFORMATION

Cutting speed (V_in m/min) | Feed per tooth (f in mm/tooth) | d.o.c. (apin mm)

Finishing

- plain surface plain surface plain surface plain surface plain surface plain surface
Material verticatsuriace D10 D12 D16 D20 D25 D32
uptoupto > uptoupto > uptoupto| > (uptoupto > uptoupto > uptoupto > uptoupto >
3xD 5xD 5xD 3xD 5xD 5xD |3xD|5xD 5xD" 3xD 5xD 5xD |3xD [5xD '5xD  3xD 5xD 5xD [3xD 5xD '5xD

V. | 500 | 300 | 300 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130
Stes| f, ]0.15{ 0.1 |0.07] 0.2 [0.15] 0.1 J0.166/0.12 | 0.1 [0.125[0.12| 0.1 [ 0.1 [ 0.1 | 0.1 | 0.1 | 0.1 | 0.1 |0.07|0.07 | 0.07
a, |<0.15/<0.15(<0.1]-8.2|-8.2| 6 |[-10.2(-10.2| 7 |-14.2|-14.2| 9 |-18.2{-18.2| 11 |-23.2|-23.2| 13 |-30.2|-30.2| 17
a, 2 |15 1 102(02(02)02)02(02]02|02]02]02|02[{02]02|02|02|02]|0.2]0.2
V. | 400|250 | 250|180 | 130 | 100 | 180 | 130 | 100 | 180 | 130 | 100 | 180 | 130 [ 100 | 180 | 130 | 100 | 180 | 130 | 100

—h

0.15] 0.1 (0.07]0.15{0.12| 0.1 {0.15|0.12 | 0.1 ]0.125/0.12| 0.1 | 0.1 [0.08|0.08] 0.1 | 0.08 |0.08 [ 0.07 | 0.07 | 0.07
<0.15[<0.15(<0.1|-8.2|-8.2 | 6 [-10.2{-10.2| 7 |[-14.2|-14.2| 9 |-18.2|-18.2| 11 |-23.2(-23.2| 13 |-30.2|-30.2| 17
. 2 |15 1 (02(02|02)02|02(02]02]02]02]02|02[{02]02|02|02]|02]|0.2]0.2
< | 500 | 300 | 300 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130 | 200 | 150 | 130
0.15( 0.1 [0.07 | 0.2 |0.15| 0.1 [0.166]0.12| 0.1 |0.125]0.12 | 0.1 | 0.1 | 0.1 | 0.1 | 0.1 | 0.1 [ 0.1 |0.07|0.07 | 0.07
<0.15[<0.15(<0.1| -8.2 | -8.2 | 6 [-10.2(-10.2| 7 |[-14.2|-14.2| 9 |-18.2|-18.2| 11 [-23.2(-23.2| 13 |-30.2|-30.2| 17
b 2 |15 1 (02(02(02)02)02(02]02|02]02]02|02[{02]02|02|02|02]|0.2]0.2
800 | 500 | 500 | 800 | 500 | 500 | 800 | 500 | 500 | 800 | 500 | 500 | 800 | 500 |{ 500 | 800 | 500 | 500 | 800 | 500 | 500
0.15]0.12 [ 0.07 J0.225 0.15 | 0.1 [0.166| 0.12 | 0.1 ]0.125[0.12| 0.1 | 0.1 | 0.1 | 0.1 | 0.1 | 0.1 | 0.1 |0.07 { 0.07 | 0.07
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Materials a, [|<0.15/<0.15/<0.1|-8.2|-8.2| 6 |-10.2]-10.2| 7 |-14.2|-14.2| 9 [-18.2|-18.2| 11 |-23.2]-23.2| 13 [-30.2|-30.2| 17
a, | 2 {151 ]02|02[02]02]02|02f02[02]02|02[02]02]02]|02|02]02]02]02
V. ]100| 80 [ 60 | 60 | 40 | 30 | 60 | 40 | 30 | 60 | 40 | 30 | 60 | 40 | 30 | 60 | 40 | 30 | 60 | 40 | 30
:';g";erature f, ]0.12| 0.1 {0.07]0.12| 0.1 |0.07]0.12| 0.1 |0.07|0.12]| 0.1 [0.07| 0.1 | 0.1 [0.07]| 0.1 | 0.1 |0.07|0.07|0.07 | 0.07
Alloys a, |<0.15/<0.15/<0.1]-8.2|-8.2| 6 [-10.2[-10.2] 7 |-14.2]-14.2| 9 [-18.2|-18.2| 11 [-23.2|-23.2| 13 |-30.2|-30.2| 17
a, | 2 {15] 1 [02|02|02]02]02|02[02|02[02]02|02|02|02[02[02]02]02]0.2
V. ] 200150 (130|120 | 100 | 80 | 120|100 | 80 [ 120|100 | 80 | 120 | 100 | 80 | 120 | 100 | 80 | 120 | 100 | 80
gt"eﬁe"e“ f, 101 [0.07{0.05] 0.1 0.1 [007]0.1]0.1|007|01|01[007]01]01][007]0.1]0.1]0.07|0.070.07 |0.07
<55 HRC a, |<0.12/<0.1]|<0.1]-8.2|-82| 6 [-10.2[-102] 7 |-14.2|-142| 9 [-18.2|-18.2| 11 |-23.2|-23.2| 13 |-30.2|-30.2| 17
a, |15 1 |05]02|02[02]02]02|02[02[02]02f02[02]02]02]|02|02]02]02]02
V. J150|130(120] 70 | 50 | 50 | 70 | 50 | 50 [ 70 | 50 | 50 | 70 [ 50 | 50 | 70 | 50 | 50 | 70 | 50 | 50
;ﬁe“ed f, 10.1]0.07/0.05]0.07|0.05|0.05]0.07 | 0.05|0.050.07 | 0.05 | 0.05 | 0.07 | 0.05 | 0.05 | 0.07 | 0.05 | 0.05 | 0.07 | 0.05 | 0.05

QO

> 55 HRC . [<0.12/<0.1]<0.1]-82|-82| 6 |-10.2|-10.2| 7 |-14.2{-14.2| 9 |[-18.2|-18.2| 11 |-23.2|-23.2| 13 |-30.2(-30.2| 17
a |15 1 [05]02]02(02|02(02]02]02|02(02]02|02]02]02|02[02]02]|02]0.2

Technical notes, please follow:

Start values for using the square shoulder milling insert, Catalogue no.: 02 66 835 R08

The values up to 3xD apply to both straight shank tools as well as screw-in milling cutters in connection with solid carbide adapters
For optimum surface quality and tool lives, we recommend the use of cooling air. If possible, this should be supplied through the
machine spindle or at least from external sources.

The machining of high temperature compounds must take place with emulsion in order to counteract possible

burning of the swarf.

The initial values are worked out on the basis of the overhangs mentioned above as well as the spindle size HSK63 Form A.

In the case of instable spindles, values such as feed per tooth, cutting depth and cutting width should be adjusted.
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