Zpokolm

IUMTOOLS. WE KNOW HOW.

SPINWORX®

Time-saving tooling system for low-manpower
operation with self-rotating inserts



Patented innovations developed to set new standards in terms of The unique time-saving tooling system
economic tool life optimisation. with self-rotating inserts

In order to simplify your tasks, our employees work on new innovations on a daily
basis. With a look ahead, we repeatedly put all the products to the test to make
them even more efficient.

e Sepeenber 003 (i WO 2009/115526 Al

The SPINWORX® tool system enqueues here perfectly. It completely redefines wor-
king with the round inserts. Via self-rotating inserts and the subsequent even abrasi-
on, we achieve tool life that has no rival. Whereas with standard round plate milling
cutters, the manufacturing process is interrupted by permanent manual spinning.

patented by

Zpokolm

w0 20097115526 A IS0 00O R

Spinworx®-Patent Publication

SPINWORX® - the innovative tooling system puts into question what ~ behind. By using our SPINWORX® system, you can machine your
has been an effective operation for decades: the insert has to be ,ri- components more efficiently and optimise your machine availability
gidly” coupled to the cutter body - if it were ,loose” in its insert seat  at the same time.

it would break sooner or later! This is not the case with SPINWORX® SPINWORX® tools are ideal for roughing and residual material ma-
- the insert rotates, thus making manual re-positioning superfluous. ~ chining during the face milling, slot, peripheral and pocket milling
At the same time 100% utilization of the entire cutting edge is achie-  of materials such as steel, cast iron, stainless steel and heat resistant
ved without loss. SPINWORX® sets new standards - you reduce your ~ superalloys.

downtimes and non-productive times to zero, leaving competitors

SPINWORX® Features
® 100% use of the total cutting edge

e Minimised set-up times since no manual indexing of the inserts is necessary
e Chip volume is much higher without interruption in the production process*

e Suitable for machining steel, cast iron, stainless steel and heat resistant
superalloys

e |deal for roughing and residual material machining during face milling, slot,
peripheral and pocket milling

e Low power consumption of the machine spindle due to chip forming

M

* depending on milling conditions

Types of connection

Praxis-Video
Spinworx® in 1.2312

Both innovative and easy, the Spinworx® with its self-rota-

o ‘ : More Product-Vi vailable on:
ting inserts sets new standards in terms of tool life. CLR RS Ul BB LS

youtube.com/pokolmknowhow

Shell type Screw-in type




Optimized outer contour

SPINWORX®

The geometry of the SPINWORX® tools enables optimum chip removal, particu- )
r3.5 -diam. 16 - 35 mm

larly during the machining of pockets and slots. In addition, the rounded outer
contour effectively prevents chips sticking to the tool.

The highly productive SPINWORX system in its smallest version

The material - the decisive basic factor e unsurpassed is term of cutting volume and tool life

SPINWORX® cutter bodies are made of a high-quality basic material to cope
with the extremely high running time with one insert set.

e wide range of use for almost all areas of application

o effective use of cutting edge

e can replace solid carbide endmills in some applications

e with specially adapted coolant supply
Insert seat:

Due to the large transition radius of the insert seats in the bodies, an exessive

notch effect is produced. A further advantage is that it cannot break the tooth d, d r I, l, : d, d, z
root due to overload.
DRO7-016-E08-02 16 = 7 | 35 285 12 - M8 | 138 2 ABC Mo
8 DRO7020E1005 20 7 35 285 12 - M0 18 5  ABC MuiBOIr
THE SELF-ROTATING INSERT Gl DRO7-025£1206 25 7 35 285 12 - M12 21 6 ABC MmaBOIrd
(5]
A crucial component in the SPINWORX® tooling system are the self- range of applications, inserts with or without chip groove and various Ml  DR07-030-E12-07 30 7 35 285 1.2 . M12 21 7 ABC Mmnal
rotating inserts, which have been optlma.lly ma?ched to the milling . cutting edge geometries are available. DRO7-035E1608 35 7 35 285 12 ; M 16 29 8 ABC MEBO
cutter seats of course. And there are special design features here which
ke safe and long-term functi ible h II. For a wid
ok salle anciongTeTHNCION possible Nere as et rora wice Inserts Catalogue no. DIN description Carhide Grade Coating d s r M
The pin/insert combination The race 8 DRO7-8B3 RORM 0727 MOEN B3 7127 35
® . . . ':‘ -
The cylindrical surface of the inserts hole Al SPl'ﬁhWORX mseLts are equflpped with ©fe DRO7-8B7 RDRM 0727 MOEN B/ 7027 35
has a precisely defined proportion of con- a race. Ihis protects the inserts from a non- DR07-8C4 RDRA 0727 MOSN ca4 7 1271 35
S . constant rotation and supports the characte- : '
tact area. The cylindrical part of the pin, ristics of the embedded insert seat .
~ | which provides additional support in the ' @E DRO7-8E4 RDRA 0727 MOSN E4 7027 35
seat of the tool, is exactly matched to this. DRO7-8F4 RDRA 0727 MOSN ” 7 27 35
(1] e
200154 200152 200043

Order number key

Tool: Insert:
DR10-025-E12-03 DR10-8C4 , o
, Feed per igh-
Carbide Grade ] Non-ferrous
Tool type ‘ Tool type ‘ Coating tooth | Steel Cast iron materials temperature  Hardened steel
d.o.c. alloys
Insert size Insert size
@ mm [d] @ mm [d]
Nominal diameter Identification feature
@ mm [d1] Carbide and coating code
B M35 Stainless steel / high-temperature alloys

Type of connection
E - Threaded shank end mill body
A - Shell-type milling cutter body

C K10 Steel/ Castiron / Hardened steel < 60 HRC
E P25 Steel/Castiron
F P40 Steel/Castiron

Connection size

o mm [d2] Geometry
3 Ground with chip-breaker groove, clearance angle 11°
No. of teeth 4 Sintered without chip-breaker groove, clearance angle 15°

7 Ground with chip-breaker groove, clearance angle 15°



Cutting speed (Vcin m/min)

Carbide Grade

Coating Application

<110 155 200

Roughin
it =120 175 230

B3 semifinishing
finishing

Steel - Cast iron

Non-ferrous
materials

High-
temperature

=30 65 100
=40 75 110

Hardened steel

<110 155 200

Roughin
S =120 175 230

B7 semifinishing
finishing

200400600
=200 500 800

=30 65 100
=40 75 110

= 90 150 210

Roughin
i =110 165 220

c4 semifinishing
finishing

=750 195 240
=140 205 270

<35 108 180

100 175 250

Roughin
it =100 200 300

E4 semifinishing
finishing

<130 165 200

<100 175 250

Roughin
i =100 200 300

F4 semifinishing
finishing

=770 130 750
=140 180 220

Extended operation data

T TR

; X
Cutter diam. d1 et
16 04

Cutter diam. d1

min

max

mm mm

16 20 30

20-35 1,2 20 <6,5 13 20 28 38
25 <4,5 18 25 38 48

30 <3 23 30 48 58

35 <2,5 28 35 58 68

SPINWORX® DRO7 in field testing

Processing task in 1.2312 ,Roughing in mold making”

Milling cutter body:
D_(nominal diameter):
Arbor:

Overhang:

Cooling:

Indexable insert:

V (speed):

n (revolutions):

F, (feed per tooth):
V, (feed rate):

A, (depth of cut):
A, (width of cut):
Tool life:

End of tool life:
Cutting volume

DR07-025-E12-06
25 mm
5012710

90 mm

Air

DR0O7-8E4
200 m/min
2546 min-1
0,6 mm

9167 mm/min
0,6 mm
15,5mm
9,6h

reached

85,26 cm®/min

Processing task in 1.2360 (56 HRC) ,Semi-finishing in mold making"

Milling cutter body:
D_(nominal diameter):
Arbor:

Overhang:

Cooling:

Indexable insert:

V (speed):

n (revolutions):

F, (feed per tooth):
V, (feed rate):

A, (depth of cut):
A, (width of cut):
Tool life:

End of tool life:
Cutting volume:

DR07-025-E12-06
25 mm

15012 750
approx. 180 mm
Air

DR07-8C4

180 m/min
2292 min-1
0,3mm

4125 mm/min
0,22 mm

5mm

6h

not reached
4,54 cm?/min




Feed per tooth (fz) | d.o.c. (ap)

SPINWORX®
r5 - diam.20 - 52 mm

High-
temperature  Hardened steel
alloys

Carbide Grade Feed per Non-ferrous

tooth | Steel Castiron

Coating materials

d.o.c.
Highly productive SPINWORX®-system. f (mm) 0,15-0,6 0,104
ghlyp y B3 azp(mm) 0,2-2 0,15-2
e unsurpassed is term of cutting volume and tool life f (mm) 01506 02.05 0104
B7 7 ] Y, 1£7Y) 17V,
e wide range of use for almost all areas of application a,(mm) 0,2-2 0.2-1,5 0,15-2
o effective use of cutting edge c4 ;‘Z((rpnr%)) 0,3-9_,;15 - 0'1051'%35 . - 0(511_9'135
p 1 1 1 !
e with specially adapted coolant supply E4 f (mm) 0,1-0,45 ) 0,15-0,25
2, (mm) 0,21 0,1-0,55
I R R R
DR10-020-E1002 20 10 5 29 25 - M 10 18 2 ABC MBIBOIF] Cutting speed (Vcin m/min)
DR10-025E12-03 25 | 10 5 325 15 . M 12 21 3 ABC MaaBol . ! High-
, Car(lggi%ﬁrade Application Steel Castiron Nrc:]r;tf:rriraolgs temperature ~ Hardened steel
DR10-025E12-04 25 10 5 325 15 - M 12 21 4 ABC MBaBoOI 9 alloys
DR10-030-E12-04 30 | 10 5 @ 33 25 . M 12 21 4 ABC MBaBoI B3 Se?i%g"f?-slﬂ?”g ) -]}8 ];E %88 } ) -28 92198
; nisnin - -
4 DR10:030-E1604 30 10 5 43 25 - M16 | 29 4 ABC MBaBoId R"h',g — ST w0 c5 o0
= . oughing
=l DR10032E16:04 32 10 5 43 25 : M16 29 4 ABC MisaBOI B7 Se?nlfilsrﬁisrlggmg : 120 175 230 - 200 500 800 =40 75 110
(5]
B DR10-032-E16-05 32 10 5 43 25 : M16 | 29 5 ABC Mg OIr Roughing | = 90 150 210 =750 195 240 ]
: C4 semifinishing = =110 165 220 = =140 205 270 : - =35 108 180
DR10-035-F16-05 35 = 10 5 | 43 25 - M 16 29 5 ABC Mol finishing - - -
= B - Roughing <7100 175 250 -
DR10-035-E1606 35 10 5 43 25 : M 16 29 6 ABC Mol £ Se?iﬂgﬂsh% <100 200 300 ) =130 165 200
DR10-042-E1606 42 10 5 43 25 - M16 | 29 6  ABC MuBoIrd g i ;
Roughing 100 175 250 =770 130 750
DR10-042-E16-07 42 10 5 43 25 : M16 | 29 7 ABC MBaBoI F4 se?r;f,lsrﬂsﬁéng =100 200 300 . <140 180 220
nisni - -
DR10-040-A1605 40 10 5 43 25 - 16 35 5 ABC MeaBol Extended operation data
Y DRI0.042A1606 42 10 5 43 2 - 16 &5 6 ABC MBaBol
N DR10-050A2207 50 10 5 52 25 . 22 40 7 ABC MBaBolIr
DR10-052-A2207 52 10 5 52 25 - 22 40 7 ABC MBaBoId ‘ I —
DR10-052-A22-08 52 10 5 52 25 - 22 40 8 ABC THBOI < ;
Inserts Catalogue no. DIN description Carbide Grade Coating d s r M y
1
%g DR10-8B3 RORM 1035 MOEN B3 10 35| 5
o DR10-887 RDRM 1035MOEN ~ B7 10 35 5 Cutter diam. d1 X Cutier diam. -~ 0 v Cutter diam. | Doy D
©O)iE
= DR10-80B7 RDRM 1035 MOEN B7 0 35 5 20 0,3 20 <2 10 20 22 38
25 0,4 25 <16 15 25 32 48
DR10-8C4 RDRA 1035 MOSN c4 0 35 5 3052 25 30 <9 20 30 1 58
)
8 DR10-8E4 RDRA 1035 MOSN E4 10 35 5 32 <8 22 32 46 62
35 <7 25 35 52 68
DR10-8F4 RDRA 1035 MOSN F4 0 35 5 10 55 30 10 o 78
42 <5 32 42 66 82
=== e — [ 50 <4 40 50 82 98
200140 200138 200043 52 <35 40 52 86 102




SPINWORX® DR10 in field testing

Processing task in 1.2738 HH ,Roughing in mold making"

Spinworx®
r6-@24-100 mm

Highly productive SPINWORX®-system.

unsurpassed is term of cutting volume and tool life

Milling cutter body: DR10-025-E12-04 . o
D (nominal diameter) 25 mm e wide range of use for almost all areas of application
5012 750 e effective use of cutting edge
approx. 80 mm e with specially adapted coolant supply
i
Indexable insert: DR10-8F4
V. (speed): 180 m/min
F, (feed per tooth): 0,5mm
Vf(feed rate): 4584 mm/min DR12-024-E12-02 24 12 6 33 28 M 12 21 2 B,C,D MIQIQQ]
Ay (depth of cut) 0,7 mm W DRI2032E1604 32 12 6 425 28 M16 29 4  BCD MuBOIr
A (width of cut): 15 mm = ‘
T;(()\INIIife‘ ut) 6h z DR12-035-E16-03 | 35 12 6 425 28 M16 29 3 B,C,D ﬁlila
o (<5}
End of tool life: not reached Ul DR12-035-E16:04 35 12 6 425 28 M16 29 4 B,,D MBagoIrd
48,13 cm’/min DR12-035E16:05 35 12 6 425 28 M16 29 5 B,CD Mol
. _ o . DR12-040-A16-05 40 12 6 425 28 16 35 5  ABCD MaaBord
Processing task in 1.2379 (62 HRC) ,Semi-finishing in mold making ‘
DR12-040-A16-06 40 12 6 425 28 16 35 6 ABCD | eSO
Milling cutter body: DR10-025-E12-04 DR12-042-A1605 42 12 6 425 28 16 35 5 ABCD MmBOI
DRSS oI TCieY) 25 mm DR12050-A22:06 50 @ 12 = 6 52,5 28 22 0 6 BCD MEaBOI
5012710
approx. 85 mm DR12-050-A22-07 50 @ 12 6 525 28 22 40 7 B.C,D MsaBBOI]
Air DR12-052-A22:06 52 12 6 525 28 22 40 6 BCD MBI
el e el DI 85 B DR12:052:A22:07 52 12 6 525 28 22 40 7 B,,D mRaIBOId
V. (speed): 90 m/min S
1145 min-1 = DR12-063-A27-06 63 12 6 525 28 27 48 6 B.CD MsaBBOI]
F, (feed per tooth): 0,25 mm < DR12-066-A27-07 66 12 6 525 28 27 48 7 B,C,D ] 1 I
Y, (feed rate): SR DR12-066-A27-08 66 12 6 525 28 27 48 8 BCD IMBOI
A, (depth of cut): 0,2 mm
A (width of cut): 14 mm DR12-066-A27-09 66 12 6 525 28 27 48 9 B,C,D ) (Y Yo/
Tool life: 3h DR12-080-A27-08 ' 80 12 6 525 28 27 48 8 B,C,D ﬁlilb
End of tool ife: not reached DR12-080-A27-09 80 12 6 525 28 27 48 9 BCD MEBOI
321 cmin
DR12-080-A27-10 | 80 12 6 525 28 27 48 10 B,C,D Visa B O
DR12-100-A32-10 100 12 6 63 28 32 70 10 B,C,D wal (Yol
Inserts Catalogue no. DIN description Carbide Grade Coating d s r M
@% DR12-8B3 RORM 1245 MOEN B3 12 45 6
DR12-8B7 RDRM 1245 MOEN B7 12 45 6
ofie
T DR12-80B7 RDRM 1245 MOSN B7 12 45 6
DR12-8C4 RDRA 1245 MOSN C4 12 | 45 6
7 g DR12-8E4 RDRA 1245 MOSN E4 12 45 6
DR12-8F4 RDRA 1245 MOSN F4 12 45 6




200140

[ —
200138

200043

Feed pertooth (fz) | d.o.c. (ap)

: Feed per High-
Carbide Grade : Non-ferrous
Coating tg'(gr'lﬁg Steel Castiron materials tema[ileor;;cure Hardened steel
f (mm) 0,2-0,65 0,1-0,5
B3 2 (mm) 325 02:2.5
- f (mm) 0,2:0,65 0,2505 0,0-05
a,(mm) 0,3-2,5 0,3-2 0,2-2,5
Ca f (mm) 0,1-0,5 0,15-04 0,1-0,17
a,(mm) 0,2-1,5 1-1,5 0,104
- fmm) 0,105 0,1503
ao(mm) 0,2-1,5 0,1-0,8
f (mm) 0,1-0,6 0,15-04
F 2 (mm) i 0,115

Cutting speed (Vcin m/min)

Carbide Grad L
arcl)a?in;a ¢ Application Steel -

Roughing
B3 semifinishing
finishing

<110 155 200
=120 175 230

Castiron

High-
temperature
alloys

Non-ferrous
materials

<100 350 600 51
=200 500 800 =40 751

Hardened steel

Roughing
B7 semifinishing
finishing

<110 155 200
=120 175 230

Roughing
C4 semifinishing
finishing

150 180 210
<110 165 220

=150 195 240
=140 205 270

<35 108 180

Roughing
E4 semifinishing
finishing

100 175 250
=100 200 300

<130 165 200

Roughing
F4 semifinishing
finishing

<100 175 250
=100 200 300

=770 130 750
<140 180 220

Extended operation data

(

ok A;

-

d1

Cutter diam. d1 o Cuttedr1d|am. o mym Cutte(hdlam. r?\"ﬁ'w] gmrﬁ
24 0,5 24 3 12 24 26 46
32-100 2,8 32 <11 20 32 42 62
35 <9 23 35 48 68

40 <7 28 40 58 78

42 <6,5 30 42 62 82

50 <5 38 50 78 98

52 <45 40 52 82 102

63 <3,5 51 63 104 124

66 <3 54 66 110 130

80 <2,5 68 80 138 158

100 <1,2 88 100 178 198

SPINWORX® DR12 in field testing

Processing task in 1.7225 (42CrMo4) ,Roughing in mechanical engineering"

Milling cutter body:
D_(nominal diameter):
Overhang:
Cooling:

Indexable insert:
V (speed):

n (revolutions):

F, (feed per tooth):
V,(feed rate):

A, (depth of cut):
A, (width of cut):
Tool life:

End of tool life:
Cutting volume

DR12-052-A22-06
52 mm

25022 710
approx. 302 mm
IKZ

DR12-8F4

200 m/min
1224 min-1

0,8 mm

5876 mm/min

1T mm

37 mm

3h

reached

217,43 cm®/min




SPINWORX® DR12 in field testing SPINWORX® DR12 in field testing

Processing task in 1.4848 (GX40CrNiSi25-20) ,Roughing in mechanical engineering” Processing task in Ti6AL4V (Titan Grad 5) ,Roughing in tool and mold making”
ORI20664270 ORI205042207
gormm somm
5027710 5022750
appron. 102 s 100
ORI2454 OR12487
20mimin s0mimin

n (revolutions): 579 min-1 i 318 min-1
0,5mm 2 F, (feed per tooth): 0,79 mm

2026 mmini 123 mii
A, (depth of cut): 0,8 mm __ A, (depth of cut): 2mm

31 | 35

h - f0h

cached T 3 = cched

50,24 cmfmin S 29,63 cn¥min

Processing task in Inconel 718 ,Roughing in mold making* Processing task in 1.8550 Stellite 12 (52 HRC) ,Roughing in mechanical engineering, extruder shafts”

o202 1601 o066 275
32mm D, (nominal diameter): 66 mm
016710 - soz7310
SO, | oo 02
i | i

o295 oz

5 i , 5
i . P

F, (feed per tooth): 0,2 mm 0,4 mm

358 mm/min . V, (feed rate): 2170 mm/min
T osmm
tomm | T,

36 "

i & e
573 cm/min '- 114,59 cmlmin




SPINWORX®
8-032-125mm

Feed per tooth (fz) | d.o.c. (ap)

Carbide Grade
Coating

Feed per
tooth |
d.o.c.

Castiron

Non-ferrous
materials

High-
temperature
EIS

Hardened steel

Highly productive SPINWORX®-system. f (mm) 0,2-0,7 0,15-0,5
ighly productive system B3 2 {mm) 55 s 023
e unsurpassed is term of cutting volume and tool life - f (mm) 0.2-0.7 0.25-06 0.15-0.5
* wide range of use for almost all areas of application a,(mm) 0,53 0,34 0,23
. . c4 f (mm) 0,2-0,7 0,2-0,5 0,15-0,23
o effective use of cutting edge azn (mm) 0,2-2,5 2-3 0,2-0,55
e with specially adapted coolant suppl f (mm) 0,2-0,7 0,2-0,35
peeeyatep P E4 a(mm) 0225 0,2-16
, i f (mm) 0208 02:0,5
DR16-032-E16-02 32 16 8 435 38 M 16 29 2 CDEF Bl oOF Cutting speed (Vcin m/min)
DR16-040-E16-04 40 16 8 435 25 M 16 29 4 C,D,EF L] [T Y/l , ' High-
: Carbide Grade Castiron Non-ferrous temperature  Hardened steel
Coating materials alloys
052-A22- i : 7
DR16-052-A22-05 52 | 16 8 53 25 22 40 5 B,C,D,EF il (1 Yo/l Roughing =110 155 200 =30 65 100
DRI6-052A2206 52 16 8 53 25 - 2 4 6  BCDEF  MmMBOM 83 epitising ‘ MO, 40 75 110
P DR16-063-A27-06 63 16 8 | 53 25 - 27 48 6 CDEF hal |} Yol Roughing <110 155 200 =100 350 600 <30 65 100
I : B7 semifinishing - =120 175 230 =200 500 800 =40 75 110
=8 DR16-066-A27-06 66 16 8 53 25 - 27 48 6 C.DEF ial (7 Yo/l finishing - - -
& - ; Roughin =90 150 210 750 195 240 ;
DR16-080-A27-07 80 16 8 53 25 - 27 60 7 CDLEF  YmBor c4 se?nifi%hi'shﬁ]g =110 165 220 =140 205 270 =35 108 180
. inishin - - -
DR16-100-A32-08 100 | 16 8 | 63 25 - 32 70 8 A CDEF ] [T S/ _ . —
Roughing 100 175 250 -
DR16-125-A40-09 125 16 8 53 28 : 40 90 9 CDEF  VmaBer E4 Se?nlfilsr;]'isnhgmg =100 200 300 130 165 200
Inserts Catalogue no. DIN description Carhide Grade Coating d s r M F4 semi%?siﬂﬁ]g :]88 ;(7)(5) %88 j{ A{g ;gg 27%
Y finishin - -
©fs DRI6G8B3  RORM1655MOEN B3 6 55 8 —
/ g DR16-8B7 RDRM 1655 MOEN B7 16 55 8 .
Q. Extended operation data
DR16-8C4 RDRA 1655 MOSN C4 16 5,5 8 ; 5
| Plunging L el
%% DR16-8E4 RDRA 1655 MOSN E4 16 55 8
DR16-8F4 RDRA 1655 MOSN F4 1% 55 8 N
Bro@® B —ue ‘ 5 Ll
M16X35 GWSTPS10ISK 200155 200153 200043 " ; T

Cutte(;1d|am. o mym Cutte(;1d|am. r?f?'ﬁ e
32 05 32 <25 16 32 38 62

40 1,0 40 <2,5 24 40 50 78

52125 2,8 52 <48 36 52 74 102

63 <35 47 63 96 124

66 <32 50 66 102 130

80 <24 64 80 130 158

100 <18 84 100 170 198

125 <1,2 109 125 220 248




SPINWORX®
r10-@ 100-160 mm

SPINWORX® DR16 in field testing

Processing task in GG-25 ,Roughing in mechanical engeneering, Gearbox" Highly productive SPINWORX®-system in bigger sizes.

e unsurpassed is term of cutting volume and tool life

Milling cutter body: DR16-080-A27-07
D{nominal diametery 80 mm e wide range of use for almost all areas of application
10027710 o effective use of cutting edge
153 mm e with specially adapted coolant supply
i
Indexable insert: DR16-8C4
V. (speed): 200 m/min
F, (feed per tooth): 1Tmm
V,(feed rate): 5570 mm/min B DR20-100-A32-07 100 20 10 53 4 - 32 70 7 B,C,D,E hal 1 F Yol
A, (depth of cut) 2,5mm =l DR20-125-A40-08 125 20 10 53 | 4 : 40 9 8 BCDE  MIBOT
A, (width of cut): 32 mm ] .
Tool Iife: 13h _ : DR20-160-A40-10 160 | 20 | 10 = 63 4 - 40 120 10 CDE wal [ F Yol
Aidoiton lie: reached i ; e, e , o Inserts Catalogue no. DIN description Carbide Grade Coating d s r M
v DR20-8C4 RDRA 2065 MOSN C4 20 6.5 10
@ % DR20-8E4 RDRA 2065 MOSN E4 20 6.5 10
: DR20-8F4 RDRA 2065 MOSN F4 20 6.5 10
@ | @ @ e 1] ===} — )
M16X35 GWSTPS10ISK 200155 200153 200043

: Feed per _ High-
Cartide Grade tootﬁ| Cast iron Non-ferrous temperature  Hardened steel

Coating do.c materials allovs

High-

Carbide Grade : Non-ferrous
Gt Cast iron materials temperature  Hardened steel
alloys
Roughing | = 90 150 210 =750 195 240 =
ca se?nif_irhi.shlng =110 165 220 - =140 205 270 - - =35 108 180
inishing - - -

Roughing | 7100 175 250

E4 semifinishing | =100 200 300

<130 165 200

finishing

finishing
Roughing | <7100 175 250 =770 130 750
F4 semifinishing | =100 200 300 <140 180 220




Extended operation data SPINWORX® DR 20 in field testing
L Plnging

ampin
T T

Processing task in 1.7225 (42CrMo4) ,Roughing in mechanical engeneering”

Milling cutter body: DR20-160-A40-10
D_(nominal diameter): 160 mm

= g'/

50407107
m 3mm s
100 2,0 100 <6 62 100 162 200 il
125160 3.0 125 <33 87 125 212 250 S5 Wil
160 <23 122 160 282 320 0,7 mm
V, (feed rate): 2300 mm/min
s
t20mm
i =
T —
oain

Processing task in 1.7225 (42CrMo4) ,Roughing in mechanical engeneering”

0R20-160440-10 -
D_(nominal diameter): 160 mm ;%
S50
3mn g
Emulsin 2
oR20474

250mimin

497 min-

07 mm

V. (feed rate): 3482 mm/min

i

100mn

i0h

ot e

139261 i



Accessories
for SPINWORX®-Cutters

Accessories Catalogue no.
for shell-type and threaded shank adapters

Description

B ® M16X35 cylinder screw, hexagon socket, short head M16 = L35 7%%]4
GWSTPS8ISK hexagon socket set screw 8X¥2 5 MBx0.75 23)&
GWSTPS10ISK hexagon socket set screw M10x1.5 | M10x1 Shig)e(as
200154 Torque screwdriver with 0,4Nm OS,ZtI:[I% DRO7
200140 Torque screwdriver with 1,0Nm 1S’8t,\tl?n DR10 = DR12
200155 Torque screwdriver with 2,2Nm Zs,gtl:[I?n DR16 | DR20
200152 TX06 Torx Bit, packing unit: 6 pieces T6
= — | — 700138 TX10 Torx Bit, packing unit: 6 pieces 710
200153 TX20 Torx Bit, packing unit: 6 pieces 120
cleaning paste / ceramic paste
[ 200043 HTC ceramic paste WS 600 005 tube 5 grams E}urg‘reng
Legend
Major application Minor application Delivery status Features
= roughing " roughing available as long as stock lasts incorporated insert
v v ¥ stock item

roughing and semifinishing

roughing and semifinishing

.
B8 inner coolant supply

= semifinishing

7 semifinishing

on request

5 toric tool

¥ semifinishing and finishing

¥ semifinishing and finishing

v finishing

v finishing

¥ roughing, semifinishing and
finishing

f—
=

< roughing, semifinishing and
finishing

Axial rake angle

3° positive axial rake angle

7° positive axial rake angle

ASSEMBLING INSTRUCTIONS
Fitting of SPINWORX® inserts in the tool

In order to maintain optimum and safe use of these tools, you should pay attention to following notice:

Step 1: placing inserts into the seat

Place the inserts (1) into the seat provided. Apply the paste included (4) to the
thread of the pin (2) and make sure no paste (catalogue number ,Z 00043") Paste (4)
gets onto the contact surface.

Remove any surplus before using the tool.

Step 2: inserting the pin

Insert the pin (2) into the screw hole from the back side and use the torque
key to tighten according to the specified tightening torque. We recommend

using our pre-set torque key with. Insert (1)

Tightening torques

Insert Torx® size Tightening torque .
DR07-8 T6 0,4 Nm
DR10-8
DR12-8 710 1,0Nm
DR16-8 S
DR20-8 120 2,2Nm =

Torquel (3)

Torx®-Bit (5)

CAUTION! Please note!
SIMPLE HANDLING THANKS TO CONVENIENTTOOL

We recommend our torque keys with pre-set tightening torque as a convenient
and safe alternative to conventional Torx or torque keys.

recommend using internal coolant supply air, emulsion or MMS

2 For optimum results with the SPINWORX®-tooling system we
for chip removal in the tool!
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