Thinking in solutions

Milling Cutter Bodies

Tooling systems and application consulting for the milling
of complex 2.5 and 3D geometries
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The New Catalog of
Indexable Insert Systems from Pokolm

Dear customer,

This catalog provides you will full documentation on the current indexable insert system product range
available from Pokolm.

The POKOLM catalog is just as well-designed as our tooling systems, since it is structured primarily
according to the various usage types. Even the product overview clearly shows which types of machining
and which material groups the individual cutter types can be used for, and which sizes and connection
types are available.

Another user-friendly feature is that matching cutting inserts, accessories, and cutting and expanded
application data are provided directly after the individual cutter types - this eliminates the need to search
for this information and reduces work time. A new feature in this catalog is that information on the
speeds for different cutting materials is even more detailed than in previous editions.

In addition to our proven series, the product portfolio also lists all new developments. This ensures that
you always find the optimal tool system in premium quality for your specific application. Our highly
trained application engineers are also happy to assist you in developing optimal, customized solutions
and concepts.

We are happy to be of service and look forward to hearing from you!

Your Pokolm team
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THINKING IN SOLUTIONS

Benefit from our track record of success

Improving means always reflecting on the competition as well as on our own products and services, identifying
potential areas of optimization, and above all developing innovations that represent true progress and advance-
ment. In milling technology, lighter weight, significantly faster machines result in fundamental changes that
make new cutters for higher feed rates essential, with a much lower depth of cut closer to the contour. Our
company founder, F.-J. Pokolm, helped shape this key step in the development of milling cutter bodies, with

a wide range of innovations that are now considered standard. Today, for instance, milling cutter bodies and
cutting inserts in metric dimensions simplify calculations of relevant values, when compared to previously used
inch measurements. The embedded insert seat is another Pokolm innovation that can be traced back to the
spirit of invention and practical experience of the company's founder. The patented DUOPLUG® system offers
significantly better holding forces and the highest concentricity in the industry, for a perfect screw-shrink con-
nection between the tool and arbor. One current milestone in milling technology are SPINWORX® round plate
routers with self-rotating cutting inserts.
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At the same time, the SPINWORX® tool system, which includes cutter bodies, cutting inserts, and §
retaining pins, clearly shows how perfectly Pokolm components are designed to work together — the &
result of many years of experience and wide-ranging expertise.
In addition, the highest commitment to quality and precision in development and series production, both
in -house and by our suppliers, serves as an essential foundation for this success. z
2
2
Successful practitioners choose premium tools
from Pokolm — a choice that pays. Our tools
offer Pokolm customers a keycompetitive
advantage, thanks to the combination of c
excellent products and outstanding consulting <
from our technical sales force, fully and 5

specifically tailored to each individual customer.
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Individual designs for any application

From intricate medical technology to high-powered racing applications — our services are used in

a wide range of different industries. The demands placed on our products are as diverse as they are
challenging. But they all have one thing in common: the highest level of precision, quality, and
expertise is always essential. It does not matter whether we are producing huge components for
aviation or a highly specialized tool for the woodworking industry.

With such a wide variety of products, direct contact with our customers is essential. This is the only
way we can understand precisely what specific challenges are at play. Our highly trained technical
sales representatives can often provide assistance on site, and address individual requirements
flexibly with custom solutions. This kind of service is what makes us experts in our industry.

BUNDESREPUBLIK DEUTSCHLAND

Process optimization, guaranteed

Standing still is a step backwards. That is why we are
continuously developing our product portfolio. This is
the only way we can remain a technological leader in
the field. It is also the only way you can benefit from
our innovations and patents, to secure your competi-
tive advantage for the long term.

DUOPLUG®, SPINWORX® and other patents
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Purchase- and Info-Hotline

Pokolm Frastechnik GmbH & Co. KG

@

+49 5247 9361-0

+49 5247 9361-99

info@pokolm.de

-
_-//

7:30 AM - 6:00 PM (weekdays)

Order before 5:00 pm
for same-day delivery!

“

K +49 5247 9361-0

Visit our website

www.pokolm.de

e S :.E-fkﬁ!mm
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Diversity in the highest quality

z
£

The intelligent POKOLM tool system offers the optimal tool for any need — from arbors to milling cutter g

bodies or solid carbide cutters to cutting inserts in various designs, grades, and coatings. Competent -

consulting by our technical field service, first class service, a comprehensive range of accessories and

training courses for our customers in the POKOLM Academy create a unique, full-service concept. With all

these services and more, we support your long-term success throughout every step of the process chain. =

£s

Milling cutter bodies for every application ==

Face mills, e.g. Copy end mill, e.g.

(6) MIRROWORX® M o) | (4) SPINWORX® .

MIRROWORX® S (12 ROUND INSERT CUTTERS =

PLANWORX® g

<

Cutters for NF

machining, e.g.

(5 VDGT c
Rhombic milling E
cutters, e.g. _;Eu
(1) FINWORX® &
XDHW / XDHT

Sharp corner and slot milling cutters, e.g. Ball nose/toric end mills, e.g. High-feed cutters, e.g.

(2) SLOTWORX®L (9) WAVEWORX® (3) SLOTWORX HP® M S

(7) SLOTWORX® VF (1) UNIWORX® (5) SLOTWORX HP® S g

® £

QUADWORX® XL QUADWORX® XL =

g

The complete spectrum of Pokolm products for cutting technology

1 . 1%, ,
' Milling cutter bodies Arbor and adapter systems / Accessories £
| 5

Detailed technical
expertise

Spindle systems
Shrink technology

ila]e |||a|:|| ;

g Indexable inserts
ﬁ Solid carbide end mills % Specialty products Qualified service
\

o)

Index



G IN SOLUTIONS

Overview of milling
cutter bodies
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PRODUCT OVERVIEW

Milling cutter bodies - Product overview

CorrEetan IR Material group 1SO 513
type g typ
Face mills
PLANWORX® & 25
@ 40 - 250 mm 26 - - - - @ - -|v v 9 - ¥ -
MIRROWORX® =8 |® 20
Size S-@ 16 - 35 mm 30 B I P I I S O ¥ I ¥V V| V|V |V
Size M - @ 42 - 100 mm 32 ¥ IV V|V|V|V

soworx |1 @8 @I &) 35

Size S-@ 10 - 32 mm 36 VIV |V |-|- |-
Size M - @ 16 - 52 mm 38 & - & & - &by -1%¥YT ¥ ¥ ¥ ¥V
Size L- @25 - 100 mm 42 V| VY W V¥V W -
QUADWORX®-k90° = 8] 47

Size XL @ 32 - 100 mm 48 @\7\'\@\f\ﬁ\@\a\f|%\%‘%\f\%‘f
SLOTWORX® VF =& s

sizeM-g16-42mm A 52 A - . - @ - T YT Y VT
SQUAREWORX® a8l s

@ 25 - 66 mm | K=90° 57

@ 16 - 63 mm | K=45° 58 & &S S & & & MAMAMAMAME
Copy end mills - k0°-90°

SPINWORX® 8@ 63

r3.5- @ 16 - 35 mm, 7° positive 65 VIV V V|V
r5 - @ 20 - 52 mm, 7° positive 68 VIV ¥V V|V
ré - @ 24 - 100 mm, 7° positive 72 @ - ' @ - W @ a ' ¥V VIV V|V
r8 - @ 32 - 125 mm, 7° positive 76 VIVIVV V|V
r10 - @ 100 - 160 mm, 7° positive 80 VIVIVV V|V
Round insert cutters @@ 83

r3.5-@ 12 -25mm, s 1.99 mm 84 vV VIV VvV - |V
r3.5-@ 15-42 mm, s 2.38 mm 87 VYV V| V| V| V|V
r5-@ 20 - 42 mm, neutral 91 YV V|V ¥V ¥V | ¥V
r5-@ 25-52 mm, 7° positive 96 VIV V| V| V|V
r5-@ 20 - 35 mm, CBN, neutral 101 @ - . Q ﬂ - @ - ' Y VvV V|V V¥V |V
ré - @ 42 - 80 mm, 7° positive, shim 103 - -1V - - A4
ré - @ 24 - 80 mm, neutral, 7° positive 107 Y ¥V ¥V V| ¥V ¥
r8 - @52 - 100 mm, 7° positive, shim 112 Y ¥V V¥V V| ¥V ¥
r8 - @ 32 - 160 mm, neutral, 7° positive 115 Y ¥V ¥V |V |V ¥
r10 - @ 40 - 160 mm, neutral, 7° positive 119 Y ¥V ¥V |V |V |¥

Machining types Connection types 1122

Angled p\unging@ Chamfer milling @ Face milling Circular plunging @ Vertical plunging -' iDtetl;tyb%ed;ﬂ”mg -I DUOPLUG® ’;,‘ Z::jeiqd‘ﬁdbzzaynk
Slot milling @ Sharp corner milling @ Copy end milling Pocket milling @ Weldon surface @ Plain shank

()
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Tips and practical information

i Material group 1SO 513
Cutters g/%r;nectlon Page| Machining types
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Rhombic milling cutter - k95°

FINWORX® = &8 R 123
21642 mm| 1 AP A A Ar v Ar-ar 2k ANAL AR AR 4 .
XDHW 06 | XDHT 06 127 e
216 -42 mm | r1 128 v Y 9.9 -7 22
©16- 35 mm | 12 131 & - &N & & S vV v - v %%
XDHW 10 & 8] 133 =
025-80mm |1 133 & - & & & &Y T V| - |-V =
Cutters for NF machining
VDGT - r1 /& 137
@15-42mm|r1 138 -l -] - -
01542 mm | 120 & - B - &S v _ - .
VCGT - r3 & 8 143 g
@32-80mm|r3 144 R A g
032125 mm |13 & - B - &S v _ -
Ball nose / toric end mills
WAVEWORX® &8 149
| - |- |-|-|- |ee[v|v|v]-|v c
UNIWORX® &R 153 =
@8 mm -20 mm %4 - | - | - | - -] -] -] -1 &S V¥ V| -¥ E
Bull end / high feed cutters é
UNIWORX® PLUS EIEFIRRE -
ks
diam 10-20 mm -r0.5|r 1.0 160 ¥ VIV V V &
510 - 20 mm 1 163 & - B & - &S S v v v v 9w
SLOTWORX® HP B8 167 g
HP | Size S - @ 10 - 32 mm 168 v - 9 - 9 S
HP|size M -2 16-52mm S | ® -8 - &S - e £
SLOTWORX® K15° (HsC) | [/ 5| & | @8 | 175 g
HF | size M- @ 16 - 52 mm 176 @‘ - "‘@\—‘W\@\G‘— V‘—‘V‘—‘—‘? <
FOURWORX® HP B & e
Size -2 16 - 42 mm 82 & - |- & - & - v - T -] -] -
QUADWORX® S8 & 187
Size M - @22 - 52 mm 188 ¥V ¥V V| - ¥V W c
Size L - @ 35 - 80 mm 191 | @ - - - @& - F T - 8
Size XL - @ 32 - 100 mm 194 ¥y ¥ ¥ - V¥ - =
<2/2
Primary application Secondary application
? Roughing ? Pre-finishing ? Finishing ? Roughing @ Pre-finishing V Finishing
3
=
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THINKING IN SOLUTIONS

Efficiency for higher profitability

The comprehensive analysis and individual consultation of our highly qualified technical field service are
focused fully on your specific process application — and always with one goal in mind: To lower costs and
increase productivity.

Our goal: Lower costs

Costs

B Machining
Tool
ACTUAL process Optimized process
Our approach: Process optimization
Clamping
Clamping device*
Clamping technology*
) Rigidity*
Machine Cutting material* Tool
Rigidity* Overhang”
Revolutions* Diameter”
Output* Cutting material®
Dynamics* Cutting flute geometry”
Control* Process Tool management”
Degrees of freedom* optimization Coolant”
Arbor size*
Component CAD / CAM
Cutting volume* Tooling definition*
Composition* Strategies*
Material treatment condition* Flexibility
Geometry* Data flow* * Examples of influencing factors
Material*
Strength*

@
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Tips and practical information

Your center for expertise: the Pokolm Academy

First class products are one thing. But the foundation for creating tooling systems that are more
profitable, faster and more powerful is: KNOWLEDGE
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That is why we created the POKOLM Academy for you. There, the focus is on actively finding new
solutions, transmitting knowledge, and securing your competitive advantage for the long term.

Ongoing education is key to mastering the challenges of the market. § =
At the POKOLM Academy, we offer you professional workshops, seminars, and training sessions that %%
convey a deep level of product expertise. This is an important key for your success. ==
=
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Added value through knowledge .

From metallurgy to tools and their coatings, to milling strategies for CNC cutters and programmers — %

o

proven experts and professionals present their expertise in the Academy, giving you and your employees
a decisive advantage in knowledge over the competition.

G|
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PRODUCT OVERVIEW

The Pokolm tool system

Shrink fit arbors MK arbors Threaded
(reduction sleeves)

SK/BT HSK SK /BT HSK SK/BT
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Morse taper
shank shrink

fit extension 5 Dense antivibration
material & solid
i) carbide threaded
O O A C“) extension
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Plain shank shrink
fit extension

Morse taper
shank-shrink
fit extension
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DUOPLUG® shrink
fit adapter 2
»O‘ Th:ceaded Sl Threaded extension /
it adapter ;
reduction
Milling cutter tools with Solid carbide tools
DUOPLUG® connection - Threaded shank end
pi mill body
' The Duoplug connection is 0 l ) Threaded shank end mills
available for selected tool 1 | are available for many tool

4 arbors with M5 — M16
connection threads

arbors With M5 - M16 Ballnose  Bull end and  End mills
connection threads end mill  toric end mills

o
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Shrink fit connection Shell-type connection
Morse taper connection ER collet connection

Threaded connection DuoPlug®-connection

Tips and practical information

. . Product overview
indexable inserts

Milling cutter bodies /

Accessories
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all plain

. inking units,
uitable shrinking ed in shrink

sing ! .
*when Using d extensions can be us

hank tools an
fit mounts as well.

further information. P

lease see page 195

threaded i

Q end m
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Assembly instructions

Threaded
extension /
reduction

O

Order form




PRODUCT OVERVIEW

Technology comparison

Threaded connection vs. Pokolm DuoPlug® connection

What sets the systems apart:

Pokolm threaded connection —
the powerful standard

Pokolm threaded connection

Benefits

e no undercut, avoiding a predetermined breaking point

¢ high-precision fit zone, and high-precision contact surface

e higher tensile strength and thermal stability by using custom
materials with specialized hard coating

e for hundreds of tool changes

Thread « optimized chamfer design on the milling arbors
Fit zone

The black arrows
indicate the holding
and supporting forces.

Your benefits

e universal use for roughing and finishing operations

e high durability and red hardness

¢ |ower tool costs thanks to longer service life

e significant increase in stability due to larger contact surface

Ideal applications

e standard option for milling operations in short and medium
machining depths

e specifically for deep machining situations without vertical
walls

The standard threaded connection is produced with the
highest tolerances using state of the art technology.
Structural optimizations of the tool and arbor significantly
improve the performance capabilities of the Pokolm thread
connection system.

@
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Tips and practical information
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The patented DuoPlug®system —
the perfect improvement
=
Pokolm-DuoPlug®=shrink grip and screw fit :
s
g
Benefits
e highest precision and concentricity
e optimal stability
e absolutely backlash-free tolerance fit seat thanks
_ The black arrows Shrink grip to shrink grip connection S
indicate the hold!ng adjustment e extremely precise and reproducible tool seat £
and supporting e significantly better holding force than common 2
forces. Fine thread threaded systems E
e higher tensile strength and thermal stability by using E
custom materials with specialized hard coating =
Your benefits
e increased process reliability
e longer tool life 2
e significant reduction in vibrations with long overhangs €
e facilitates the highest precision in finishing operations B
¢ high availability for the tool system and improved j}
process reliability g
e improved performance in roughing operations 2
e high durability and red hardness
The P_okolm DquIug® system offgrs optimal stability with Ideal applications
the highest precision and concentricity. As a supplement to
common screw-fitting tools, the holding forces between * high-precision finishing operations
the tool and arbor system act over the full surface of the ¢ finishing and roughing work with long overhangs -
entire shrink grip connection, and large portions of the * machining situations on vertical walls thanks to S
shrink grip thread. See the assembling instructions for the extremely narrow arbor system 2
DuoPlug® in the “Technical Data” section for further e
information.
It's a fact:
DuoPlug® perfects threaded connections with significantly
better holding force and the highest precision, at extremely
narrow dimensions.

Q@



PRODUCT OVERVIEW

Milling cutter bodies

=3
=

e .y . A
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Well embedded: For a variety of cutting advantages.

In milling cutter body systems from POKOLM, precisely tailored tools and indexable inserts complement one
another in a comprehensive product range that covers well over 90% of machining situations, in particular in
tool and mold building.

The specially developed, patented insert seat We offer specially designed tools with unique
g provides optimal hold for cutting inserts in the @ indexable insert geometries and an optimized
tool arbor, facilitating high feed rates and smooth coating for machining non-ferrous

longer tool lives through outstanding stability. metals and non-metals.

State of the art technology: Almost all tools in

70 Tools with neutral or different positive |
[-y adjustments offer optimal machining conditions lj' the Pokolm tool system are equipped with an
for a wide range of different materials and internal coolant supply.
machines.

Wﬂ
11

g

eliminates looseness to the arbor and achieves a plunging angle of 90°.
high-precision surfaces in finishing, combined
with high holding forces for requirements at
extreme cuttingperformance in roughing.

The patented Pokolm DuoPlug® connection system E 2-point contact milling tools can be used with

Safety in roughing. The shim acts both as Optimized geometries, carbide grades, specially
II protection and to dampen vibrations. This RSH developed for the properties of rust, acid,

product feature also delivers process reliability and heat resistant stainless steels, guarantee

and has a positive influence on smooth running outstanding cutting results.

performance.

For more information on the special features of individual Pokolm tool systems, please see the following pages.

')
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Tips and practical information

Technology overview
Milling cutter bodies

Improved economic efficiency
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7 increments for round indexable inserts and numerous geometries and sizes — combined with many
different axial angles in the cutter body — offer optimal conditions for almost any conceivable application.

E =
Different axial angles for every requirement:
"1 A negative basic shape delivers improved tooth stability and maximum smooth-running performance g
<
0° : . - . . -
\,\1 A neutral geometry is outstanding for hard machining, and delivers maximum contour precision
E
70 Positive arbors, combined with cutting inserts with a hollow cavity, are highly suitable for less powerful E
[ machines and RSH materials =
£
2
E
S



PRODUCT OVERVIEW

Technology overview
Milling cutter bodies

Optimal force distribution

The patented embedding of the indexable inserts in the carrier tool optimally dissipates the axial and radial
cutting forces that occur, since the cutting insert is not held only by the Torx screw, but instead is supported in
the carrier tool. This means the cutting pressure does not act solely on the cutting insert, but is also conducted
into the milling body.

Compared to open insert seats, embedding the cutting insert also allows for stronger teeth, thereby signifi-
cantly improving the stability of the tools. This makes it possible to achieve higher tool lives and feed rates.
Additional double clamps also offer excellent hold under extreme conditions.

Spokolnn
Clamp-
in
@ O - {} Additional (double) clamp
—>
Holding
forces Support in the carrier body
Cutting pressure 4

Cutting pressure
Torx® screws

Reduced wear

The chip rooms are specially designed to achieve easy machining processes and save material. Precisely
matched coolant channels in the tools and arbors deliver the coolant directly to the cutting flute, even under
difficult cutting conditions.

Specialized materials and special hard coatings offer higher tensile strength and thermal stability, and make
Pokolm tools and arbor systems unbeatable in terms of durability and service life.

©
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Indexable inserts

The complete product range

Pokolm’s product portfolio stands out for its broad diversity and well-designed range of indexable inserts.

Perfectly tailored to our tool system, with a large selection of grades, geometries, and different
applications, they provide the optimal solution for any application:

Diameters from 5-20 mm, different shapes, materials, and coatings allow for any custom combination
alongside a wide range of carrier tools and patented embedding.

All Pokolm indexable inserts are based on tested, practical applications from our customers, and are
developed continuously in response to new challenges.

This ongoing and innovative development process, and intensive cooperation with our suppliers and
coating partners, ensures we always supply state of the art quality.

©
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Milling cutter bodies /
indexable inserts

Order form Assembly instructions Technical information Accessories
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Tips and practical information

PLANWORX® face mills

Highly economical with great machining depth
and fantastic smooth-running design

Product overview

Properties

® negative, and therefore extremely stable base form

eight reliably usable cutting flutes

Sizes Page

easy cutting thanks to highly positive indexable insert

| ©40-250 mm 26|
geometry

=
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o
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£
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indexable inserts

uneven division for less vibration

coolant bore for media up to tool diameter 125 mm

outstanding smooth-running design

adjustment angle Kappa ~45°

Accessories

Machining types Connection types

- & & &

Technical information

Practical video

PLANWORX® in
1.0570/

Assembly instructions

Cutting materials

ISO application Aggliceition chitz Cuitrg e Thickness Radius
. (mm) length
Coating grade

- f, a, | (mm) s (mm) r (mm) c
[=]
P40 PVSR Y - - - - - [0.08-055| 0.1-6.0 13 54 0.8 g

K10 PVTi = = Y = = = 0.1-0.55 0.1-6.0 13 54 0.8

M40 PVST - ¥ | - | - | ¥ | - | 008-03]| 01-40 13 5.4 0.8

Index
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PLANWORX® FACE MILLS

PLANWORX®

92 40 - 250 mm

Characteristics:

Milling cutter bodies Part no.
Shell-type milling cutter body
440 331 40 13 0.8 42 6.7 53.5 22 40 4
550 331 50 13 0.8 52 6.7 63.5 27 48 5
6 63 331 63 13 0.8 52 6.7 76.5 27 60 6
8 80 331 80 13 0.8 52 6.7 93.5 32 70 8
10 100 331 100 13 0.8 52 6.7 113.5 40 90 10
12 125 331 125 13 0.8 52 6.7 138.5 40 90 12
14 160 331* 160 13 0.8 52 6.7 173.5 40 120 14
16 200 331* 200 13 0.8 52 6.7 213.5 60 160 16
20 250 331* 250 13 0.8 52 6.7 263.5 60 160 20
40505 P Tor screw > Page 197
15500 P Torx wrench (Torx Plus) > Page 198
The accessories shown here Accessories $G25 TORQUE CIiX-S grip > Page 199
must be used for all sizes! TG55 TORQUE CIiX-T grip > Page 199
DM38 Torque adapter 3.8 Nm > Page199
TP15-R 6-pack bits (Torx Plus) > Page200

Indexable inserts Part no. DIN designation Quality Coating
05 31 842 SNMX 135408 ER P40 PVSR 13 54 0.8 M 4
05 31 862 SNMX 135408 ER K10 PVTi 13 5.4 0.8 M 4
05 31 8096 SNMX 135408 ER M40 PVST 13 5.4 0.8 M 4

Application data (fz / ap)

Material

Coating grade Dze;)iﬂ Ei‘tifj : Stainless steel Cast iron NnFoT—er;aeltzEd HL%Q[:;Tfsﬂi;ire I—r:?ar?eer?aelg
P40 PVSR ;‘p ((f:‘n“r;)) 0%?%;(_);5 ) i - - ;
K10 PVTi ;p ((r;’:q)) _ B o.(;.-;)_.655 ) i i
M40 PVST ;p ((an:w)) _ 0.08:03 _ ) 00802 )

*Tools do not have an internal coolant supply

©



Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and
non-metals

High-temperature

resistant alloys

(») pokolm

Hardened

materials

P40 PVSR

K10 PVTi

M40 PVST

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

¥100 200 300
¥100 200 300

¥80 130 180
¥100 155 210
%120 185 250

¥150 175200
¥150 175 200
¥150 200 250

¥30 55 80
¥40 65 90
%60 90 120

Expanded application data

Full axial plunge Full oblique plunge Circular milling

| |
L___ |
Ty
C |
o
D min max di
Arbor X o Arbor a y Arbor i i
@ d1 mm @ d1 mm @ d1 mm mm
40-125 4 40 <11 295 40 89.5 93.5
160-250 - 50 <8 395 50 109.5 1135
63 <6.5 52.5 63 1355 139.5
80 <4 69.5 80 169.5 1735
100 <3.5 89.5 100 209.5 2135
125 <25 1145 125 259.5 263.5
160 <2 149.5 160 329.5 333.5
200 <1 189.5 200 409.5 4135
250 <1 239.5 250 509.5 513.5

Q

Tips and practical information

Product overview

indexable inserts
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Order form Assembly instructions Technical information Accessories
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MIRROWORX® FACE MILLS

MIRROWORX®

Finishing face mills




MIRROWORX®
Finishing face mills

Mill instead of grind - smooth surfaces with

outstanding affordability

Properties

® surface qualities of Rz < 2.5 um,

| v elimi . h indi S: @16 -35mm 30
completely eliminating the grinding process MG 49 - 100 mm 3
® unique smooth-running design
® fine adjustment regulates axial run-out
down to the um
@ also suitable for unstable components
@ all three cutting flutes can be used reliably
Practical video &3 g2
MIRROWORX®
in1.2312
Machining types Connection types
Dl \_@J - \
Cutting materials
ISO application Hggliceiion chitz Sl i Thickness Radius
. (mm) length
Coating grade
- f, a, I (mm) s (mm) r (mm)
S:
HSC 05 PVTi ¥ ¥V ¥V ¥V | ¥V |V | 01-15 002-02 8.2 3 0.5
HSC 05 PVTiH
M:
HSC 05 PVTi ¥V V¥V | ¥V | V| ¥ | 02-20 |005-0.25 14.32 4 -

Tips and practical information

Product overview

=
wvy
Kt
o
[=]
o
=
[
3z
£
3
o
j=)]
£
=

indexable inserts

Accessories

Technical information

Order form Assembly instructions

Index



MIRROWORX® FACE MILLS

MIRROWORX®

SizeS-016-35mm

LiF
Characteristics: ‘ I—KI ‘ ‘ J ‘ ‘ ‘ ‘ bé

Milling cutter bodies Part no.
DuoPlug®
ds 116 283 SG 16 8.2 0.5 25 1 = M 10 15 1
d: 220283 SG 20 8.2 0.5 27 1 - M 12 18.6 2
H;H 2 25283 SG 25 8.2 0.5 32 1 - M 16 23.5 2
B Q
L
L
Threaded shank end mill body
d 116283 16 8.2 0.5 18 1 = M 8 13.8 1
3
d, 220283 20 8.2 0.5 18 1 - M 10 18 2
2 25283 25 8.2 0.5 22.5 1 = M 12 21 2
l 2 30283 30 8.2 0.5 28 1 - M 12 29 2
. . 232283 32 8.2 0.5 28 1 = M 16 29 2
= o) =
2 35283 35 8.2 0.5 28 1 - M 16 29 2
al )t
o
25500 Torx screw > Page 197
07 500 Torx wrench > Page 198
SG25 TORQUE CliX-S grip > Page 199

The accessories shown here .
Accessories

must be used for all sizes! 7G55 TORQUE CIiX-T grip > Page 199
DMO09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200

Indexable inserts Part no. DIN designation Quality Coating

D 03 83 835 TOHX 063005 ER HSC 05 PVTi 8.2 3 0.5 M 2.5

03 83 836 TOHX 063005 ER HSC 05 PVTiH 8.2 3 0.5 M 2.5
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Tips and practical information
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Application data (fz / ap)

Material P
; 5 £
Goating|grade Feed rate/ Stainless steel Cast iron NF metal and ngh. temperature Harderjed _§ g
Depth of cut non-metals resistant alloys materials g o
23
Y o<
D @
HSC 05 PVT] f, (mm) 0.2-1 0.1-0.8 0.2-1 0.1-1.5 0.1-0.7 0.1-1 é 2

a (mm) 0.02-0.15 0.02-0.1 0.02-0.15 0.02-0.2 0.02-0.1 0.02-0.15 =

) f, (mm) 0.2-1 0.1-0.8 0.2-1 0.1-1.5 0.1-0.7 0.1-1
H5C 05 PVTIH a, (mm) 0.02-0.15 0.02-0.1 0.02-0.15 0.02-0.2 0.02-0.1 0.02-0.15

8

3

1 : H 3

Spindle speed (Vc in m/min) g

Material

Coating grade | Application NEIESINEE Cast iron N7 el e H|ghl-temperature Hardened

non-metals resistant alloys materials -

S

Roughing - - - - - - E

HSC 05 PVTi Semi-Finish - - - - - - 2

Finish ¥150 275 400 | ¥100 150 200| ¥200 275 350 | ¥100 450 800 | ¥40 70 100 |¥100 175 250 S

Roughing - - - - - - £

HSC 05 PVTiH | Semi-Finish - - - - - - ®

Finish %150 275 400 | ¥100 150 200| ¥200 275 350 | ¥200 500 800 ¥40 70 100 |¥100 175 250

£

>

e}

£

a

<

S

S

2

S

>

=

=

1

©



MIRROWORX® FACE MILLS

MIRROWORX®

SizeM-042-100 mm

Characteristics:

Milling cutter bodies Part no.
Shell-type milling cutter body
d, 242 384 42 ‘ 14.32 ‘ - ‘ 43 ‘ 1 ‘ - ‘ 16 ‘ 35 ‘ 2
dZ Accessories GWSTPS8ISK Setscrew with hexagon socket > Page 198
] 2 52 384 52 14.32 - 43 1 - 22 48 2
L L = 2 66 384 66 14.32 - 53 1 - 27 60 2
- T
T 2 80 384 80 14.32 - 53 1 - 27 60 2
I
d r 2 100 384 100 14.32 - 53 1 - 32 70 2
1
35500 L Torx screw > Page 197
45500 L Torx screw > Page 197
15 500 Torx wrench > Page 198
The accessories shown here . 20500 Torx wrench > Page 198
must be used for all sizes! Accessories $G25 TORQUE CIiX-S grip > Page 199
TG55 TORQUE CliX-T grip > Page 199
DM25 Torque adapter 2.5 Nm > Page 199
T15-R 6-pack bits (Torx) > Page 200

Indexable inserts Part no. DIN designation Quality Coating
‘ 04 84 835 ‘ TEHX 16T3 ZF ‘ HSC 05 ‘ PVTi ‘ 14.32 ‘ 4 ‘ - ‘ M 3.5 ‘
\ J:Z
S l—
‘ 04 84 835 EC ‘ TEHX 16T3 ZF ‘ HSC 05 ‘ PVTi ‘ 14.32 ‘ 4 ‘ - ‘ M 3.5 ‘
\ \
N

©
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Tips and practical information

Product overview

Application data (fz/ ap)

Material P
- 5 £
Goating|grade Feed rate/ Stainless steel Cast iron NF metal and ngh. temperature Harderjed _§ g
Depth of cut non-metals resistant alloys materials g o
5 o
o g
D @
HSC 05 PVT] f (mm) 0.5-2 0.5-1 0.5-2 0.5-2 0.2-1 0.2-1 é E
a_(mm) 0.05-0.2 0.05-0.1 0.05-0.2 0.05-0.25 0.05-0.1 0.05-0.1 =

Spindle speed (Vc in m/min)

g
3
&
Material =
Coating grade Application Stainless steel Cast iron NIF e el nghl-temperature Hardeped
non-metals resistant alloys materials
Roughing - - - - - -
HSC 05 PVTi Semi-Finish - - - - - - -
Finish ¥ 150 275 400|100 150 200|¥ 200 275 350 | ¥ 100 450 800 | %40 70 100 |¥ 35 143 250 %
£
S
£
E
2
=
e}
£
2
<
S
S
2
S
>
=
=



Sharp corner and
slot milling cutters




Tips and practical information

SLOTWORX® sharp corner
and slot milling cutters

With state of the art cutting flute geometry
for universal applications

Product overview

Properties

® universal applications: roughing and finishing steel,

aluminum, graphite, plastic, hardened materials,

indexable inserts
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S: @10-32mm 36
cast iron and stainless as well as high-temperature M. @ 16-52 mm 38
resistant materials L 225-100 mm 12
@ optimized coolant flow to the cutting flute
® integrated finishing chamfer achieves outstanding
surface qualities &
® Bullends of 0.4 -5 mm é’
Machining types Connection types

&7 & & =

SLOTWORX®M / zero length
DuoPlug SK50/ 1.2344 ESU
48 HRC / X40CrMoV

Technical information

Cutting materials

Assembly instructions

I Application data Cutting flute . . "
. ISO application i) length Sizes, radii (mm), qualities
Size
n f, a, | (mm) 0.4 0.8 1.0 20 | 3.0 | 40 | 5.0
HPs | ¥ | VI ¥V Y V| ¥ 005-03]03-20 6.2 - HSCO05 - - - - - S
o
K10, K10, g
HSCO5, | HSCO5, S
M ¥ V¥V & V¥V ¥ | ¥ 005-035/01-90 10 K10 P40, P40, 51400 Ilf/l14?0 :/IL?O -
M40, PKD,
M35 M40
: K10, K10, | K10, | K10, | K10,
L % | ¥V % | ¥V | % | - | 008-05]| 01-14 15 - - P40, M40 | M40 | M40 | M40
M40

Index



SLOTWORX® SHARP CORNER AND SLOT MILLING CUTTERS

SLOTWORX® K90°

SLOTWORX® -size S-0 10 - 32 mm

Characteristics: ‘ I—KI ‘ ‘[E{l[]‘ ‘ ‘ ‘ng@‘ ‘ g ‘ ‘_»5%_‘

Milling cutter bodies Part no.
DuoPlug®
d 312 266 SG 12 6.2 0.8 28 0.7 = M7 10.8 3
3
d, 416 266 SG 16 6.2 0.8 31 0.7 - M 10 15 4
520 266 SG 20 6.2 0.8 33 0.7 - M 12 18.6 5
525266 SG 25 6.2 0.8 35 0.7 - M 16 23.5 5
Threaded shank end mill body
2 10 266 M6 10 6.2 0.8 22.5 0.7 - M 6 9.75 2
d
: 312 266 M6 12 6.2 0.8 22.5 0.7 - M 6 11.5 3
416 266 16 6.2 0.8 27.5 0.7 = M 8 13.8 4
520 266 20 6.2 0.8 27.5 0.7 - M 10 18 5
525 266 25 6.2 0.8 32 0.7 - M 12 21 5
7 32 266 32 6.2 0.8 32 0.7 - M 16 29 7
End mills
d, 23010166 G 10 6.2 0.8 30 0.7 70 10 9.75 2
33612166 G 12 6.2 0.8 36 0.7 81 12 11.5 3
448 16 166 G 16 6.2 0.8 48 0.7 96 16 15.5 4
n
N di N
21500 P Torx screw > Page 197
06 500 P Torx wrench (Torx Plus) > Page 198
I SG25 TORQUE CliX-S grip > Page 199
The accessories shown here .
must be used for all sizes! Accessories 7G55 TORQUE CIiX-T grip > Page 199
DMO06 Torque adapter 0.6 Nm > Page 199
TPO6-R 6-pack bits (Torx Plus) > Page 200

')



Tips and practical information

Indexable inserts DIN designation Quality Coating
=
4
=
02 66 835 R0O8 XCHT 062208 SR HSC 05 PVTi 6.2 2.2 0.8 M 2 %
02 66 835 R08 D | XCHT 062208 SR HSC 05 PVDiaN 6.2 2.2 0.8 M 2 13
&

B
33
Ew
Material S8
235
: Feed rate/ : : NF metal and | High-temperature Hardened = £
ety geis Depth of cut Sl sz Cast o non-metals resistant alloys EIEELS =
) f, (mm) 0.05-0.3 0.05-0.25 0.05-0.3 B 0.05-0.25 0.05-0.25
ARSEIRI a, (mm) 0.3-2 0.3-2 0.3-2 0.3-2 0.3-2
) f, (mm) 0.05-0.3
HSC 05 PVDiaN a (mm) - - - 032 - -
8
Spindle speed (Vc in m/min)
<
Material
Coating grade Application Stainless steel Cast iron MIF el e nghl-temperature Hardeped
non-metals resistant alloys materials
Roughing - - - - - - s
HSC 05 PVTi Semi-Finish - - - - - - kS
Finish ¥150 275 400 | ¥100 150 200| ¥200 275 350 - ¥40 70 100 |¥35 143 250 §
Roughing - - - - - - ,—Ew
HSC 05 PVDiaN |  Semi-Finish - - - - - - =
Finish - - - 200 500 800 - - 2
Expanded application data
Full axial plunge Full oblique plunge Circular milling é
] z
=
e}
£
a
<
T fo) Xl
o) ><l ]
Y di
di d1 D min max
£
Arbor X o Arbor e y Arbor i s 2
@ d1 mm @ d1 mm @ d1 mm mm 3
o
| 10-32 | 0.7 | 10 <25 4 10 13 20
12 <2 6 12 17 24
16 <1.6 10 16 25 32
20 <1.2 14 20 33 39
25 <1 19 25 43 49
32 <1 26 32 57 63
-
=

©



SLOTWORX® SHARP CORNER AND SLOT MILLING CUTTERS

SLOTWORX® K90°

SLOTWORX®-size M -0 16 - 52 mm

crncarnc: |1 | (] [ 83 ] [ O] @8]

Milling cutter bodies Part no.
DuoPlug®
d; 2 16 267 SG 16 10 0.8-2 38 2.5 = M 10 15 2
d; 2 20267 SG 20 10 0.4-2 40 2.5 - M 12 18.6 2
GpolioT 325267 SG 25 10 0.4-2 43 2.5 = M 16 23.5 3
Accessories 25 505 KP Screw for Slotworx M @16;20;25 > Page 197
Threaded shank end mill body
216 267 16 10 0.4-2 29 2.5 = M8 13.8 2
d; 2 20 267 20 10 0.4-2 29 2.5 - M 10 18 2
‘dz‘ 320 267 20 10 0.4-2 29 2.5 - M 10 18 3
325267 25 10 0.4-2 33 2.5 - M 12 21 3
i3 425 267 25 10 0.4-2 33 2.5 = M 12 21 4
_N{ - Accessories 25 505 KP Screw for Slotworx M @16;20;25 > Page 197
r d T r 432 267 32 10 0.4-2 43 2.5 = M 16 29 4
1
532267 32 10 0.4-2 43 2.5 - M 16 29 5
542 267 42 10 0.4-2 43 2.5 = M 16 29 5
Accessories 25505 P Screw for Slotworx M @ 32;42;52 > Page 197
End mills
& 23216167 G 16 10 0.4-2 32 2.5 165 16 = 2
34020167 G 20 10 0.4-2 40 2.5 165 20 - 3
35025167 G 25 10 0.4-2 50 2.5 225 25 = 3
45025167 G 25 10 0.4-2 50 2.5 225 25 - 4
‘ o p—
di et
a Accessories 25 505 KP Screw for Slotworx M @16;20;25 > Page 197
1/2>
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Shell-type milling cutter body
d 542 367 42 10 0.4-2 43 2.5 - 16 35 5
3
d, 652 367 52 10 0.4-2 53 2.5 - 22 40 6
— Accessories 25505 P Screw for Slotworx M @ 32:42;52 > Page 197
Sipokelin
- =
_\ ‘ _l
T d r T
08 500 P Torx wrench (Torx Plus) > Page 198
SG25 TORQUE CliX-S grip > Page 199
The accessories shown here - ) .
must be used for all sizes! Accessories TG55 TORQUE CliX-T grip > Page 199
DM10 Torque adapter 1.0 Nm > Page 199
T10-R 6-pack bits (Torx’ > Page 200
<2/2

Indexable inserts

Part no.

DIN designation

04 67 820 RO4
04 67 820 RO8
04 67 837 RO8
04 67 848 R0O8
04 67 896 RO8
04 67 8099 RO8
04 67 820
04 67 837
04 67 844
04 67 848
04 67 860
04 67 860 D
04 67 894
04 67 896
04 67 820 R20
04 67 896 R20
04 67 820 R30
04 67 896 R30
04 67 820 R40
04 67 896 R40

XDHT 107304 FR
XDHT 107308 FR
XDMT 107308 ER
XDMT 10T308 ER
XDMT 107308 ER
XDMT 107308 ER
XDHT 10T310 ER
XDMT 107310 ER
XDHT 107310 ER
XDMT 107310 ER
XDHT 10T310 ER
XDHT 10T310 ER
XDHT 107310 ER
XDMT 107310 ER
XDHT 107320 FR
XDMT 107320 ER
XDHT 107330 FR
XDMT 10T330 ER
XDHT 10T340 FR
XDMT 107340 ER

Quality Coating
K10 Polished 10 3.58
K10 Polished 10 3.58

HSC 05 PVEN 10 3.58
P40 PVGO 10 3.58
M40 PVST 10 3.58
M35 PCTC 10 3.58
K10 Polished 10 3.58

HSC 05 PVFN 10 3.58
P40 PVGO 10 3.58
P40 PVGO 10 3.58
K10 PVTi 10 3.58
K10 PVDiaN 10 3.58
PKD uncoated 10 3.58
M40 PVST 10 3.58
K10 Polished 10 3.58
M40 PVST 10 3.58
K10 Polished 10 3.58
M40 PVST 10 3.58
K10 Polished 10 3.58
M40 PVST 10 3.58

0.4
0.8
0.8
0.8
0.8
0.8

A A W W NN

M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5
M 2.5

Tips and practical information

Product overview

indexable inserts
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Order form Assembly instructions Technical information Accessories

Index



SLOTWORX® SHARP CORNER AND SLOT MILLING CUTTERS

Application data (fz / ap)

Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and nghl-temperature Hardened
Depth of cut non-metals resistant alloys materials
r=0.4 mm
. f, (mm) 0.08-0.35
K10 Polished a, (mm) - - - 019 - -
r=0.8 mm
. f (mm) 0.08-0.35
K10 Polished a A - - - 019 - -
f, (mm) 0.05-0.25 0.05-0.25 0.08-0.25
HSCOSPVEN 1 5" (mm) 0.1-5 - 0.1-4 - - 0.1-5
f, (mm) 0.05-0.25 0.05-0.25 0.05-0.25 0.05-0.25
FORICS a, (mm) 0.1-6 0.1-3 0.1-6 - 0.1-3 -
f (mm) 0.05-0.25 0.08-0.35 0.08-0.25
M40 PVST a, (mm) 0.1-6 0.1-9 - - 0.1-9 -
f (mm) 0.08-0.35 0.08-0.25
M35 PCTC a, (mm) - 0.1-9 - - 0.1-9 -
r=1 mm
. f, (mm) 0.08-0.35
K10 Polished a, (mm) - - - 01-9 - -
f (mm) 0.05-0.25 0.05-0.25 0.08-0.25
HSCOSPVEN 2 (mm) 0.1-5 - 0.1-4 - - 0.1-5
f, (mm) 0.05-0.25 0.05-0.25 0.05-0.25 0.05-0.25
P40 PVGO a, (mm) 0.1-6 0.1-3 0.16 - 0.1-3 -
) f, (mm) 0.08-0.35 0.08-0.12 0.08-0.15
K10 PV a, (mm) - - - 0.1-9 0.1-3 0.1-1
. f, (mm) 0.08-0.35
K10 PVDiaN 5 (mm) - - - 0.1-9 - -
f, (mm) 0.08-0.2
PKD uncoated a (mm) - - - 01-4 - -
f, (mm) 0.05-0.25 0.08-0.35 0.08-0.25
MA0 PVST a, (mm) 0.1-6 0.1-9 - - 0.19 -
r=2 mm
. f (mm) 0.08-0.35
K10 Polished . (mm) - - - 01-9 - -
f (mm) 0.08-0.35 0.08-0.25
M40 PVST a (mm) - 0.1-9 - - 0.1-9 }
r=3 mm
. f, (mm) 0.08-0.35
K10 Polished a, (mm) - - - 019 - -
f, (mm) 0.08-0.35 0.08-0.25
M40 PVST a, (mm) - 0.1-9 - - 0.1-9 -
r=4 mm
. f (mm) 0.08-0.35
K10 Polished a e - - - 019 - -
f, (mm) 0.08-0.35 0.08-0.25
M40 PVST a, (mm) - 0.1-9 - - 0.1-9 -
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Spindle speed (Vc in m/min)

=
2
=
Material s
: . NF metal and | High-temperature | Hardened %
Coating grade Application non-metals resistant alloys materials 2
Roughing - — - ¥100 450 800 - =
K10 Polished Semi-Finish - - - ¥100 450 800 - -
Finish - - - ¥100 450 800 ¥40 70 100 -
Roughing 120 160 200 - 100 150 200 - - ¥80 150 220 =
HSC 05 PVEN Semi-Finish | ¥120 160 200 - ¥100 150 200 - - ¥40 130 220 L2
Finish - - - - - ¥40 130 220 82
[7
Roughing ¥100 150 200 | ¥90 110 130 | ¥110 130 150 - 60 80 100 - “é%
P40 PVGO Semi-Finish | ¥100 150 200 | ¥90 110 130 | ¥110 130 150 - ¥60 80 100 - 23
Finish %160 205 250 |¥110 135 160 ¥120 150 180 - %80 100 120 - : <
Roughing ¥80 140 200 | ¥80 130 180 - - ¥30 55 80 -
M40 PVST Semi-Finish | ¥100 150 200 |¥100 155 210 - - ¥40 65 90 -
Finish - ¥120 185 250 - - ¥60 90 120 -
Roughing - ¥110 155 200 - - ¥30 65 100 -
M35 PCTC Semi-Finish - ¥120 175 230 - - v40 75 110 -
Finish - ¥160 220 280 - - ¥60 100 140 - 8
Roughing - - - ¥100 450 800 - - .
K10 PVTi Semi-Finish - - - ¥100 450 800 - - E
Finish - - - ¥100 450 800 ¥35 68 100 |¥35 143 250
Roughing - - - ¥100 450 800 - -
K10 PVDiaN | Semi-Finish - - - ¥100 450 800 - -
Finish - - - ¥100 450 800 - -
Roughing - - - ¥200 400 600 - -
PKD uncoated Semi-Finish - - - V400 600 800 - - §
Finish - - - ¥600 800 1000 - - E
S
E
Expanded application data g
Full axial plunge Full oblique plunge Circular milling
— £
e . g
z
=
® =
> a q ® > /7 g
o & r% ‘ ' | 2
’7 Y
ds ds
d; .
D min max
£
Arbor Ko Arbor o y Arbor D, D,. S
@ d1 mm @ d1 mm @ d1 mm mm 3
S
| 16-52 | 25 | 16 <245 5.3 16 213 32
20 <14.5 9.3 20 29.3 40
25 <8 14.3 25 39.3 50
32 <5 21.3 32 53.3 64
42 <3 31.3 42 73.3 84
52 <2.5 41.3 52 93.3 104
3
=

@



SLOTWORX® SHARP CORNER AND SLOT MILLING CUTTERS

SLOTWORX® K90°

SLOTWORX®-sizeL-0 25 - 100 mm

Characteristics: ‘ I—KI ‘ ‘[Eil[]‘ ‘ g ‘

Milling cutter bodies Part no.
Threaded shank end mill body
:3 225268 25 15 1-3 35 3 = M 12 21 2
2 332268 32 15 1-3 43 3 - M 16 29 3
- 440 268 40 15 1-3 43 3 = M 16 29 4
o N, 442268 42 15 1-3 43 3 - M 16 29 4
Shell-type milling cutter body
440 368 40 15 1-3 43 3 = 16 35 4
ds 442 368 42 15 1-3 43 3 - 16 35 4
i 550 368 50 15 1-3 53 3 = 22 40 5
| BL 552 368 52 15 1-3 53 3 - 22 40 5
_~\ | - 663 368 63 15 13 53 3 - 27 48 6
ﬁ d, N_ 6 66 368 66 15 1-3 53 3 - 27 48 6
7 80 368 80 15 1-3 53 3 = 27 60 7
9100 368 100 15 1-3 53 3 - 32 70 9
35500 Torx screw > Page 197
15 500 Torx wrench > Page 197
RSO || Acesories | B e
DM25 Torque adapter 2.5 Nm > Page 199
T15-R 6-pack bits (Torx) > Page 200

©



Indexable inserts

Part no.

DIN designation

Quality

Coating

05 68 820
05 68 848
05 68 862
05 68 896
05 68 820 R20
05 68 896 R20
05 68 820 R30
05 68 896 R30
05 68 820 R40
05 68 896 R40
05 68 820 R50
05 68 896 R50

XDHT 155210 FR
XDMT 155210 ER
XDMT 155210 ER
XDMT 155210 ER
XDHT 155230 FR
XDMT 155220 ER
XDHT 155230 FR
XDMT 155230 ER
XDHT 155240 FR
XDMT 155240 ER
XDHT 155250 FR
XDMT 155250 ER

K10
P40
K10
M40
K10
M40
K10
M40
K10
M40
K10
M40

Polished
PVGO
PVTi
PVST
Polished
PVST
Polished
PVST
Polished
PVST
Polished
PVST

15 5.2
15 52
15 5.2
15 5.2
15 5.2
15 5.2
15 5.2
15 52
15 5.2
15 5.2
15 5.2
15 5.2

M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5
M 3.5

Application data (fz / ap)

Material

Coating grade

Feed rate/

Depth of cut

Stainless steel

Cast iron

NF metal and
non-metals

High-temperature
resistant alloys

Hardened
materials

K10 Polished

P40 PVGO

K10 PVTi

M40 PVST

0.1-0.5
0.2-14

0.1-0.4
4-14

0.08-0.5
0.1-14

0.1-0.5
0.2-14

0.1-0.4
0.2-14

0.08-0.35
0.1-14

0.08-0.25
0.1-14

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and
non-metals

High-temperature
resistant alloys

Hardened
materials

K10 Polished

P40 PVGO

K10 PVTi

M40 PVST

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

¥100 150 200
¥100 150 200
¥160 205 250

%130 170 210
%150 185 220

¥80 130 180
¥100 155 210
%120 185 250

¥110
¥110
120

¥150
¥150
150

130
130
150

175
175
200

150
150
180

200
200
250

¥100 450 800
¥100 450 800
¥100 450 800

%30 55 80
¥40 65 90
¥60 90 120

©
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Product overview

indexable inserts

—
wv
i
=]
1]
o
.
9]
o
£
3
o
=)
=
b=

Order form Assembly instructions Technical information Accessories

Index



SLOTWORX® SHARP CORNER AND SLOT MILLING CUTTERS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

T
>
>< a\le ®
. - B AR =
Y ds
d1 d .
1 D min max

Arbor X e Arbor y Arbor Din Do
@ d1 mm @ d1 mm @ d1 mm mm
| 25-100 | 3 | 25 <83 17 25 42 50
32 <59 24 32 56 64
40 <4.4 32 40 72 80
42 <4.2 34 42 76 84
50 <3.3 42 50 92 100
52 <3.2 44 52 96 104
63 <25 55, 63 118 126
66 <2.4 58 66 124 132
80 <1.9 72 80 152 160
100 <15 92 100 192 200

©
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QUADWORX®XL SHARP CORNER AND SLOT MILLING CUTTERS

QUADWORX®XL sharp
corner and slot milling cutters




Tips and practical information

QUADWORX®XL sharp corne
and slot milling cutters

squaring the insert - excellent affordability
for universal use

Product overview

Properties -
2 2
: - £z
® universal use as a sharp corner and slot milling cutter Ze
5 o
. : Se
® very high material removal rates and extremely easy ‘ XL: @ 32 - 100 mm ‘ 48 ‘ 23
==

cutting for more machine capacity

® 4 cutting flutes / cutting insert for highly economical use

® torsion eliminated by positioning the cutting inserts over
a second flank and 90° contact

® maximum process reliability in interrupted cuts thanks to
secure positioning of the inserts

n
<%
=
S
wv
wv
[
o
O
<

® cutter bodies with the designation RF are equally divided
and have a hook of 5°

Machining types Connection types E
]
A A
| | *g
& & il
?g
2
Cutting materials
o Application data Length Bull end
ISO application S
Size ) ) (mm) Quality / coating "g
o P r :
P40 PVGO
XL | % | % | % | - | % | - | 005-05 005-8 13 1 P25 PVGO
M40 PVST

Index



QUADWORX®XL SHARP CORNER AND SLOT MILLING CUTTERS

QUADWORX® XL - K90°

Size XL-0 32 - 100 mm

b | (B8] [ &
Characteristics: ‘ I—KI ‘ ‘ ’ e

Milling cutter bodies

Threaded shank end mill body
d 2 32 251 32 13 1 42 1.5 = M 16 29 2
- 335251 35 13 1 42 15 - M 16 29
Shell-type milling cutter body
4 40 351 40 13 1 42.5 2.5 - 16 35 4
4 42 351 42 13 1 42.5 2.5 - 16 35 4
Accessories GWSTPS8ISK Setscrew with hexagon socket > Page 198
450 351 50 13 1 50 2.5 — 22 40 4
550 351 50 13 1 50 2.5 . 22 40 5
550 351 RF 50 13 1 50 2.5 - 22 40 5
32 552 351 52 13 1 50 2.5 - 22 48 5
[ 552 351 RF 52 13 1 50 2.5 - 22 48 5
6 63 351 63 13 1 53 2.5 . 27 48 6
- 663 351 RF 63 13 1 53 2.5 - 27 48 6
_N\ o 666 351 66 13 1 53 2.5 - 27 48 6
T S 6 66 351 RF 66 13 1 53 2.5 - 27 48 6
di 6 80 351 80 13 1 53 2.5 . 27 60 6
8 80 351 80 13 1 53 2.5 — 27 60 8
7 100 351 100 13 1 53 2.5 - 32 70 7
9100 351 100 13 1 53 2.5 - 32 70 9
Accessories 40 505 K Torx screw > Page 197
15500 P Torx wrench (Torx Plus) > Page 197
40 505 K Torx screw > Page 197
i SG25 TORQUE CliX-S gri > Page 199
T;ijtcézsigssf;?2\‘,'\/;;:5[!6 Accessories G55 TORSUE Clix-T an > Paze 199
DM38 Torque adapter 3.8 Nm > Page 199
TP15-R 6-pack bits (Torx Plus) > Page 200

Indexable inserts Part no. DIN designation Quality Coating

0551 848 SDMT 135010 SN P40 PVGO 13 5 1 M 4
0551 858 SDMT 135010 SN P25 PVGO 13 5 1 M 4
0551 896 SDMT 135010 EN M40 PVST 13 5 1 M 4

©
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Tips and practical information

Application data (fz / ap)

=
2
=
) g
Material b
. Feed rate/ : : NF metal and | High-temperature Hardened é
CroEiing grEee Depth of cut Szt sieel Sl non-metals resistant alloys materials &
f (mm) 0.1-0.5 8 0.1-0.5 . : .
PLRYED a, (mm) 0.2-8 0.2-8
f (mm) 0.1-0.5 0.1-0.5 =
P25 PVGO 2 (mm) 0.2-8 - 0.2-8 - - N 5 L
P S 3
f, (mm) ~ 0.05-0.3 ~ ~ 0.05-0.25 ~ Eo
M40 PVST 2. (mm) 0.1-6 0.05-6 g
23

Speed (Vc in m/min)

Material
Coating grade Application Stainless steel Cast iron NF el 2 ngh_—temperature Hardened 8
non-metals resistant alloys materials 5
3
Roughing | ¥100 150 200 %110 130 150 <
P40 PVGO Semi-Finish | ¥100 150 200 = %110 130 150 = = =
Finish ¥160 205 250 ¥120 150 180
Roughing ¥110 165 220 ¥120 145 170
P25 PVGO Semi-Finish | ¥120 185 250 - ¥130 150 170 - - -
Finish ¥150 225 300 V135 193 250
Roughing ¥80 130 180 ¥30 55 80 S
M40 PVST Semi-Finish = ¥100 155 210 = = ¥40 65 90 = e
Finish 120 185 250 ¥60 90 120 g
E
. : g
Expanded application data =
Full axial plunge Full oblique plunge Circular milling
AL - @t -
\ 2 =
B 1] \ 5
Y ]
d d d =
D min max
Arbor Xiax Arbor y Arbor D, D, .x
@ d1 mm g di mm @ di mm mm
32-35 1.5 32 <9 8.8 32 40.8 62
40-100 2.5 35 <7.0 11.8 35 46.8 68 E
40 <6.5 16.8 40 56.8 78 o
42 <5.8 18.8 42 60.8 82 S
50 <4.1 26.8 50 76.8 98
52 <37 28.8 52 80.8 102
63 <2.6 39.8 63 102.8 124
66 <2.4 42.8 66 108.8 130
80 <1.8 56.8 80 136.8 158
100 <1.2 72.8 100 176.8 198
>
3
=



SLOTWORX® VF SHARP CORNER AND SLOT MILLING CUTTERS

SLOTWORX® VF sharp
corner and slot milling cutters
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Tips and practical information

SLOTWORX® VF

Finishing cutter
@ 16 - 42 mm | Size M

Product overview

Properties

finishing wall or floor surfaces
large number of teeth for excellent feed rate

available as threaded or DuoPlug® interface

-
wv
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indexable inserts

R 0.8 on the indexable insert reduces cutting pressure

in addition, an indexable insert with R2 was developed Sizes Page

newly designed cutter body with addition of R+ is suitable \ @16 -42 mm ‘ 52 ‘
for use of both indexable inserts R0.8 and R2

Accessories

Machining types Connection types
.
& =8
£
%
Cutting materials
ISO application Application data Cuilng . fie Thickness | Radius £
: (mm) length s
Coating grade -
- f a, | (mm) s (mm) r (mm) 5
HSC 05 PPTi ¥ VvV ¥ V| V| ¥ |005-03 05-28 9.52 2.38 0.8
HSC 05 PPTi ¥ V| ¥V |V V| ¥ |005-03| 05-28 9.52 2.38 2.0

1

©



SLOTWORX® VF SHARP CORNER AND SLOT MILLING CUTTERS

SLOTWORX® VF

@ 16 - 42 mm | Size M

RS
Characteristics: s b@

Milling cutter bodies

Part no.

DuoPlug®
. VF09-016-D10-02-R+ 16 3 0.8 35 - - M 10 15 2
Fd—zj VF09-020-D12-03-R+ 20 3 0.8 37.5 - - M 12 18.6 3
H»jj VF09-025-D16-04-R+ 25 3 0.8 42 = = M 16 23.5 4
=
Threaded shank end mill body
) VF09-016-E08-02-R+ 16 3 0.8 27.5 - - M 8 13.8 2
o VF09-020-E10-03-R+ 20 3 0.8 27.5 - - M 10 18 3
VF09-025-E12-04-R+ 25 3 0.8 32.5 - - M 12 21 4
[ VF09-032-E16-05-R+ 32 3 0.8 32.5 - - M 16 29 5
Z VF09-035-E16-06-R+ 35 3 0.8 32.5 - - M 16 29 6
, VF09-042-E16-07-R+ 42 3 0.8 32.5 - - M 16 29 7
[©]
& T
25 500 Torx screw > Page 197
07 500 Torx wrench > Page 198
i S B -
DMO9 Torque adapter 0.9 Nm > Page 199
T07-R 6-pack bits (Torx) > Page 200

Indexable inserts

Part no.

DIN designation

VF09-8035-R08-LH-2
VF09-8035-R20-LH-2

BPHX 090308 PER-1,5

BPHX 090320 PER

Quality Coating
HSC 05 PPTi 9.52 2.38
HSC 05 PPTi 9.52 2.38

0.8
2.0

M 2.5
M 2.5

o)
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Tips and practical information

Product overview

Application data (fz / ap)

\VEYCIE P
. 5 £
Goating|grade Feed rate/ Stainless steel Cast iron NF metal and nghv temperature Harderjed _§ g
Depth of cut non-metals resistant alloys materials g o
£
o g
HSC 05 PPTi f (mm) 0.05-0.2 0.05-0.12 0.05-0.15 0.05-0.3 0.05-0.12 0.05-0.17 §§
a, (mm) 0.5-2.8 0.5-2 0.5-2.5 0.3-2 0.5-2 0.5-2.5 s

Spindle speed (Vc in m/min)

Material &
o
Coating grade | Application Stainless steel Cast iron M ezl & H|gh.-temperature Hardeljed g
non-metals resistant alloys materials g
Roughing - - - - - -
HSC 05 PPTi Semi-Finish - - - - - -
Finish %135 225 450 | ¥110 165220 | ¥160 225290 | ¥200 500 800 ¥60 110 160 | ¥120 180 250
Note: The indexable insert "VF09-8035-R20-LH-2" with radius R2 can only be used in cutter bodies with the addendum of R+! 5
Indexable inserts with a radius R0.8 can also be used in cutter bodies with the addendum R+. *é
S
£
E
2
=
e}
£
2
<
S
S
2
S
>
=
<



SQUAREWORX® SHARP CORNER, SLOT AND CHAMFER MILLING WITH JUST ONE CUTTING INSERT

SQUAREWORX®

Sharp corner, slot
and chamfer mills

AU W o5 Ul 6P
UL o)|od




Tips and practical information

SQUAREWOQORX®
One for two

Sharp corner, slot and chamfer milling
with just one cutting insert and two carriers

Product overview

Properties

® Tool K=00°:prcisesharp comer slot and s

milling, embedded cutting inserts
® Tool K=45°: forwards and backwards chamfering,
as well as deburring to ap=5 mm
Low storage costs thanks to just one cutting insert for both tool geometries
4 usable cutting flutes per insert, low costs for each cutting flute
15° relief, bull end =0.8 mm
Large no. of teeth ensures high feed rates
For roughing, cutting and finishing
Inserts for almost any material: peripheral grinding, very sharp inserts for non-
ferrous materials; sintered inserts for all other materials
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indexable inserts

Diameter 25 - 66| K= 90° 57
Diameter 16 - 63| K= 45° 58

Accessories

Machining types Connection types

= A =

Practical video

&~ &y &
& o &/

Technical information

Assembly instructions

SQUAREWORX®
) ) More product videos are available at:
Cuttlng materials youtube.de/pokolmknowhow
Application data i
ISO application A g Thickness Radius
i (mm) flute length
Coating grade
n f a, | (mm) s (mm) r (mm) £
[=]
2
P40 PPGO YV Y - - o00s-03] 01-5 9 3.97 0.8 S
K10 PCSR | - - - - 00s-02] 01-5 9 3.97 0.8
M35 PCTC - ¥ - - ¥ - oos-02s] 01-5 9 3.97 0.8
M40 PPST NV - -V - 004025 01-5 9 3.97 0.8
K10 Polished - - = ? - - 10.05-0.35 0.1-5 9 3.97 0.8 %

5]



SQUAREWORX® SHARP CORNER, SLOT AND CHAMFER MILLING WITH JUST ONE CUTTING INSERT

SQUAREWO RX® in detail

One cutting insert for two carriers

8. O

Sharp corner and slot 4 cutting flutes, Chamfer mill SQQ9-...-45
milling cutters SQ09-...-90 0.8 mm corner radius

SQUAREWORX - order number key

Tool cutter body: Inserts
5Q03-025-725-03-50-90 2Q03-8042-R0O8-MP
Tool type Tool type e
SQ - SQUAREQOEX® SQ - SQUAREWORX®
Insert size e—— Insert size ®
I/d mm I/d mm
Nominal diameter e——— Type description
Diameter mm [d.]
Bullend
Type of connectione———
A - Threaded connection Chip groove °
E - Shell-type connection L -for light use
Z - Plain shank M- for moderate use

R - for heavy use

Connection size e

Diameter mm [d.] ISO material classification ®
P - Steel

No. of teeth e M - Stainless steel
K - Castiron

Usable length ¢ N - F metals and non-metals

mm [L] S - High-temperature resistant alloys
H - Hardened materials

Kappa °® e
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Tips and practical information

SQUAREWORX®

Size M | Sharp corner and slot milling cutters - K=90°

Product overview

T -1

Characteristics:

2 2
End mills > &
£8
d2 SQ09-025-725-03-50-90 | 25 | 9 | 0.8 | 50 | 1 | - | 25 | 24 | 3 =
- g
3
&
<
Threaded shank end mill body
ds SQ09-025-E12-03-90 25 9 0.8 35 1 - M 12 21 3
da SQ09-032-E16-04-90 32 9 0.8 40 1 - M 16 29 4 S
©
SQ09-035-E16-04-90 35 9 0.8 40 1 - M 16 29 4 g
E
Q SQ09-040-E16-05-90 40 9 0.8 40 1 - M 16 29 5 T
=
}: SQ09-042-E16-05-90 42 9 0.8 40 1 = M 16 29 5 E
Shell-type milling cutter body é
SQ09-040-A16-05-90 40 9 0.8 40 1 - 16 35 5 é
=
SQ09-042-A16-05-90 42 9 0.8 40 1 - 16 35 5 =
£
SQ09-050-A22-06-90 50 9 0.8 40 1 - 22 40 6 2
SQ09-052-A22-06-90 52 9 0.8 40 1 - 22 40 6
SQ09-063-A27-07-90 63 9 0.8 50 1 - 27 48 7
SQ09-066-A27-07-90 66 9 0.8 50 1 - 27 48 7
S
42
30505 P Torx screw > Page 197 %
o
08 500 P Torx wrench (Torx Plus) > Page 198
SG25 TORQUE CLiX S-grip > Page 199
st || Accessories | ross
DM15 Torque adapter 1.5 Nm > Page 199
TPO8-R 6-pack bits (Torx Plus) > Page 200
>
=
£

o)



SQUAREWORX® SHARP CORNER, SLOT AND CHAMFER MILLING WITH JUST ONE CUTTING INSERT

o«

o
P—— — %

—

SQUAREWORX®

Size M | Chamfer mill - K=45°

Characteristics:

Milling Cutter Bodies Part no. .
End mills
d; SQ09-016-216-03-32-45 16 9 0.8 32 1.2 = 16 13.8 3
SQ09-020-220-03-40-45 20 9 0.8 40 1.2 - 20 18 3
SQ09-025-725-04-50-45 25 9 0.8 50 1.2 = 25 21 4
ds B
. o
d
Threaded shank end mill body
ds SQ09-016-E10-03-45 16 9 0.8 25 1.2 = M 10 18 3
d; SQ09-020-E12-03-45 20 9 0.8 30 1.2 - M 12 21 3
SQ09-025-E12-04-45 25 9 0.8 30 1.2 = M 12 21 4
SQ09-035-E16-05-45 35 9 0.8 40 1.2 - M 16 29 5
&
d .
Shell-type milling cutter body
SQ09-040-A16-06-45 40 9 0.8 40 1.2 = 16 35 6
ds SQ09-050-A22-07-45 50 9 0.8 40 1.2 - 22 40 7
d
SQ09-063-A27-08-45 63 9 0.8 50 1.2 = 27 48 8
30505 P Torx screw > Page 197
08 500 P Torx wrench (Torx Plus) > Page 198
SG25 TORQUE CLiX S-grip > Page 199
hereTn“fufff,fz;’;'jigf‘;,vfs”izes! Accessories TG55 TORQUE CLiX T-grip > Page 199
DM15 Torque adapter 1.5 Nm > Page 199
TPO8-R 6-pack bits (Torx Plus) > Page 200

')
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Tips and practical information

Indexable Inserts Part no. DIN designation Quality Coating -
=
2
=>
SQ09-8048-R0O8-MP | SDKT 09T308 SR P40 PPGO 9 3.97 0.8 M 3 %
SQ09-8062-R0O8-MK | SDKT 09T308 SR K10 PCSR 9 3.97 0.8 M 3 ;g
SQ09-8099-R08-MS SDKT 097308 SR M35 PCTC 9 3.97 0.8 M 3 .
SQ09-8096-R0O8-MM| SDKT 09T308 SR M40 PPST 9 3.97 0.8 M 3
SQ09-8020-RO8-MN | SDHT 09T308 FR K10 Polished 9 3.97 0.8 M 3

Material

Coating grade

Feed rate/

Depth of cut

NETIESIN

Cast iron

NF metal and
non-metals

High-
temperature
resistant alloys

Hardened
materials

540 PPCO £, (mm) 0.05-0.3 0.05-0.17 0.05-0.2 - 0.04-0.13 -
ap (mm) 01-5 0.1-5 0.1-5 _ o ~

K10 PCSR f, (mm) 0.05-0.2 - 0.05-0.2 _ _ ~
ap (mm) 0.1-25 - 0.1-5 - _ _

M35 PCTC fz (mim) - 0.05-0.25 - - 0.05-0.25 -
ap (mm) - 0.1-5 _ _ 01-5 B

N— f, (mm) 0.05-0.25 | 0.04-0.25 - - 0.04-015 -
ap (mm) 0.1-5 0.1-5 - _ 01-5 B

K10 Polished i} - - - 0.05-0.35 - N
ap (mm) - 2 - 0.1-5 _ _

Spindle speed (Vc in m/min)

Material

Coating grade

Application

NEESS

Cast iron

NF metal and
non-metals

High-
temperature
resistant alloys

Hardened
materials

P40 PPGO

K10 PCSR

M35 PCTC

M40 PPST

K10 Polished

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

¥ 100 150 200
¥100 150 200

¥ 100 180 260

¥ 80 140 200
¥ 100 150 200

¥ 90110 130
¥ 90110 130

¥ 110 155 200
¥ 120175 230
¥ 160 220 280
¥ 80 130 180
¥ 1100 155 210
¥ 120 185 250

¥ 110130 150
¥ 110130 150
¥ 140 180 220
¥ 160 190 220
¥ 160 190 220

¥ 100 450 800
¥ 100 450 800
¥ 100 450 800

¥ 60 80 100
¥ 60 80 100

¥ 3065 100
¥4075110
¥ 60 100 140
¥ 305580
¥ 40 65 90
%6090 120

indexable inserts
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Order form Assembly instructions Technical information Accessories

Index



SQUAREWORX® SHARP CORNER, SLOT AND CHAMFER MILLING WITH JUST ONE CUTTING INSERT

Expanded application data

Full axial plunge Full oblique plunge Circular milling

]
) — ]
| ; kY 1
L | i df
d1 d1 D min max
X,..mm o« | ymm

25-32 0.5 25 <2.00 12.2 25 37.2 48
35 0.4 32 <1.50 19.2 32 51.2 62
40 - 63 0.3 35 <1.00 22.2 35 57.2 68
40 <0.60 27.2 40 67.2 78
42 <0.55 29.2 42 71.2 82
50 <0.45 37.2 50 87.2 98
52 <0.40 39.2 52 91.2 102
63 <0.30 50.2 63 113.2 124
66 <0.30 53.2 66 119.2 130
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Tips and practical information

SPINWORX® innovative
copy end mill system

For lightly manned production with self-turning
cutting inserts

Product overview

Properties

® 100% use of the complete cutting flute

indexable inserts

=
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£
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® minimized set-up times, no manual re-locating of 95 GG =
the inserts is necessary ‘5 320-52 mm 68
® much longer tool life and chip volume without r6  @24-100 mm 72
stopping the production process rg  @32-125mm 76
® optimally suited for roughing and remaining 10 ©100-160 mm 80
material machining £
® reduced chip compression leads to lower power é
consumption, which also protects your machine
spindle
Machining types Connection types

“/
4/

4/

4
N 4

L 4 a4&

Practical video
SPINWORX®in 1.2738/
tool life 13 hours /
40CrMnNiMo8-6-4

Technical information

Assembly instructions

Cutting materials

ISO application Geometry / quality
Size d (mm)
- 0 1 3 4 6 7 £
S
k35 | 9|9 |® | $|9 |9 7 - - B CEF - B 8
r5 ¥ ¥V WV V¥V V¥ 10 - - B CEF - B
6 ¥ ¥V VW V| V¥V ¥ 12 - - B C, EF - B
s v ¥V B VvV VvV ¥ 16 - - B C EF - B
mo |V | V| VWV V|V 20 - - - C,EF - B .




SPINWORX® COPY END MILL

SPINWORX® copy end mill

Optimized cutter body tool contour

The geometry of SPINWORX® tools facilitates optimal chip removal, in particular
when machining pockets and grooves. In addition, the rounded outer contour
effectively prevents chips sticking to the tool.

The cutter body base material is the decisive factor

Spinworx cutter body tools are made of a high-quality base material in order to
ensure extremely long tool run times with one set of cutting inserts.

Insert seat

The large transition radius of the seats in SPINWORX® tools prevents an increased
notching effect from the start. Another advantage is that the base of the tooth
cannot break off due to overload.

The self-rotating insert

One key component of the SPINWORX® tool system are self-rotating inserts, which are optimally matched to the cutter
bodies. Here as well, the special design features ensure the reliable long-term function of these components. Cutting
materials with and without chip groove and different cutting flute geometries are available to handle a wide range of
applications.

The race

All SPINWORX® inserts are equipped
with a race. This ensures constant rota-
tion, and supports the characteristics of
the embedded insert seat.

Pin/insert combination

The cylindrical contact surface of the
insert has an exactly defined percentage
of contact area. The cylindrical part of
the pin secures the additional support in
the cutter body tool.

Order number key

Tool cutter body: DR10-025-E12-03 Inserts: DR 10 -8
T 7T T @® Tool type —|_ TT
® |Insert size [@ mm] [d]
® Tool type
@ |dentification feature

® |Insert size @ mm [d]

® Quality | Suitability

® Nominal diameter mm [d,]

M35 Stainless steel / high-temperature resistant alloys
K10 Steel / cast iron / hardened materials < 60 HRC
P25 Steel / cast iron

P40 Steel / cast iron

@ Type of connection

nm Ao @

E - Shell-type connection

A - Threaded connection

® Quality | Suitability

® Connection size @ mm [d,]

3 Ground with chip groove, 11° relief
4 Sintered without chip groove, 15° relief
® No. of teeth 7 Ground with chip groove, 15° relief

©



Tips and practical information

SPINWORX®

r3.5-0 16 - 35 mm, 7° positive

2
4
S
=
o
>
5
&
o
=
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S
<t
&

: 0
Characteristics: ‘ I_KI ‘ ‘[Lﬁi[]‘ ‘ ‘ ‘7 4 ‘ g ‘

Milling cutter bodies Part no. S £
< 2
Threaded shank end mill body o 3
£3
DR07-016-E08-02 16 7 3.5 28.5 1.2 - M 8 13.8 2 =
DR07-020-E10-05 20 7 3.5 28.5 1.2 - M 10 18 5
DR07-025-E12-06 25 7 3.5 28.5 1.2 - M 12 21 6
DR07-030-E12-07 30 7 3.5 28.5 1.2 — M 12 21 7
DR07-035-E16-08 35 7 3.5 28.5 1.2 - M 16 29 8 §
[}
g
<
SG25 TORQUE CliX-S grip > Page 199
TG55 TORQUE CIiX-T grip > Page 199 -
T;iffé?jiggig?i‘(;";Zhees'!e Accessories DMO04 Torque adapter 0.4 Nm > Page 199 é
TO6-R 6-pack bits (Torx) > Page 200 :CE_’
700043 HTC ceramic paste WS 600 005 > Page 200 é
.E
&
§
z
>
o)
£
3
<
£
S
=
S
x
S
£
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SPINWORX® COPY END MILL

Indexable inserts Part no. DIN designation Quality Coating
‘ DR0O7-8B3 RORM 0727 MOEN ‘ B3 ‘ = ‘ 7 ‘ 2.7 ‘ 3.5 ‘ = ‘
DR0O7-8C4 RDRA 0727 MOSN c4 = 7 2.7 3.5 =
DRO7-8E4 RDRA 0727 MOSN E4 - 7 2.7 3.5 -
DR0O7-8F4 RDRA 0727 MOSN F4 = 7 2.7 3.5 =
‘ DR0O7-8B7 RDRM 0727 MOEN ‘ B7 ‘ - ‘ 7 ‘ 2.7 ‘ 3.5 ‘ = ‘

Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and nghl-temperature Harderjed
Depth of cut non-metals resistant alloys materials
- f (mm) ~ 0.1-05 ~ ~ 0.1-0.4 ~
a, (mm) 0.1-0.75 0.1-1
ca f (mm) 0.1-0.4 - 0.1-0.3 - ~ 0.1-0.15
a, (mm) 0.1-0.5 0.1-0.7 0.1-0.2
o f (mm) 0.1-0.4 ~ 0.1-0.3 ~ ~ ~
a, (mm) 0.1-0.5 0.1-0.4
" f_(mm) 0.1-0.5 ~ 0.1-0.3 ~ ~ B
a, (mm) 0.1-0.8 0.1-0.7
B7 f (mm) _ 0.1-0.5 _ _ 0.1-0.4 _
a, (mm) 0.1-0.75 0.1-1
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Tips and practical information

Spindle speed (Vc in m/min)

Material

Hardened
IMEIEELS

NF metal and
non-metals

High-temperature

Cast iron :
resistant alloys

Application NERIESIHEE

Coating grade

Product overview

B3

@

E4

F4

B7

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

90 150 210
¥110 165 220

¥100 175 250
¥100 200 300

¥100 175 250
¥100 200 300

¥110 155 200
¥120 175 230

¥110 155 200
¥120 175 230

150 195 240
¥140 205 270

%130 165 200

%110 130 150
140 180 220

¥30
¥40

¥30
¥40

65 100
75 110

65 100
75 110

¥35 108 180

Expanded application data

Full axial plunge Full oblique plunge Circular milling

<16.0 4
<8.5 8
<5.0 13
<35 18
<3.0 23

Q©

indexable inserts

—
wv
i
=]
1]
o
.
9]
o
£
3
o
=)
=
b=

Order form Assembly instructions Technical information Accessories

Index



SPINWORX® COPY END MILL

SPINWORX® D

r5-0 20 - 52 mm, 7° positive %

v |04 ) (B0 [ 88 ] 7°) [ @]

Milling cutter bodies Part no.
Threaded shank end mill body
ds DR10-020-E10-02 20 10 5 29 2.5 - M 10 18 2
d, DR10-025-E12-03 25 10 5 32.5 1.5 - M 12 21 3
— DR10-025-E12-04 25 10 5 32.5 1.5 - M 12 21 4
DR10-030-E12-04 30 10 5 33 2.5 - M 12 21 4
DR10-030-E16-04 30 10 5 43 2.5 - M 16 29 4
DR10-032-E16-04 32 10 5 43 2.5 - M 16 29 4
DR10-032-E16-05 32 10 5 43 2.5 - M 16 29 5
DR10-035-E16-05 35 10 5 43 2.5 - M 16 29 5
DR10-035-E16-06 35 10 5 43 2.5 - M 16 29 5
DR10-042-E16-06 42 10 5 43 2.5 - M 16 29 6
Shell-type milling cutter body
DR10-040-A16-05 40 10 5 43 2.5 - 16 35 5
DR10-042-A16-05 42 10 5 43 2.5 - 16 35 5
DR10-042-A16-06 42 10 5 43 2.5 - 16 35 6
DR10-050-A22-07 50 10 5 52 2.5 - 22 40 7
DR10-052-A22-07 52 10 5 52 2.5 - 22 40 7
DR10-052-A22-08 52 10 5 52 2.5 - 22 40 8
$5G25 TORQUE CIiX-S grip > Page 199
7G55 TORQUE CIiX-T grip > Page 199
T;iffé?iiggig?i‘(;";Zhees'!e Accessories DM10 Torque adapter 1.0 Nm > Page 199
T10R 6-pack bits (Torx) > Page 200
700043 HTC ceramic paste WS 600 005 > Page 200
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Tips and practical information
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Indexable inserts Part no. DIN designation Quality Coating % £
22
Ew
23
‘ DR10-8B3 RORM 1035 MOEN B3 - ‘ 10 ‘ 3.5 ‘ 5 ‘ - ‘ o 5
S £2
: <
DR10-8C4 RDRA 1035 MOSN c4 - 10 3.5 5 - g
o
DR10-8E4 RDRA 1035 MOSN E4 - 10 3.5 5 - 8
DR10-8F4 RDRA 1035 MOSN F4 - 10 3.5 5 - =
DR10-8B7 RDRM 1035 MOEN B7 - 10 3.5 5 - -
S
DR10-80B7 RDRM 1035 MOEN B7 - 10 3.5 5 - E
S
£
E
2
g
Material j;
. 2
Coating grade Feed rate/ Stainless steel Cast iron NF metal and ngh.-temperature Hardened 4
Depth of cut non-metals resistant alloys materials
B3 f (mm) _ 0.15-0.6 _ 5 0.1-0.4 3
a, (mm) 0.2-2 0.15-2
ca £ (mm) 0.1-0.45 - 0.15-0.35 - B 0.1-0.15
a, (mm) 0.2-1 0.1-1 0.1-0.3 %
" f_(mm) 0.1-0.45 ~ 0.15-0.25 ~ ~ ~ b
a, (mm) 0.2-1 0.1-0.55
F4 f (mm) 0.1-0.5 ~ 0.15-0.35 B B B
a, (mm) 0.2-1.5 0.1-1
- f (mm) - 0.15-0.6 - - 0.1-0.4 -
a, (mm) 0.2-2 0.15-2
>
=
=

o)



SPINWORX® COPY END MILL

Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and

High-temperature

Hardened

non-metals

resistant alloys

materials

B3

c4

E4

F4

B7

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

90 150 210
¥110 165 220

¥100 175 250
¥100 200 300

¥100 175 250
¥100 200 300

¥110 155 200
¥120 175 230

¥110 155 200
¥120 175 230

150 195 240
¥140 205 270

%130 165 200

¥110 130 150
%140 180 220

¥30 65 100
¥40 75 110

¥30 65 100
¥40 75 110

¥35 108 180

Expanded application data

Full axial plunge

Full oblique plunge

Circular milling
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SPINWORX® COPY END MILL

SPINWORX®

r6 - @ 24 - 100 mm, 7° positive

v |04 ) (B0 [ 88 ] 7°) [ @]

Milling cutter bodies Part no.
Threaded shank end mill body
DR12-024-E12-02 24 12 6 33 2.8 - M 12 21 2
DR12-032-E16-04 32 12 6 42.5 2.8 - M 16 29 4
DR12-035-E16-03 35 12 6 42.5 2.8 - M 16 29 3
DR12-035-E16-04 35 12 6 42.5 2.8 - M 16 29 4
DR12-035-E16-05 35 12 6 42.5 2.8 - M 16 29 5
Shell-type milling cutter body
DR12-040-A16-05 40 12 6 42.5 2.8 - 16 35 5
. DR12-040-A16-06 40 12 6 42.5 2.8 - 16 35 6
DR12-042-A16-05 42 12 6 42.5 2.8 - 16 35 5
Accessories GWSTPS8ISK Setscrew with hexagon socket > Page 198
DR12-050-A22-06 50 12 6 52.5 2.8 - 22 40 6
DR12-050-A22-07 50 12 6 52.5 2.8 - 22 40 7
DR12-052-A22-06 52 12 6 52.5 2.8 - 22 40 6
DR12-052-A22-07 52 12 6 52.5 2.8 - 22 40 7
DR12-063-A27-06 63 12 6 52.5 2.8 - 27 48 6
DR12-066-A27-07 66 12 6 52.5 2.8 - 27 48 7
DR12-066-A27-08 66 12 6 52.5 2.8 - 27 48 8
DR12-066-A27-09 66 12 6 52.5 2.8 - 27 48 9
DR12-080-A27-08 80 12 6 52.5 2.8 - 27 60 8
DR12-080-A27-09 80 12 6 52.5 2.8 - 27 60 9
DR12-080-A27-10 80 12 6 52.5 2.8 - 27 48 10
DR12-100-A32-10 100 12 6 63 2.8 - 32 70 10
$G25 TORQUE CliX-S grip > Page 199
G55 TORQUE CIiX-T grip > Page 199
Tgi;cgzszzggsfzrz}'f;Zheesr!e Accessories DM10 Torque adapter 1.0 Nm > Page 199
T10-R 6-pack bits (Torx) > Page 200
700043 HTC ceramic paste WS 600 005 > Page 200

()
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Tips and practical information
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Indexable inserts Part no. DIN designation Quality Coating % £
22
Ew
23
‘ DR12-8B3 RORM 1245 MOEN B3 - ‘ 12 ‘ 4.5 ‘ 6 ‘ - ‘ o 5
S £2
=
DR12-8C4 RDRA 1245 MOSN c4 - 12 4.5 6 - §
o
DR12-8E4 RDRA 1245 MOSN E4 - 12 4.5 6 - 8
DR12-8F4 RDRA 1245 MOSN F4 = 12 4.5 6 = =
DR12-8B7 RDRM 1245 MOEN B7 - 12 4.5 6 - -
S
DR12-80B7 RDRM 1245 MOSN B7 - 12 4.5 6 - E
S
£
E
2
£
Material &
£
Coating grade Feed rate/ Cast iron NF metal and | High-temperature | Hardened =
99 Depth of cut non-metals resistant alloys materials §
<
ca f, (mm) 0.1-0.5 3 0.15-0.4 3 3 0.1-0.18
a, (mm) 0.2-1.5 0.1-1.5 0.1-04
£4 f (mm) 0.1-0.5 _ 0.15-0.3 _ _ _ €
a, (mm) 0.2-1.5 0.1-0.8 S
” f, (mm) 0.1-0.6 - 0.15-0.4 ~ ~ ~ =
a, (mm) 0.2-2 0.1-1.5
57 f, (mm) 3 0.2-0.65 5 _ 0.1-0.5 _
a, (mm) 0.3-2.5 0.2-2.5
f (mm) 0.2-0.65 0.1-0.5
8087 a, (mm) B 0.3-2.5 - - 0.2-2.5 B
>
=
<

&



SPINWORX® COPY END MILL

Spindle speed (Vc in m/min)

Material

NF metal and | High-temperature Hardened

Coating grade Application NERIESIHEE Cast iron non-metals resistant alloys materials

Roughing ¥110 155 200 ¥30 65 100

B3 Semi-Finish = ¥120 175 230 = = ¥40 75 110 =
Finish = -

Roughing 150 180 210 150 195 240

c4 Semi-Finish v110 165 220 - ¥140 205 270 - - ¥35 108 180
Finish - - -

Roughing 100 175 250 =
E4 Semi-Finish ¥100 200 300 = ¥130 165 200 = - -
Finish - =

Roughing ¥100 175 250 Y110 130 150

F4 Semi-Finish ¥100 200 300 - V140 180 220 - - -
Finish - _

Roughing ¥110 155 200 ¥30 65 100

B7 Semi-Finish - ¥120 175 230 - - v40 75 110 -
Finish - _

Roughing ¥110 155 200 ¥30 65 100

80B7 Semi-Finish - ¥120 175 230 - - ¥40 75 110 -
Finish - -

Expanded application data

Full axial plunge Full oblique plunge Circular milling

Arbor . y Arbor e max
@ d1 e mm @ d1 mm mm
24 <19 2 24 26 46
32 <15.5 10 32 42 62
35 <12.0 13 35 48 68
40 <85 18 40 58 78
42 <7.5 20 42 62 82
50 <5.5 28 50 78 98
52 <5.0 30 52 82 102
63 <35 41 63 104 124
66 <3.5 44 66 110 130
80 <2 58 80 138 158
100 <2 78 100 178 198

Q
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SPINWORX® COPY END MILL

SPINWORX®

r8 - @ 32 - 125 mm, 7° positive

v |04 ) (B0 [ 88 ] 7°) [ @]

Milling cutter bodies Part no.

Threaded shank end mill body

d DR16-032-E16-02 32 16 8 43.5 3.8 - M 16 29 2
3

ds DR16-040-E16-04 40 16 8 43.5 2.5 - M 16 29 4

Shell-type milling cutter body
DR16-052-A22-05 52 16 8 53 2.5 = 22 40 5
DR16-052-A22-06 52 16 8 53 2.5 - 22 40 6
Accessories GWSTPS10ISK Setscrew with hexagon socket > Page 198
DR16-063-A27-06 63 16 8 53 2.5 - 27 48 6
DR16-066-A27-06 66 16 8 53 2.5 - 27 48 6
DR16-080-A27-07 80 16 8 53 2.5 - 27 60 7
DR16-100-A32-08 100 16 8 53 2.5 - 32 70 8
DR16-125-A40-09 125 16 8 53 2.5 - 40 90 9
Accessories M16X35 Cheese-head screw hexagon socket low head > Page 197
SG25 TORQUE CIiX-S grip > Page 199
TG55 TORQUE CIiX-T grip > Page 199
T;iffé?iiggig??ﬁ’;Zhees'!e Accessories DM22 Torque adapter 2.2 Nm > Page 199
T20-R 6-pack bits (Torx) > Page 200
700043 HTC ceramic paste WS 600 005 > Page 200

Q
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Tips and practical information
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Indexable inserts Part no. DIN designation Quality Coating % =
22
Ew
EE:
. ‘ DR16-8B3 RORM 1655 MOEN B3 - ‘ 16 ‘ 5.5 ‘ 8 ‘ - ‘ o8
~ E —
DR16-8C4 RDRA 1655 MOSN c4 = 16 55 8 = -g
DR16-8E4 RDRA 1655 MOSN E4 - 16 55 8 - g
<
DR16-8F4 RDRA 1655 MOSN F4 - 16 5.5 8
‘ DR16-8B7 RDRM 1655 MOEN B7 - ‘ 16 ‘ 5.5 ‘ 8 ‘ - ‘ -
o
kS
S
2
£
E
2
£
Material Z
>
: Feed rate/ : : NF metal and | High-temperature Hardened =
Ceelting ghesls Depth of cut Sl stz Cesi e non-metals resistant alloys EIEELS §
<
B3 f, (mm) _ 0.2-0.7 _ _ 0.15-0.5 5
a, (mm) 0.5-3 0.2-3
ca f, (mm) 0.2-0.7 ~ 0.2-05 - ~ 0.15-0.22
a, (mm) 0.2-2.5 0.2-3 0.2-0.55
£
2 f, (mm) 0.2-0.7 B 0.2-0.35 B B ) S
a, (mm) 0.2-2.5 0.2-1.6 o
S
F4 f, (mm) 0.2-0.8 a 0.2-0.5 B B B
a, (mm) 0.2-3 0.2-3
57 f, (mm) B 0.2-0.7 . _ 0.15-0.5 5
a, (mm) 0.5-3 0.2-3
>
=
=

Q



SPINWORX® COPY END MILL

Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

High-temperature

Hardened

resistant alloys

materials

B3

c4

E4

F4

B7

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

90 150 210
¥110 165 220

¥100 175 250
¥100 200 300

¥100 175 250
¥100 200 300

¥110 155 200
¥120 175 230

¥110 155 200
¥120 175 230

150 195 240
¥140 205 270

%130 165 200

<110 130 150
140 180 220

¥30 65 100
¥40 75 110

¥30 65 100
¥40 75 110

¥35 108 180

Expanded application data

Full axial plunge

Full oblique plunge

Circular milling

100
125

<20 2
<14.0 10
<6.0 22
<4.0 33
<3.5 36
<2.5 50
<2.0 70
<1.5 95

32 34
40 50
52 74
63 96
66 102
80 130
100 170
125 220

102
124
130
158
198
248

Q@
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SPINWORX® COPY END MILL

SPINWORX®

r10 - @ 100 - 160 mm, 7° positive

v |04 ) (B0 [ 88 ] 7°) [ @]

Milling cutter bodies

Part no.

Shell-type milling cutter body

ds
d,

1_C

Cpokelm

DR20-100-A32-07-L 100 20 10 53 4 32 70 7
DR20-125-A40-08-L 125 20 10 53 4 40 90 8
GWSTPS10ISK Setscrew with hexagon socket > Page 198
SG25 TORQUE CliX-S grip > Page199
TG55 TORQUE CIiX-T grip > Page 199
Accessories
DM22 Torque adapter 2.2 Nm > Page 199
T20-R 6-pack bits (Torx) > Page 200
700043 HTC ceramic paste WS 600 005 > Page 200
DR20-160-A40-10-L 160 ‘ 20 ‘ 10 ‘ 63 ‘ 4 ‘ ‘ 40 ‘ 120 ‘ 10
SG25 TORQUE CliX-S grip > Page 199
TG55 TORQUE CliX-T grip > Page 199
Accessories DM22 Torque adapter 2.2 Nm > Page 199
T20-R 6-pack bits (Torx) > Page 200
700043 HTC ceramic paste WS 600 005 > Page 200

Indexable inserts

Part no.

DIN designation

Quality Coating

750

g

DR20-8C4-L
DR20-8E4-L
DR20-8F4-L

RDRA 2065 MOSN
RDRA 2065 MOSN
RDRA 2065 MOSN

c4 -
E4 -
F4 =

20 6.5
20 6.5
20 6.5

10 =
10 -
10 =

Application d

ata (fz/ ap)

Stainless steel

NF metal and

Cast iron
non-metals

High-temperature
resistant alloys

Hardened
materials

Material
: Feed rate/
Coating grade Depth of cut
f (mm) 0.2-0.7
c4 a, (mm) 0.2-25
£ f, (mm) 0.2-0.7
a, (mm) 0.2-2.5
Fa f (mm) 0.2-0.8
a, (mm) 0.2-3

0.2-0.5
0.2-3

0.2-0.35
0.2-1.6

0.2-0.5
0.2-3

0.15-0.23
0.2-0.55




Spindle speed (Vc in m/min)
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Tips and practical information
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Material "
, 5 £
Coating grade Application Stainless steel Cast iron P mreiz)] H|gh.-temperature Harderjed '§ £
non-metals resistant alloys materials 89
E3
° g
Roughing 90 150 210 %150 195 240 = £38
c4 Semi-Finish ¥110 165 220 = ¥140 205 270 = = ¥35 108 180 =
Finish - - -
Roughing 100 175 250 -
E4 Semi-Finish ¥100 200 300 - %130 165 200 - - -
Finish - -
Roughing ¥100 175 250 ¥110 130 150
F4 Semi-Finish ¥100 200 300 = %140 180 220 = = = £
Finish - - 2
<]
<
Expanded application data
. . . . S
Full axial plunge Full oblique plunge Circular milling E
‘ S
£
E
2
‘ -
>
£
a g
g
di =)
g
Arbor X o Arbor 2
@ d1 mm @ d1 <
100 2.0 100 <4.6 62 100 162 200
125-160 3.0 125 <33 87 125 212 250
160 <2.3 122 160 282 320
£
2
2
S
>
S
=

1

©



ROUND INSERT CUTTERS - COPY END MILLS

Round insert

cutters KO-90°




Tips and practical information

Round insert cutters K0-90°
Copy end mills

The universal choice for any job, from the regular
to the unusual

Product overview

Properties

® Tool diameter 8 - 160 mm
@® 0° axial angle for the most precise contours in

indexable inserts

=
wvy
Kt
o
[=]
o
=
[
3z
£
3
o
j=)]
£
=

bi . ith | . bil r3.5-@12-25mm,s 1.99 84
combination with DuoPlug® maximum stability 135-015-42 mm,s238 86
® 7° axial angle ensures low power consumption r5-@ 20 - 42 mm, neutral 91
® stable tool cutter body thanks to indexable insert r5-925-52 mm, /° positive %6
beddin r5-@ 20-35mm, CBN, neutral 101
emoe 9 r6-@42-80 mm, 7° positive, shim 103
@ B8 different cemented carbide qualities with 9 adapted r6 - @24 - 80 mm, neutral, 7° positive 107
high-performance coatings r8-@52-100 mm, 7° positive, shim 112

. . . r8-@ 32 - 160 mm, neutral 7° positive 115 2

[}

® Cutter bodies with the addendum VD have special 110 - 2 40 - 160 mm, neutral 7° positive 9 :

<

vibration-damping properties

Machining types Connection types

Practical video
@ A@ ‘ ROUND INSERT 02 10
896 IN 1.4301/304/

& &
=

£
| | X5CRNI18-10 Jg:
M& &S
@
Cutting materials

h ISO application ‘ g
Quality | coating B
7-1.99 ‘ 7-2.38 ‘ 10 ‘ 12 ‘ 16 ‘ 20 %
HSCOS5 | PVTi;  HSCO5 | PVFN vy v v/v!| - | % o . . . o R :;
K10 | PVTi g | 9w | w| - | ¥ |% o . . . o o g

K10 | PVTi (RDHX with concave molding) =4 - A4 4 - . . . . . _

P25 | PVTi A4 - Y - - - - . . . . .

P25 | PVGO | - | - | % | - - . . . R _

P25 | PVSR v | - | v | - _ B _ . . o _

P40 | PVTi v | - | - | -] - - . . . . o .
P40 | PVGO A4 - ¥ - - = ° ° . . _ %
P40 | PVSR v | - | v - - | v o . . . . _ E
P40 | PVML v | - | v - - ¥ - . . . . - S

CBN C - - s -] - - - _ . _ _ _

CBN'S -l -] -] -]-1% - . . N _ _

K10 | Polished - - - A4 - - . . ° . . .

K10 | PVDiaN - - - \:4 - = . ° ° . — —

M40 | PVST VYV | ¥ - - v - - - . o _ _

HSCO3 | PPGH v v | 9| - _ B . . o _ _
M35 | PCTC - % - - 24 - . . . . _ E
[=




ROUND INSERT CUTTERS — COPY END MILLS

Round insert cutters K0O-90°

r3.5-912-25mm, s 1.99 mm

Characteristics: ‘ I—KI ‘ ‘ % ‘ ‘[ED‘ ‘ g ‘ ‘_»%_‘ ‘ @ ‘

Milling cutter bodies Part no.
DuoPlug®
2 12 235 SG 12 ‘ 7 ‘ 3.5 ‘ 24.5 ‘ = ‘ = ‘ M7 ‘ 10.8 ‘ 2
33 Accessories 25500 K-1 Torx screw > Page 197
2
\
— 315235 SG 15 7 3.5 28 1.5 = M 10 14 3
5252355G 25 7 3.5 30 1.5 - M 16 23.5 5
e~ Accessories 25500 Torx screw > Page 197
Threaded shank end mill body
12 200 M6 12 7 3.5 28.5 = = M 6 11.5 2
12 200 12 7 3.5 28.5 - - M 8 11.8 2
Accessories 25500 K-1 Torx screw > Page 197
315235 15 7 3.5 28.5 1.5 = M 8 13.8 3
420235 20 7 3.5 28.5 1.5 - M 10 18 4
525235 25 7 3.5 28.5 1.5 - M 12 21 5
Accessories 25 500 Torx screw > Page 197
End mills
& 30 12 100 12 7 3.5 30 — 23 12 — 2
Accessories 25500 K-1 Torx screw > Page 197
==L d
|d
ds
172>



=
S
k=]
©
E
£
il
£
©
o
=]
O
©
I
S
°
f=
]
wv
=
=

Milling cutter bodies

g
Weldon E
d; 40 12 100 12 7 3.5 40 - 19.5 16 - 2 *E
o
@ 60 12 100 12 7 3.5 60 - 19.5 16 - 2 2
S 8012 100 12 7 35 80 - 19.5 16 - 2
Accessories 25500 K-1 Torx screw > Page 197
= == 3015 100 ‘ 15 ‘ 7 ‘ 3.5 ‘ 30 ‘ 1.2 ‘ 19.5 ‘ 12 ‘ - ‘ 3 ‘ -
S n
ds 2 £
o
EE:
07 500 Torx wrench > Page 198 o >
£2
SG25 TORQUE CliX-S grip > Page 199 =
Tl;ijfg?j‘;ggi;’:‘;W;Z“eiﬁe Accessories TGS5 TORQUE CIiX-T grip > Page 199
DMO09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200
<2/2 5
3
&
; g g ] ] <
Indexable inserts DIN designation Quality Coating
S 01 07 8035 RDHX 07T1 MOT HSC 05 PVTi 7 1.99 3.5 M 2.5
01 07 8042 RDEX 07T1 MOT P40 PCSR 7 1.99 3.5 M 2.5
c
S
®
S
S
£
g
=
0107 831P RDHX 07T1 MOE K10 Polished 7 1.99 3.5 M 2.5 é
0107880D RDHX 0771 MOE K10 PVDiaN 7 1.99 3.5 M 2.5
01 07 880 RDHX 07T1 MOE K10 PVTi 7 1.99 3.5 M 2.5
2
8
s
Z
=
e}
: : g
Application data (fz / ap) g
Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and ngh‘—temperature Harderjed
Depth of cut non-metals resistant alloys MEIEELS
S
K10 PVTi f, (mm) 0.1-0.2 0.1 0.1-0.3 0.1-0.2 _ 0.1-0.12 2
a, (mm) 0.1-0.3 0.1 0.1-0.5 0.1-0.4 0.1-0.15 ﬁ
o
f, (mm) 0.05-0.45 0.1-0.4
P40 PCSR a, (mm) 0.05-0.7 - 0.05-0.65 - - -
; f, (mm) 0.1-0.3
K10 Polished 2 (mm) - - - 0.1-0.7 - -
K10 PVDiaN f, (mm) _ _ ~ 0.1-0.3 - )
a, (mm) 0.1-0.7
>
=
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ROUND

INSERT CUTTERS -

COPY END MILLS

Spindle speed (Vc in m/min)

Material
: N . . igh- H
Coating grade Application NERIESIHEE Cast iron Nrfor:js;aeltgﬂd legezisttz r::tlo :Irlit;;re ;;?;?jg
Roughing - - ¥100 150 200 - -
K10 PVTi Semi-Finish ¥150 275 400 - ¥150 225 300 | w200 500 800 = ¥35 143 250
Finish ¥150 275 400 | ¥100 150 200 | ¥200 275 350 | ¥100 450 800 ¥35 143 250
Roughing ¥130 190 250 ¥120 170 220
P40 PCSR Semi-Finish ¥150 225 300 - %150 200 250 - - -
Finish - ¥180 230 280
Roughing ¥100 450 800
K10 Polished Semi-Finish - - - ¥100 450 800 - -
Finish ¥100 450 800
Roughing ¥100 450 800
K10 PVDiaN Semi-Finish - - - ¥100 450 800 - -
Finish ¥100 450 800

Expanded application data

Full axial plunge

Full oblique plunge

Circular milling

di

sy

ds

D min max

Arbor DI D,..
@ di1 mm mm

| 12-25 | 1.2 | 12 - - 12 14 24
15 <265 2 15 17 30
20 <85 8 20 28 40
25 <53 13 25 38 50
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Tips and practical information

Round insert cutters K0O-90°

r3.5-015-42 mm, s 2.38 mm

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

crascensics | B | [ 83 ][ €| (0] @87 | & |

Milling cutter bodies =
82
g
=)
DuoPlug® S g
£3
2 16 200 SG 16 7 3.5 28.5 1.5 - M 10 15 2 g"
316200 SG 16 7 3.5 28.5 1.5 - M 10 15 3
420 200 SG 20 7 3.5 28.5 1.5 - M 12 18.6 4
525200 SG 25 7 3.5 30 1.5 - M 16 23.5 5
8
S
g
<
Threaded shank end mill body
d; 15 200 15 7 3.5 28.5 1.5 - M 8 13.8 2
d, 316200 16 7 3.5 28.5 1.5 - M 8 13.8 3 §
©
420200 20 7 3.5 28.5 1.5 - M 10 18 4 §
=
5 sololin 525200 25 7 3.5 28.5 1.5 - M 12 21 5 é
o 530 200 30 7 3.5 28.5 1.5 - M 16 29 5 §
@
@ 6 35 200 35 7 3.5 28.5 1.5 - M 16 29 6
e~ d d 7 42 200 42 7 3.5 42.5 1.5 - M 16 29 7
1
Weldon §
d, 40 15 100 15 7 3.5 40 2.6 23 16 - 2 E
60 15 100 15 7 3.5 60 2.6 23 16 - 2 j;
D 80 15 100 15 7 3.5 80 2.6 22 20 - 2 2
= 100 15 100 15 7 35 100 26 22 20 - 2
£
o
£
25500 Torx screw > Page 197 ©
07 500 Torx wrench > Page 198
The accessories shown here . 5G25 TORQUE CliX-S grip > Page 199
must be used for all sizes! Accessories TG55 TORQUE CIiX-T grip > Page 199
DMO09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200
x
S
=

o



ROUND INSERT CUTTERS — COPY END MILLS

Indexable inserts DIN designation Quality Coating
02 07 8035 RDHX 0702 MOT HSC 05 PVTi 7 2.38 3.5 M 2.5
02 07 8042 RDEX 0702 MOT P40 PCSR 7 2.38 3.5 M 2.5
02 07 846 RDKW 0702 MOS P40 PVGO 7 2.38 3.5 M 2.5
02 07 892 RDHX 0702 MOT CBN for steel uncoated 7 2.38 3.5 M 2.5
S
02 07 848 RDMX 0702 MOT P40 PVGO 7 2.38 3.5 M 2.5
02 07 831P RDHX 0702 MOE K10 Polished 7 2.38 3.5 M 2.5
02 07 880 RDHX 0702 MOE K10 PVTi 7 2.38 3.5 M 2.5
02 07 880D RDHX 0702 MOE K10 PVDiaN 7 2.38 3.5 M 2.5
02 07 896 RDMT 0702 MOEN M40 PVST 7 2.38 3.5 M 2.5
s 02 07 8099 RDMT 0702 MOEN M35 PCTC 7 2.38 3.5 M 2.5
| 02 07 897 RDPX 0702 MOT P25 PVGO 7 2.38 3.5 M 2.5

Application data (fz / ap)

Material
Goating|grade Feed rate/ Stainless steel Cast iron NF metal and non- nghl—temperature Harderjed
Depth of cut MEEl resistant alloys IMEVCIELS
. f (mm) 0.1-0.2 0.1 0.1-0.3 0.1-0.2 0.1-0.15
K10 PVI 3 (mm) 0.1-0.4 0.1 0.1-0.7 0.1-0.55 - 0.1-0.2
. f, (mm) 0.2-0.5
P40 PVTI 2 (mm 0.1-0.75 - - - - B
fz (mm) 0.1-0.5 0.1-0.4
D PSR 3 (mm) 0.1-0.75 - 0.1-07 - - -
f, (mm) 0.2-0.5
P40 PVGO 3 (mm) 0.1-0.75 - - - B -
CBN for steel f (mm) 0.1-0.2
uncoated a, (mm) B - B - - 0.1
, f (mm) 0.1-0.3
K10 Polished 2 (mm) - - - 0.1-1 - -
. f, (mm) 0.1-0.3
K10 PVDiaN & () - - - 0.1-1 - B
f, (mm) 0.1-0.5 0.05-0.5 0.05-0.4
M40 PVST 2 (mm) 0.1-0.75 0.05-0.75 B - 0.05-0.75 -
f (mm) 0.05-0.5 0.05-0.4
B FETE 3 (mm) - 0.05-0.75 - - 0.05-0.75 -
fz (mm) 0.1-0.4 0.1-0.3
P25 PVGO 3 (mm) - 0.1-0.7 - - 0.1-07 -




Spindle speed (Vc in m/min)

Material

Coating grade

Application

NEESS

Cast iron

NF metal and
non-metals

(») pokolm

High-temperature

resistant alloys

Hardened
materials

K10 PVTi

P40 PVTi

P40 PCSR

P40 PVGO

CBN for steel
uncoated

K10 Polished

K10 PVDiaN

M40 PVST

M35 PCTC

P25 PVGO

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

¥150 275 400
¥150 275 400

¥100 160 220
¥100 175 250

¥130 190 250
¥150 225 300

¥100 150 200
¥100 150 200

¥80 140 200
%100 150 200
¥110 180 250

¥100 150 200

¥80 130 180
¥100 155 210
%120 185 250

¥110 155 200
¥120 175 230
¥160 220 280

¥80 140 200
¥100 155 210
%120 175 230

¥100 150 200
¥150 225 300
%200 275 350

120 170 220
%150 200 250
180 230 280

%200 500 800
%100 450 800

¥100 450 800
¥100 450 800
%100 450 800

¥100 450 800
¥100 450 800
%100 450 800

¥30 55 80
¥40 65 90
¥60 90 120

¥30 65 100
¥40 75 110
¥60 100 140

¥20 65 110
¥20 65 110
%30 70 110

¥35 143 250
¥35 143 250

%400 700 1000

Tips and practical information

Product overview

indexable inserts
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Order form Assembly instructions Technical information Accessories
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ROUND INSERT CUTTERS — COPY END MILLS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

>
><
« &
¢
Y
ds di di
D min max

@ d1 mm @ di1 mm @ d1 mm mm
| 15-42 | 12 | 15 <265 2 15 17 30
16 <14.0 4 16 20 32
20 <85 8 20 28 40
25 <5.3 13 25 38 50
30 <38 18 30 48 60
35 <3.0 23 35 58 70
42 <2.3 30 42 72 84




Tips and practical information

Round insert cutters K0O-90°

r5-0 20 - 42 mm, neutral

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

oo |0 | [ ] (B0 88 ] (@] &8 1]

Milling cutter bodies 5 L
82
o
£5
DuoPlug® =y
£
q 20 200 SG 20 10 5 35 - - M 12 18.6 2 =7
dj 325 200 SG 25 10 5 35 2.8 - M 16 23.5 3
o 3
- S
¢
<
Threaded shank end mill body
20 200 20 10 5 29 - - M 10 18 2
2 25 200 25 10 5 33 2.8 - M 12 21 2 é
©
3 25 200 25 10 5 33 2.8 - M 12 21 3 g
=
4 25 200 25 10 5 33 2.8 - M 12 21 4 é
4 30 201 30 10 5 33 2.8 - M 12 21 4 §
&
4 30 200 30 10 5 43 2.8 - M 16 29 4
535 200 35 10 5 43 2.8 - M 16 29 5
o N 542 200 42 10 5 43 2.8 — M 16 29 5
6 42 200 42 10 5 43 2.8 - M 16 29 6 é
E
>
o)
Weldon §
d, 40 20 100 20 10 5 40 - 23 20 - 2 <
60 20 100 20 10 5 60 - 23 20 - 2
@ 80 20 100 20 10 5 80 - 23 25 - 2
= 100 20 100 20 10 5 100 - 23 25 - 2
120 20 100 20 10 5 120 - 23 25 - 2 %
== 172> 3
) d ©
di
B
2

1

©



ROUND INSERT CUTTERS — COPY END MILLS

Shell-type milling cutter body
q ‘ 642 310 ‘ 42 ‘ 10 ‘ 5 ‘ 43 ‘ 2.8 ‘ = ‘ 16 ‘ 35 ‘ 6

3

d;
35500 Torx screw > Page 197
15 500 Torx wrench > Page 198
i . SG25 TORQUE CliX-S grip > Page 199

TSI | Accessories

’ TG55 TORQUE CliX-T grip > Page 199
DM25 Torque adapter 2.5 Nm > Page 198
T15-R 6-pack bits (Torx) > Page 200

<2/2

Indexable inserts Part no. DIN designation Quality Coating

02 10 8035 RDHX 1003 MOT HSC 05 PVTi 10 3.18 5 M 3.5
02 10 8042 RDEX 1003 MOT P40 PCSR 10 3.18 5 M 3.5
02 10 844 RDHX 1003 MOT P40 PVML 10 3.18 5 M 3.5
02 10 846 RDMX 1003 MOSN P40 PVGO 10 3.18 5 M 3.5
02 10 852 RDEX 1003 MOT P25 PVSR 10 3.18 5 M 3.5
02 10 892 RDHX 1003 MOT CBN for steel uncoated 10 3.18 5 M 3.5
02 10 893 RDHX 1003 MOT CBN for cast iron uncoated 10 3.18 5 M 3.5
02 10 831P RDHX 1003 MOT K10 Polished 10 3.18 5 M 3.5
02 10 848 RDMX 1003 MOT P40 PVGO 10 3.18 5 M 3.5
02 10 880 RDHX 1003 MOT K10 PVTi 10 3.18 5 M 3.5
0210880D RDHX 1003 MOT K10 PVDiaN 10 3.18 5 M 3.5
02 10 896 RDMT 1003 MOEN M40 PVST 10 3.18 5 M 3.5
02 10 897 RDPX 1003 MOT P25 PVGO 10 3.18 5 M 3.5
02 10 8099 RDMT 1003 MOEN M35 PCTC 10 3.18 5 M 3.5

©



Application data (fz / ap)

Material

Coating grade

Feed rate/
Depth of cut

Stainless steel

Cast iron

NF metal and
non-metals

(») pokolm

High-temperature
resistant alloys

Hardened
IMEIEIELS

K10 PVTi

P40 PCSR

P40 PVML

P40 PVGO

P25 PVSR

CBN for steel
uncoated

CBN for cast iron
uncoated

K10 Polished

K10 PVDiaN

M40 PVST

P25 PVGO

M35 PCTC

0.05-0.6
0.2-2

0.15-0.6
0.2-1

0.05-0.6
0.2-2

0.1-0.15
0.1-0.3

0.1-0.15
0.1-0.3

0.1-0.15
0.1-0.3

Tips and practical information

Product overview

indexable inserts
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Order form Assembly instructions Technical information Accessories
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ROUND INSERT CUTTERS — COPY END MILLS

Spindle speed (Vc in m/min)

Material

NF metal and | High-temperature Hardened
non-metals resistant alloys materials

Coating grade Application NERIESIHEE Cast iron

Roughing - - ¥100 150 200 - -
K10 PVTi Semi-Finish ¥150 275 400 - ¥150 225 300 | w200 500 800 = ¥35 143 250
Finish ¥150 275 400 | ¥100 150 200 | ¥200 275 350 | ¥100 450 800 ¥35 143 250

Roughing ¥130 190 250 120 170 220
P40 PCSR Semi-Finish ¥150 225 300 - %150 200 250 - - -
Finish - ¥180 230 280

Roughing ¥100 200 300 140 215 290 -

P40 PVML Semi-Finish %100 200 300 - %140 170 200 - - ¥70 110 150
Finish - — _

Roughing ¥100 150 200 110 130 150

P40 PVGO Semi-Finish ¥100 150 200 - %110 130 150 - - -
Finish _ _

Roughing ¥100 160 220 ¥140 180 220 -
P25 PVSR Semi-Finish ¥100 180 260 - ¥160 190 220 - - %70 110 150
Finish = ¥160 190 220 =
CBN for steel Roughing B
uncoated Serm-ﬁmsh - - - - - -
Finish ¥400 700 1000
CBN for cast iron Roughing a
uncoated S - - -
Finish ¥400 700 1000
Roughing ¥100 450 800
K10 Polished Semi-Finish - - - ¥100 450 800 - -
Finish %100 450 800

Roughing ¥100 450 800
K10 PVDiaN Semi-Finish - - - ¥100 450 800 = =
Finish %100 450 800

Roughing 80 140 200 | ¥80 130 180 ¥30 55 80
M40 PVST Semi-Finish %100 150 200 | ¥100 155 210 - - ¥40 65 90 -
Finish %110 180 250 | ¥120 185 250 ¥60 90 120

Roughing ¥80 140 200 ¥20 65 110
P25 PVGO Semi-Finish - ¥100 155 210 = = ¥20 65 110 =
Finish ¥120 175 230 %30 70 110

Roughing ¥110 155 200 ¥30 65 100
M35 PCTC Semi-Finish - ¥120 175 230 - - ¥40 75 110 -
Finish ¥160 220 280 %60 100 140

©



(») pokolm

Tips and practical information

Expanded application data

z
4
=
Full axial plunge Full oblique plunge Circular milling g
E E
o
3
/
| ¢ i,
L 23
Z's
35
ds ° 3
. £2
D min max ="
Arbor X o Arbor y Arbor D, D, .
@ d1 mm @ d1 mm @ d1 mm mm
20-35 2.5 20 - - 20 22 40
42 3.5 25 <19.7 7 25 32 50
30 <117 12 30 42 60 £
35 <8.4 17 35 52 70 g
<
42 <59 24 42 66 84
S
®
£
S
=
E
2
£
g
>
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£
a
<
E
S
2
S
>
=
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ROUND INSERT CUTTERS - COPY END MILLS

Round insert cutters K0-90°

r5-0 25 - 52 mm, 7° positive

o

: 0
Characteristics: ‘ Iﬁ ‘ ‘[ED‘ ‘ ‘ ‘7 d

Milling cutter bodies Part no.

Threaded shank end mill body
325 200/7 25 10 5 32.5 2.5 - M 12 21 3
ji 5 35 200/7 35 10 5 43 2.5 - M 16 29 5
g 6 42 200/7 42 10 5 42.5 2.5 - M 16 29 6

Spekolmn

Shell-type milling cutter body
6 42 310/7 42 10 5 42,5 35 - 16 35 6
¢ 752 310/7 52 10 5 52.5 35 - 22 40 7
u 6 42 310/7 VD 42 10 5 42,5 35 = 16 35 6
752 310/7 VD 52 10 5 52.5 35 - 22 40 7
35500 Torx screw > Page 197
15 500 Torx wrench > Page 198
I | Acsores | ] e ra
DM25 Torque adapter 2.5 Nm > Page 199
T15-R 6-pack bits (Torx) > Page 200




(») pokolm

Indexable inserts DIN designation Quality Coating
02 10 8035 RDHX 1003 MOT HSC 05 PVTi 10 3.18 5 M 3.5
02 10 8042 RDEX 1003 MOT P40 PCSR 10 3.18 5 M 3.5
02 10 844 RDHX 1003 MOT P40 PVML 10 3.18 5 M 3.5
02 10 846 RDMX 1003 MOSN P40 PVGO 10 3.18 5 M 3.5
02 10 852 RDEX 1003 MOT P25 PVSR 10 3.18 5 M 3.5
02 10 892 RDHX 1003 MOT CBN for steel uncoated 10 3.18 5 M 3.5
02 10 893 RDHX 1003 MOT | CBN for cast iron uncoated 10 3.18 5 M 3.5
02 10 831P RDHX 1003 MOT K10 Polished 10 3.18 5 M 3.5
02 10 848 RDMX 1003 MOT P40 PVGO 10 3.18 5 M 3.5
02 10 880 RDHX 1003 MOT K10 PVTi 10 3.18 5 M 3.5
02 10880D RDHX 1003 MOT K10 PVDiaN 10 3.18 5 M 3.5
02 10 896 RDMT 1003 MOEN M40 PVST 10 3.18 5 M 3.5
02 10 897 RDPX 1003 MOT P25 PVGO 10 3.18 5 M 3.5
02 10 8099 RDMT 1003 MOEN M35 PCTC 10 3.18 5 M 3.5

©

Tips and practical information

Product overview

indexable inserts
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ROUND INSERT CUTTERS — COPY END MILLS

Application data (fz/ ap)

Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and ngh.—temperature Hardehed
Depth of cut non-metals resistant alloys EIEELS
. f (mm) 0.1-0.2 0.15 0.15-0.3 0.1-0.2 0.1-0.15
SR a, (mm) 0.1-0.55 0.1 0.1-1 0.1-0.8 - 0.1-0.3
b40 PCSR f, (mm) 0.2-1 ~ 0.1-08 ~ ~ -
a, (mm) 0.2-1.5 0.1-1.2
f (mm) 0.2-0.7 0.1-0.3 0.1-0.15
I a, (mm) 0.2-1.5 - 0.1-1 - - 0.1-0.3
f,(mm) 0.1-0.9 0.1-0.3
P40 PVGO a, (mm) 0.1-1.5 - 0.1-1 - B -
f, (mm) 0.2-0.7 0.1-0.3 0.1-0.15
P25 PVSR a, (mm) 0.2-1.5 - 0.1-1 - - 0.1-0.3
CBN for steel f (mm) B B B B 3 0.1-0.2
uncoated a, (mm) 0.1
CBN for cast iron f, (mm) B 3 0.1-0.2 : 5 B
uncoated a, (mm) 0.1
. f, (mm) 0.1-0.3
K10 Polished 2 (mm) - - - 0.1-1.5 - B
. f, (mm) 0.1-0.3
K10 PVDiaN a ) - - - 0115 = =
f, (mm) 0.1-0.75 0.05-0.6 0.05-0.4
Ma0 PVST a, (mm) 0.1-1 0.2-2 - - 0.1-2 -
f (mm) 0.15-0.6 0.1-0.4
P25 PVGO 3, (mm) - 0.2-1 - - 0.1-1 -
f (mm) 0.05-0.6 0.05-0.4
M35 PCTC 3, (mm) - 0.2-2 - - 0.1-2 -




Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and
non-metals

(») pokolm

High-temperature

resistant alloys

Hardened
materials

K10 PVTi

P40 PCSR

P40 PVML

P40 PVGO

P25 PVSR

CBN for steel
uncoated

CBN for cast iron
uncoated

K10 Polished

K10 PVDiaN

M40 PVST

P25 PVGO

M35 PCTC

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

V150 275 400
¥150 275 400

¥130 190 250
¥150 225 300

¥100 200 300
¥100 200 300

¥100 150 200
¥100 150 200

¥100 160 220
¥100 180 260

80 140 200
%100 150 200
¥110 180 250

¥100 150 200

¥80 130 180
¥100 155 210
%120 185 250

¥80 140 200
¥100 155 210
¥120 175 230

¥110 155 200
¥120 175 230
¥160 220 280

¥100
¥150
%200

120
¥150
5180

V140
%140

110
%110

Y140
%160
¥160

150
225
275

170
200
230

215
170

130
130

180
190
190

¥400 700

200
300
350

220
250
280

290
200

150
150

220
220
220

1000

%200 500 800
100 450 800

¥100 450 800
¥100 450 800
¥100 450 800

¥100 450 800
¥100 450 800
¥100 450 800

¥30 55 80
¥40 65 90
¥60 90 120

¥20 65 110
¥20 65 110
¥30 70 110

¥30 65 100
¥40 75 110
¥60 100 140

¥35 143 250
¥35 143 250

¥70 110 150

%70 110 150

%400 700 1000

Tips and practical information

Product overview

indexable inserts
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ROUND INSERT CUTTERS — COPY END MILLS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

>
>
| @/@
Y
d1 d1 d1
D min max
Arbor X ox Arbor y Arbor D.in Do
@ d1 mm @ di1 mm @ d1 mm mm
25-35 2.5 25 <19.7 7 25 32 50
42-52 3.5 35 <8.4 17 35 52 70
42 <5.9 24 42 66 84
52 <4.2 34 52 86 104




Round insert cutters K0O-90°

r5-0 20 - 35 mm, CBN, neutral

Characteristics: ‘ Iﬁ ‘ ‘[ED‘ ‘ ‘ ‘ g ‘

Milling cutter bodies

DuoPlug®
d; 220294 SG 20 10 5 39.5 - M 12 18.5 2
d, 325294 SG 25 10 5 41.5 2.5 M 16 23.5 3
S
d |
d1 e
Threaded shank end mill body
d 20294 20 10 5 28.5 - M 10 18 2
; 25294 25 10 5 32.5 2.5 M 12 21 3
M2
30294 30 10 5 32.5 2.5 M 12 21 4
35294 35 10 5 42.5 2.5 M 16 29 4
P ld
d;
10 500 Torx screw > Page 197
SG25 TORQUE CliX-S grip > Page 199
) TG55 TORQUE CIiX-T grip > Page 199
The accessories shown here -
must be used for all sizes! Accessories
DM25 Torque adapter 2.5 Nm > Page 199
T10-R 6-pack bits (Torx) > Page 200
10514 Clamp for CBN > Page 200

Indexable inserts

DIN designation

Quality

Coating

02 10 092
02 10093

RPHN 1003 MO
RPHN 1003 MO

CBN for steel

CBN for cast iron

uncoated

uncoated

10
10

3.18
3.18

o

Tips and practical information

Product overview

indexable inserts
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ROUND INSERT CUTTERS — COPY END MILLS

Application data (fz / ap)

Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and H|ghftemperature Harder_wed
Depth of cut non-metals resistant alloys materials
CBN for steel f (mm) _ _ _ _ _ 0.1-0.2
uncoated a, (mm) 0.1-0.3
CBN for cast iron f, (mm) 0.1-0.2
uncoated a, (mm) - B 0.1-0.3 - B

Spindle speed (Vc in m/min)

Material
Coating grade Application Stainless steel Cast iron N:onr:i;a!tzlr;d HL%Z;; r:f:ﬂi;usre Frir?e:(tj:r?z:(sj
Roughing -
CBN for steel =
unCSZéje Semi-Finish = = = - - ¥400 700 1000
Finish %400 700 1000
: Roughing -
CBNULOCE;ZB"O” Semi-Finish - - w500 750 1000 - _ _
Finish %500 750 1000

Expanded application data

Full axial plunge Full oblique plunge Circular milling

>
>
| (%/Q
Y
d1 d1 dI
D min max

Arbor X o Arbor % Arbor D D,
@ d1 mm @ d1 mm @ di1 mm mm
| 20-35 | 25 | 20 - - 20 22 40
25 <19.7 7 25 32 50

30 <11.7 12 30 42 60

35 <8.4 17 35 52 70




Tips and practical information

Round insert cutters K0-90°

r6 - @ 42 - 80 mm, 7° positive, shim

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

crocenis |6 | | (0] [ & ] ”° < [ @]

wvy
Milling cutter bodies 5 L
=]
=
o
il e
Shell-type milling cutter body g’é
= 8
d 42 310/7 HL 42 12 6 42 3.5 = 16 35 4 S
3
d, 52 310/7 HL 52 12 6 52.5 3.5 - 22 40 5
66 310/7 HL 66 12 6 52.5 3.5 = 27 48 6
kal
it s 80 310/7 HL 80 12 6 52.5 3.5 - 27 60 7
o - g
S
A
dl g
d <
35500L Torx screw > Page 197
35510 Clamping screw > Page 197
35500 | Threaded bush > Page 198 =
il
09511 Shim for RDHX 1273 > Page 198 E
H s shown h . 15500 Torx wrench > Page 198 S
st b sed for allzss! Accessories =
’ ALLEN 3.5 W Allen wrench size 3.5 > Page 199 s
) . =
SG25 TORQUE CliX-S grip > Page 199 g
TG55 TORQUE CliX-T grip > Page 199 =
DM25 Torque adapter 2.5 Nm > Page 199
T15-R 6-pack bits (Torx) > Page 200
wv
=
=l
S
=
@
=
=
e}
=
<7
2
£
<2
2
S
>
<2}
=}
=



ROUND INSERT CUTTERS — COPY END MILLS

Indexable inserts Part no. DIN designation Quality Coating

S 03 12 8035K RDHX 12T3 MOT HSC 05 PVTi 12 3.97 6 M 3.5
0312 837K RDMX 12T3 MOT HSC 05 PVFN 12 3.97 6 M 3.5

03 12 8042K RDEX 12T3 MOT P40 PCSR 12 3.97 6 M 3.5

03 12 846K RDMX 1273 MOT P40 PVGO 12 3.97 6 M 3.5

03 12 8242K RDKW 1273 MOS P40 PATM 12 3.97 6 M 3.5

03 12 852K RDEX 12T3 MOT P25 PVSR 12 3.97 6 M 3.5

03 12 831P RDHX 12T3 MOT K10 Polished 12 3.97 6 M 3.5

03 12 848K RDMX 12T3 MOT P40 PVGO 12 3.97 6 M 3.5

03 12 880 RDHX 12T3 MOT K10 PVTi 12 3.97 6 M 3.5

0312880D RDHX 1273 MOT K10 PVDiaN 12 3.97 6 M 3.5

03 12 896K RDMT 12T3 MOEN M40 PVST 12 3.97 6 M 3.5

03 12 897K RDPX 12T3 MOT P25 PVGO 12 3.97 6 M 3.5

03 12 8099K RDMT 12T3 MOEN M35 PCTC 12 3.97 6 M 3.5

Application data (fz/ ap)

Material
wo | m [mme | owr | ame | oame | - | um
oo | Em | g oI gR | w4
o | g | s | - | s | - : :
I - N TR R S : :
P40 PVGO g PE=s - 5194 - : -
I I I R | s
K10 Polished ;; ((anr?])) = - - 001_1_924 = _
K10 PVDiaN ;; (mm) - - - 0.1-0.4 _ -
wors | 4w | e | omer | N
e |t | s | | amm |-
meeo | g | - | omer | | emm | -




Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and
e ENEE

(») pokolm

High-temperature

resistant alloys

Hardened
materials

K10 PVTi

HSC 05 PVFN

P40 PCSR

P40 PVGO

P40 PATM

P25 PVSR

K10 Polished

K10 PVDiaN

M40 PVST

M35 PCTC

P25 PVGO

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

¥150 275 400
%150 275 400

¥120 160 200
¥150 250 350

¥130 190 250
¥150 225 300

¥100 150 200
¥100 150 200

¥100 130 165
¥100 130 165

¥100 160 220
¥100 180 260

80 140 200
%100 150 200
%110 180 250

¥100 150 200

¥100 150 200

¥80 130 180
¥100 155 210
¥120 185 250

¥110 155 200
¥120 175 230
¥160 220 280

¥80 140 200
¥100 155 210
¥120 175 230

¥100 150
¥150 225
¥200 275

¥100 150
¥100 150
%200 275

¥120 170
%150 200
¥180 230

¥110 130
%110 130

¥110 130
%110 130

140 180
160 190
160 190

200
300
350

200
200
350

220
250
280

150
150

150
150

220
220
220

%200
¥100

%200
200

¥100
¥100
%100

¥100
¥100
¥100

500
450

500
500

450
450
450

450
450
450

800
800

800
800

800
800
800

800
800
800

¥30 55 80
¥40 65 90
¥60 90 120

¥30 65 100
¥40 75 110
¥60 100 140

¥20 65 110
¥20 65 110
¥30 70 110

¥35 143 250
¥35 143 250

¥40 130 220
¥40 130 220

¥70 110 150

Tips and practical information

Product overview

indexable inserts

—
wv
i
=]
1]
o
.
9]
o
£
3
o
=)
=
b=

Order form Assembly instructions Technical information Accessories

Index



ROUND INSERT CUTTERS — COPY END MILLS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

\
>
< a
m o
] p
Y
di di d
D min max
Arbor X Arbor o y
@ d1 mm @ d1 mm
| 42-80 | 3 | 42 <6.5 20 42 62 84
52 <5.7 30 52 82 104
66 <3.9 44 66 110 132
30 <3.0 58 80 136 160




Round insert cutters K0O-90°

r6 - @ 24 - 80 mm, neutral, 7° positive

: 0
Characteristics: ‘ Iﬁ ‘ ‘ % ‘ ‘[ED‘ ‘ ‘ ‘7 d

o

Milling cutter bodies

Threaded shank end mill | neutral
24 200 24 ‘ 12 6 33 ‘ - ‘ ‘ M 12 ‘ 21 ‘ 2
gz Accessories 35510 Clamping screw > Page 197
35200 35 ‘ 12 6 43 ‘ 3 ‘ ‘ M 16 ‘ 29 ‘ 3
Accessories 35510 Clamping screw > Page 197
cpokelm | |
‘ 4 35 200 ‘ 35 ‘ 12 6 ‘ 43 ‘ 3 ‘ ‘ M 16 ‘ 29 ‘ 4 ‘
42 200 42 ‘ 12 6 43 ‘ 3 ‘ ‘ M 16 ‘ 29 ‘ 4
Accessories 35510 Clamping screw > Page 197
‘ 542 200 ‘ 42 ‘ 12 6 ‘ 43 ‘ 3 ‘ ‘ M 16 ‘ 29 ‘ 5 ‘
Shell-type milling cutter | neutral
ds 442 310 42 ‘ 12 6 43 ‘ 3 ‘ ‘ 16 ‘ 35 ‘ 4
d
Accessories 35510 Clamping screw > Page 197
542 310 ‘ 42 ‘ 12 6 ‘ 43 ‘ 3 ‘ ‘ 16 ‘ 35 ‘ 5 ‘
52 310 52 ‘ 12 6 53 ‘ 3.5 ‘ ‘ 22 ‘ 40 ‘ 5
Accessories 35510 Clamping screw > Page 197
Threaded shank end mill | 7° positive
d; 3 35 200/7 35 ‘ 12 6 42.5 ‘ 3 ‘ ‘ M 16 ‘ 29 ‘ 3
i & i Accessories 35510 Clamping screw > Page 197
‘ 4 35 200/7 ‘ 35 ‘ 12 6 ‘ 42.5 ‘ 3 ‘ ‘ M 16 ‘ 29 ‘ 4
'.}%Ikﬂm
st beuaed for all zest Accessories 15500 Torx wrench > Page 198
172>

Tips and practical information

Product overview

indexable inserts

—
wv
i
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o
.
9]
o
£
3
o
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=
b=

Order form Assembly instructions Technical information Accessories

Index



ROUND INSERT CUTTERS — COPY END MILLS

Milling cutter bodies

Shell-type milling cutter | 7° positive

542 310/7 42 ‘ 12 ‘ 6 42.6 ‘ 3.8 ‘ - ‘ 16 ‘ 35 ‘ 5

) 35510 Clamping screw > Page 197

4 Accessories

& 15 500 Torx wrench > Page 198
Jl 52 310/7 52 ‘ 12 ‘ 6 52.5 ‘ 35 ‘ - ‘ 22 ‘ 40 ‘ 5

) 35510 Clamping screw > Page 197

Accessories

o 15 500 Torx wrench > Page 198
66 310/7 66 ‘ 12 ‘ 6 52.5 ‘ 3.5 ‘ - ‘ 27 ‘ 48 ‘ 6

Accessories 35510 Clamping screw > Page 197
80 310/7 80 ‘ 12 ‘ 6 52.5 ‘ 3.5 ‘ = ‘ 27 ‘ 60 ‘ 7

Accessories 35510 Clamping screw > Page 197

35500 Torx screw > Page 197

SG25 TORQUE CliX-S grip > Page 199

The accessories shown here - .

must be used for all sizes! Accessories TG55 TORQUE CliX-T grip > Page 199

DM25 Torque adapter 2.5 Nm > Page 199

T15-R 6-pack bits (Torx) > Page 200

<2/2

Indexable inserts Part no. DIN designation (OIVE1114% Coating

5)/ 03 12 8035K RDHX 1273 MOT HSC 05 PVTi 12 3.97 6 M 3.5
0312 837K RDMX 1273 MOT HSC 05 PVFN 12 3.97 6 M 3.5

03 12 8042K RDEX 1273 MOT P40 PCSR 12 3.97 6 M 3.5

@ 03 12 846K RDMX 1273 MOT P40 PVGO 12 3.97 6 M 3.5
03 12 852K RDEX 12T3 MOT P25 PVSR 12 3.97 6 M 3.5

d > 03 12 8242K RDKW 1273 MOS P40 PATM 12 3.97 6 M 3.5
03 12 831P RDHX 1273 MOT K10 Polished 12 3.97 6 M 3.5

03 12 848K RDMX 12T3 MOT P40 PVGO 12 3.97 6 M 3.5

03 12 880 RDHX 1273 MOT K10 PVTi 12 3.97 6 M 3.5

0312880D RDHX 1273 MOT K10 PVDiaN 12 3.97 6 M 3.5

03 12 896K RDMT 1273 MOEN M40 PVST 12 3.97 6 M 3.5

s 03 12 897K RDPX 1273 MOT P25 PVGO 12 3.97 6 M 3.5

‘ 03 12 8099K RDMT 1273 MOEN M35 PCTC 12 3.97 6 M 3.5
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Application data (fz / ap)

=
2
=>
Material g
st ek Feed rate/ Stainless steel Cast iron NF metal and -temperature Harderjed §
Depth of cut non-metals resistant alloys IMEIEELS 2
: f, (mm) 0.1-0.2 0.15 0.15-0.4 0.1-0.25 0.1-0.18
NI a (mm) 0.1-0.8 0.1 0.1-1.5 0.1-1.05 - 0.1-0.4
f (mm) 0.1-0.4 0.12-0.24 0.12-0.4 0.12-0.24 0.1-0.25 =
HSCOSPVEN 1 3 (mm) 0.1-1.5 0.1-0.3 0.1-15 0.1-0.3 - 0.10.7 e
82
f (mm) 0.2-1 0.15-1 Ew
P40 PCSR a, (mm) 0.2-2 - 0215 - - - 5%
£2
f (mm) 0.2-1 0.15-1 =
PAOPCSR a, (mm) 0.2-2 - 0.2-15 - - -
f (mm) 0.12-1 0.1-0.4
P40 PATM a_(mm) 0.1-2 - 0.1-1.5 - - -
f_(mm) 0.2-0.8 0.1-0.4 0.1-0.18 8
P25 PVSR a, (mm) 0.2-2 N 0.1-1.5 B - 0.1-0.4 2
(5]
<
K10 Polished f, {(mm) _ _ B 0.1-0.4 . )
a, (mm) 0.1-2
- f, (mm) 0.1-0.4
K10 PVDiaN 2 (mm) - - - 015 - -
f_ (mm) 0.1-0.8 0.08-0.8 0.08-0.5 S
Ma0 PVST a, (mm) 0.1-2 0.1-2.5 - - 0.12-2.5 N £
2
f_ (mm) 0.08-0.65 -0.5 T
M35 PCTC a, (mm) - 0.1-2.5 N - 0.12-2.5 - E
2
f, (mm) 0.2-0.8 0.12-0.5
P25 PVGO a, (mm) - 0.25-2 - - 0.12-15 -
>
=
Z
<
S
o
=
S
x
=
=



ROUND

INSERT CUTTERS -

COPY END MILLS

Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and

High-temperature

Hardened

non-metals

resistant alloys

materials

K10 PVTi

HSC 05 PVFN

P40 PCSR

P40 PATM

P40 PVGO

P25 PVSR

K10 Polished

K10 PVDiaN

M40 PVST

M35 PCTC

P25 PVGO

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

¥150 275 400
¥150 275 400

160 200
250 350

¥120
¥150

¥130
¥150 225

190 250
300

¥130
¥150

190 250
225 300

¥100
¥100

150 200
150 200

¥100
¥100

160 220
180 260

80 140 200
%100 150 200
¥110 180 250

¥100 150 200

¥100 150 200

¥80 130 180
¥100 155 210
¥120 185 250

¥110
¥120
%160

155 200
175 230
220 280

¥80 140 200
¥100 155 210
¥120 175 230

¥100
¥150
%200

¥100
¥100
%200

120
%150
180

¥120
%150
180

¥v110
¥110

¥140
%160
160

150
225
275

150
150
275

170
200
230

170
200
230

130
130

180
190
190

200
300
350

200
200
350

220
250
280

220
250
280

150
150

220
220
220

%200
¥100

%200
+200

¥100
¥100
%100

¥100
¥100
¥100

500
450

500
500

450
450
450

450
450
450

800
800

800
800

800
800
800

800
800
800

¥30 55 80
¥40 65 90
¥60 90 120

¥30 65 100
¥40 75 110
¥60 100 140

¥20 65 110
¥20 65 110
%30 70 110

¥35 143
¥35 143

250
250

¥40 130 220
¥40 130 220

%70 110

150
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Tips and practical information

Expanded application data

=
2
=
Full axial plunge Full oblique plunge Circular milling g
E E
(=W
>
/
| 6 5,
L 23
o
£
di S g
. £ 2
D min max ="
Arbor X o Arbor % Arbor D, D, .
@ d1 mm @ d1 mm @ d1 mm mm
| 24-80 | 3 | 24 - - 24 26 48
35 <13.0 13 35 46 70
42 <65 20 42 62 84 £
52 <5.7 30 52 82 104 g
<
66 <39 44 66 110 132
80 <3.0 58 80 136 160
S
©
£
S
£
E
&
5
=
o)
£
3
<
£
S
Z
S
x
S
=



ROUND INSERT CUTTERS - COPY END MILLS

Round insert cutters K0-90°

r8 - @ 52 - 100 mm, 7° positive, shim

\ Inbusschiissel {:
~

\Wends@chneidp

“Gewindehiise (3)

(0]
Characteristics: ‘ Iﬁ ‘ ‘ I:IE ‘ ‘[ED‘ ‘7 d

o

Torxachrauba (5)

Milling cutter bodies Part no.
Shell-type milling cutter body
52 300/7 HL 52 16 8 53 4.1 = 22 40 4
d; 66 300/7 HL 66 16 8 53 4.1 - 27 48 5
d; 80 300/7 HL 80 16 8 53 4.1 - 27 60 6
100 300/7 HL 100 16 8 53 4.1 - 32 70 7
okolnp |
- ®
d.
d,
45 500 Torx screw > Page 197
45500 L Torx screw > Page 197
45500 | Threaded bush > Page 198
10510 Locking washer > Page 197
10 511 Shim for RDHX 1604 > Page 198
T:]i;céiszzgssf;r(;“VS‘ZZZE Accessories 20500 Torx wrench > Page 198
ALLEN 4.5 W Allen wrench size 4.5 > Page 199
SG25 TORQUE CliX-S grip > Page 199
TG55 TORQUE CliX-T grip > Page 199
DM55 Torque adapter 5.5 Nm > Page 199
T20-R 6-pack bits (Torx) > Page 200
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Indexable inserts DIN designation Quality Coating
2
4
=
04 16 8035 RDHX 1604 MOT HSC 05 PVTi 16 4.76 8 M 4.5 g
04 16 8042 RDEX 1604 MOT P40 PCSR 16 4.76 8 M 4.5 E
o
04 16 844 RDHX 1604 MOT P40 PVML 16 4.76 8 M 4.5 =
04 16 852 RDEX 1604 MOT P25 PVSR 16 4.76 8 M 4.5
04 16 8242 RDKW 1604 MOS P40 PATM 16 4.76 8 M 4.5
B
25
04 16 831P RDHX 1604 MOT K10 Polished 16 4.76 8 M 4.5 =y
Ew
04 16 848 RDMX 1604 MOT P40 PVGO 16 4.76 8 M4.5 EE:
D @
04 16 880 RDHX 1604 MOT K10 PVTi 16 4.76 8 M 4.5 Sl2
=
04 16 896 RDMT 1604 MOEN M40 PVST 16 4.76 8 M 4.5
04 16 8099 RDMT 1604 MOEN M35 PCTC 16 4.76 8 M 4.5
04 16 897 RDPX 1604 MOT P25 PVGO 16 4.76 8 M 4.5
g
3
&
<
Application data (fz / ap)
Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and ngh_—temperature Harder_1ed §
Depth of cut non-metals resistant alloys EIEELS E
S
B ET f, (mm) 0.2-0.25 0.15 0.2-0.5 0.2-0.35 ~ 0.15-0.22 =
a, (mm) 0.2-0.85 0.1 0.2-3 0.2-2.1 0.2-0.85 2
=
f (mm) 0.25-1 0.25-1 &
P40 PCSR a, (mm) 0.25-3 - 0.25-3 - - -
f_ (mm) 0.25-1 0.25-1
P40 PATM a, (mm) 0.25-3 - 0.25-3 - - -
f_ (mm) 0.25-1 0.2-0.5 0.15-0.22 g
P40 PYML a, (mm) 0.2-3 - 0.2-3 N N 0.2-0.85 g
f, (mm) 0.25-1 0.2-0.5 0.15-0.22 g
P25 PVSR a, (mm) 0.2-3 - 0.2-3 - - 0.2-0.85 =)
<7
- f, (mm) 0.2-0.5 3
K10 Polished a, (mm) - - - 0.2-4 - -
f_(mm) 0.16-1.2 0.16-0.5
PAOPVGO a, (mm) 0.1-3 - 0.1-2 N N -
f_ (mm) 0.08-1.2 0.08-0.7 0.08-0.5
M40 PVST a (mm) 0.1-3 0.1-3 - - 0.1-2 - _
£ (mm) 0.08-0.7 0.08-0.5 8
M35 PCTC a, (mm) - 0.1-3 - N 0.12-3 B =
o
f_(mm) 0.3-1 0.15-0.5
P25 PVGO 2. (mm) = 0.3-3 - - 0.15-2 -
>
=
=



ROUND

INSERT CUTTERS -

COPY END MILLS

Spindle speed (Vc in m/min)

Material
: . : NF metal and | High-temperat Hardened
Coating grade Application NERIESIHEE non-metals st o materials
; Roughing - - ¥100 150 200 - -
K10 PVTi Semi-Finish ¥150 275 400 - ¥150 225 300 %200 500 800 - ¥35 143 250
Finish ¥150 275 400 ¥100 150 200 %200 275 350 100 450 800 ¥35 143 250
Roughing ¥130 190 250 %120 170 220
P40 PCSR Semi-Finish ¥150 225 300 - %150 200 250 - - -
Finish - ¥180 230 280
Roughing ¥130 190 250 120 170 220
P40 PATM Semi-Finish ¥150 225 300 = 150 200 250 - - -
Finish - V180 230 280
Roughing ¥100 200 300 %140 215 290 -
P40 PVML Semi—FiEish ¥100 200 300 - ¥140 170 200 - - ¥70 110 150
Finis — — -
Roughing ¥100 160 220 140 180 220 =
P25 PVSR Semi-Finish ¥100 180 260 - %160 190 220 - - %70 110 150
Finish = ¥160 190 220 -
Roughing ¥100 450 800
K10 Polished Semi-Finish - - - ¥100 450 800 - -
Finish ¥100 450 800
Roughing ¥100 150 200 <110 130 150
P40 PVGO Semi-Finish ¥100 150 200 = ¥110 130 150 - - -
Finish - -
Roughing w80 140 200 w80 130 180 ¥30 55 80
M40 PVST Semi-Finish ¥100 150 200 w100 155 210 - - w40 65 90 -
Finish <110 180 250 ¥120 185 250 %60 90 120
Roughing ¥110 155 200 ¥30 65 100
M35 PCTC Semi-Finish = ¥120 175 230 - - w40 75 110 -
Finish ¥160 220 280 ¥60 100 140
Roughing ¥80 140 200 ¥20 65 110
P25 PVGO Seml—Flnlsh - ¥100 155 210 - - ¥20 65 110 -
Finish 120 175 230 30 70 110

Expanded application data

Full axial plunge Full oblique plunge Circular milling

—
=<
< £
Q
N ] .
| v —
ds ds

D min max
Arbor Xmax Arbor a® y min Dmax
2 d1 mm @ d1 mm mm mm
\ 52-100 \ 4 | 52 <103 22 52 62 104
66 <6.4 36 66 82 132
80 <4.6 50 80 110 160
100 <33 70 100 136 200




Tips and practical information

Round insert cutters K0O-90°

r8 - @ 32 - 160 mm, neutral, 7° positive

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

o4 | [B0) [ @74

Characteristics:

Milling cutter bodies =
vV wn
83
o=
Threaded shank end mill body % o
32 200 32 16 8 435 - - M 16 29 §§
35201 35 16 8 435 4 - M 16 29 = <
Shell-type milling cutter | neutral "
52 300 52 16 8 53.5 4.7 - 22 40 4 %
ds !
d 66 300 66 16 8 53.5 5.1 - 27 48 5 S
80 300 80 16 8 53.5 5.8 - 27 60 6 =
100 300 100 16 8 53.5 5.8 - 32 70 7
Accessories 10510 Locking washer > Page 198
S
©
S
Shell-type milling cutter | 7° positive “E
5 52 300/7 52 16 8 53 4.1 - 22 40 5 g
552 300/7 VD 52 16 8 53 4.1 - 22 40 5 E
ds
—— 66 300/7 66 16 8 53 4.6 - 27 48 5
66 300/7 VD 66 16 8 53 4.6 - 27 48 5
Accessories 10510 Locking washer > Page 198 _é
2
| 6663007 | e6 | 16 | 8 | 53 | s1 | - | 27 | 4 | 6 | =
=
2
<
80 300/7 80 16 8 53 5.1 - 27 60 6
80 300/7 VD 80 16 8 53 5.1 - 27 60 6
100 300/7 100 16 8 53 5.1 - 32 70 7
125 300/7 125 16 8 53 5.1 - 40 90 8
160 300/7 160 16 8 53 5.1 - 40 120 9 c
Accessories 10510 Locking washer > Page 198 S
2
20 500 Torx wrench > Page 198 S
45500 Torx screw > Page 197
A . SG25 TORQUE CliX-S grip > Page 199
Th ies shown h ccessories . .
et b oo for ol Szeet G55 TORQUE CIiX-T grip > Page 199
DM55 Torque adapter 5.5 Nm > Page 199
T20-R 6-pack bits (Torx) > Page 200
>
E



ROUND

INSERT CUTTERS -

COPY END MILLS

Indexable inserts

DIN designation

Quality

Coating

04 16 8035 RDHX 1604 MOT HSC 05 PVTi 16 4.76 8 M 4.5
04 16 8042 RDEX 1604 MOT P40 PCSR 16 4.76 8 M 4.5
04 16 844 RDHX 1604 MOT P40 PVML 16 4.76 8 M 4.5
04 16 852 RDEX 1604 MOT P25 PVSR 16 4.76 8 M 4.5
04 16 8242 RDKW 1604 MOS P40 PATM 16 4.76 8 M 4.5
04 16 831P RDHX 1604 MOT K10 Polished 16 4.76 8 M 4.5
04 16 848 RDMX 1604 MOT P40 PVGO 16 4.76 8 M 4.5
04 16 880 RDHX 1604 MOT K10 PVTi 16 4.76 8 M 4.5
04 16 896 RDMT 1604 MOEN M40 PVST 16 4.76 8 M 4.5
04 16 8099 RDMT 1604 MOEN M35 PCTC 16 4.76 8 M 4.5
04 16 897 RDPX 1604 MOT P25 PVGO 16 4.76 8 M 4.5

Application data (fz / ap)

Material

Coating grade

Feed rate/
Depth of cut

Stainless steel

Cast iron

NF metal and | High-temperature
non-metals

resistant alloys

Hardened
materials

K10 PVTi

P40 PCSR

P40 PATM

P40 PVML

P25 PVSR

K10 Polished

P40 PVGO

M40 PVST

M35 PCTC

P25 PVGO

0.2-0.25 0.15
0.2-0.85 0.1
0.25-1 ~
0.25-3
0.25-1 ~
0.25-3
0.25-1 ~
02-3
0.25-1 _
02-3
0.16-1.2 ~
0.1-3
0.08-1.2 0.08-0.7
0.1-3 0.1-3
~ 0.08-0.7
0.1-3
~ 0.3-1
033

0.2-0.5
0.2-3

0.25-1
0.25-3

0.25-1
0.25-3

0.2-0.5
0.2-3

0.2-0.5
0.2-3

0.2-0.5
0.2-4

0.08-0.5
0.1-2

0.08-0.5
0.12-3

0.15-0.5
0.15-2

0.15-0.22
0.2-0.85

0.15-0.22
0.2-0.85

0.15-0.22
0.2-0.85




Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and
non-metals

(») pokolm

High-temperature

resistant alloys

Hardened
materials

K10 PVTi

P40 PCSR

P40 PATM

P40 PVML

P25 PVSR

K10 Polished

P40 PVGO

M40 PVST

M35 PCTC

P25 PVGO

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish
Roughing

Semi-Finish
Finish

Roughing
Semi-Finish
Finish

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

¥150 275 400
¥150 275 400

¥130 190 250
¥150 225 300

¥130 190 250
¥150 225 300

¥100 200 300
¥100 200 300

¥100 160 220
¥100 180 260

¥100 150 200
¥100 150 200

80 140 200
%100 150 200
¥110 180 250

¥100 150 200

¥80 130 180
¥100 155 210
¥120 185 250

¥110 155 200
¥120 175 230
¥160 220 280

¥80 140 200
¥100 155 210
120 175 230

¥100 150
V150 225
%200 275

%120 170
%150 200
¥180 230

120 170
%150 200
¥180 230

V140 215
%140 170

V140 180
%160 190
¥160 190

V110 130
¥110 130

200
300
350

220
250
280

220
250
280

290
200

220
220
220

150
150

%200 500 800
¥100 450 800

¥100 450 800
¥100 450 800
¥100 450 800

¥30 55 80
¥40 65 90
¥60 90 120

¥30 65 100
¥40 75 110
¥60 100 140

¥20 65 110
¥20 65 110
%30 70 110

¥35 143 250
¥35 143 250

%70 110 150

%70 110 150

Tips and practical information

Product overview

indexable inserts
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Order form Assembly instructions Technical information Accessories

Index



ROUND INSERT CUTTERS — COPY END MILLS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

>
>
‘ £ -
Y =3 /
di di di
D min max
@ d1 mm @ d1 mm
| 32-160 | 4 | 32 - - 32 34 64
35 <387 5 35 40 70
52 <103 22 52 74 104
66 <6.4 36 66 102 132
80 <46 50 80 130 160
100 <33 70 100 170 200
125 2.4 95 125 220 250
160 <15 130 160 290 320




Tips and practical information

Round insert cutters K0O-90°

r10 - @ 40 - 160 mm, neutral, 7° positive

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

o]
Characteristics: ‘ Iﬁ ‘ ‘D@‘ ‘7 d

o

Milling cutter bodies 5 L
23
o
=)
Threaded shank end mill body S g
£3
& 40 200 ‘ 40 ‘ 20 ‘ 10 ‘ 53.5 ‘ - ‘ - ‘ M 16 ‘ 29 ‘ 2 =
dl
|
8
S
g
<
Shell-type milling cutter | 7° positive
4 5 66 340/7 66 20 10 53 6.5 - 27 48 5
o 80 340/7 80 20 10 53 6.5 - 27 60 5
100 340/7 100 20 10 53 6.5 - 32 70 6 §
©
125 340/7 125 20 10 53 6.5 - 40 90 7 §
=4
160 340/7 160 20 10 53 6.5 - 40 120 8 é
£
2
45 500 Torx screw > Page 197
10510 Locking washer > Page 197
The accessories shown here . 20500 Torx wrench > Page 198 S
! Accessories B
must be used for all sizes! : 5G25 TORQUE CIiX-S grip > Page 199 I
TG55 TORQUE CIiX-T grip > Page 199 _i
DM55 Torque adapter 5.5 Nm > Page 199 g
2
S
<2
2
S
>
=
=



ROUND INSERT CUTTERS — COPY END MILLS

Indexable inserts Part no. DIN designation Quality Coating

5/ 06 20 835 RDMX 2006 MOT HSC 05 PVTIi 20 6 10 M 4.5
~N
06 20 840 RDMX 2006 MOT P40 PVTi 20 6 10 M 4.5
\ 06 20 850 RDMX 2006 MOT P25 PVTIi 20 6 10 M 4.5
@ 06 20 860 RDMX 2006 MOT K10 PVTi 20 6 10 M 4.5
d s
& 06 20 831P RDHT 2006 MOT K10 Polished 20 6 10 M 4.5
ﬁ 06 20 880 RDHT 2006 MOT K10 PVTi 20 6 10 M 4.5
s

Application data (fz / ap)

Material
Coating grade D’:ef:)iﬂ ;afti{] ‘ Stainless steel Cast iron N:orr?-er;it:;d Hig?;;?fgﬂi;‘ire '-rfar?:r?aelg
HSC 05 PVT] ;p ir:]rp])) 062;:?:?2 00_115 0.552-_(31.6 0%2%42 B 85:?:?
P40 PVTi ;p ((r:qrr% 055215 2 ~ B B ) )
P25 PVTi ;p ((':]r:q)) 0-5.52-_%6 - ob%;:g:?z B ) i
K10 PVTi ;p i?%??f) . 015 02506 0204 )
K10 Polished ;p Al . _ _ 02506 ) )

Spindle speed (Vc in m/min)

Material

NF metal and  |High-temperature Hardened
non-metals resistant alloys materials

Coating grade Application Stainless steel Cast iron

Roughing - - ¥100 150 200 - -
HSC 05 PVTi Semi-Finish V150 275 400 = V150 225 300 %200 500 800 - ¥35 143 250
Finish ¥150 275 400 ¥100 150 200 %200 275 350 ¥100 450 800 ¥35 143 250
Roughing ¥100 160 220
P40 PVTi Semi-Finish ¥100 175 250 - - - - -
Finish -
Roughing %100 200 300 =
P25 PVTi Semi-Finish ¥100 125 150 - ¥130 150 170 - = =
Finish %150 250 350 ¥150 200 250
Roughing - - ¥150 175 200 ¥100 450 800 ¥35 43 50 -
K10 PVTi Sem_i—Finish - - ¥150 175 200 ¥100 450 800 ¥35 43 50 ¥35 108 180
Finish 140 220 300 ¥120 150 180 ¥150 200 250 %100 450 800 ¥35 43 50 -
Roughing ¥100 450 800
K10 Polished Semi-Finish - - - ¥100 450 800 - =
Finish %100 450 800
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Tips and practical information

Expanded application data

=
2
=
Full axial plunge Full oblique plunge Circular milling g
E E
o
>
/
| ¢ i,
| 23
Z's
5 o
o ®
| ds E%
D min max ==
Arbor X o Arbor % Arbor D, D, .
g di mm @ d1 mm @ d1 mm mm
| 40-160 | 5 | 40 - - 40 42 80
66 <10.1 28 66 94 132
80 <6.8 42 80 122 160 %
100 <4.6 62 100 162 200 g
<
125 <3.3 87 125 212 250
160 <2.3 122 160 282 320
S
®
g
S
=
E
2
£
>
e}
£
a
<
S
S
2
S
>
3
£
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Tips and practical information

FINWORX® rhombus
milling cutters

Economic miracle with 4 cutting flutes

Product overview

Properties

Finishing tool for a broad range of applications
For use in steel, hardened steel, cast iron, and RSH

Contour and copy miling

Circular and inclined plunge | @16-42mm | 124 |

[ ]
[ ]
® (BN & PKD cutting materials for modern substances
°
[ ]

indexable inserts

-
wv
&
=]
)
a
fu
o]
]
£
=
o
<))
=
=

Accessories

Machining types Connection types

o~ Hy =8
) 4

s
-/

Technical information

“/
4/

Cutting materials

Assembly instructions

ISO application Application data (mm) Cutl‘g:gtLlute Thickness | Radius
Coating grade
- f, a, | (mm) s (mm) r (mm)
£
HSC 05 PVTi Y ¥V ¥ - | -9 01-03 ] 01-10 6.5 3 1 5
2
HSC 05 PVTiH Y Y| %Y | - | - | ¥ |005-055|005-055 6.5 3 1 S
HSC 05 PVDiaN - - - A4 - - 0.05-0.3 0.1-1.0 6.5 3 1
CBN for steel - - - - - ¥ | 0.05-0.1 0.1-0.2 6.5 3 1
PKD - - - A4 - - 0.05-0.2 0.1-0.5 6.5 3 1
x
=
=



FINWORX® RHOMBUS MILLING CUTTERS

FINWORX®

916 -42 mm | r1

Characteristics: { I_KI [Lﬁk[] _%_

Milling Cutter Bodies Part no.
DuoPlug®
d 2 16 285 SG 16 6.5 1 31 0.7 = M 10 15 2
d, 320285 SG 20 6.5 1 32.5 1 - M 12 18.6 3
425 285 SG 25 6.5 1 37.5 1 = M 16 23.5 4
=
= S l
Mg, DY,
Threaded shank end mill body
2 16 285 16 6.5 1 28.5 0.7 - M 8 13.8 2
320285 20 6.5 1 28.5 1 - M 10 18 3
4 25285 25 6.5 1 32.5 1 = M 12 21 4
430 285 30 6.5 1 32.5 1 - M 16 29 4
532285 32 6.5 1 32.5 1 - M 16 29 5
535285 35 6.5 1 42.5 1 - M 16 29 5
642 285 42 6.5 1 42.5 1 - M 16 29 6
End mills
d, 23216185G 16 6.5 1 32 0.7 165 16 15.5 2
34020185G 20 6.5 1 40 1 165 20 19.5 3
ds =
I
= df
25505 Torx screw > Page 197
08 500 P Torx wrench (Torx Plus) > Page 198
The accessories shown here . $G25 TORQUE CIiX-S grip > Page 199
must be used for all sizes! Accessories 7G55 TORQUE CIiX-T grip > Page 199
DM10 Torque adapter 1.0 Nm > Page 199
TPOS-R 6-pack bits (Torx Plus) > Page 200
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Indexable Inserts DIN designation Quality Coating
=
2
=
03 85 835 XNHU 063010 EN HSC 05 PVTI 6.5 3.1 1 = %
l 03 85 836 XNHU 063010 EN HSC 05 PVTiH 6.5 3.1 1 - ;g
_ &
0385835D XNHU 063010 EN HSC 05 PVDiaN 6.5 3.1 1 -
-~
A 03 85 892 XNHU 063010 EN | CBN for steel uncoated 6.5 3.1 1 -
03 85 894 XNHU 063010 EN PKD uncoated 6.5 3.1 1 =
£ .
83
L Z's
Application data (fz / ap) ek
23
Material =
Coating grade Feed rate/ Stainless steel Cast iron NF metal and H|ghl-temperature Harderled
Depth of cut non-metals resistant alloys materials
] f (mm) 0.05-0.5 0.05-0.15 0.05-0.5 0.05-0.2
ABSEFIRAL a, (mm) 0.1-0.55 0.05-0.2 0.1-0.55 B B 0.1-0.35 .
2
. f (mm) 0.05-0.5 0.05-0.15 0.05-0.5 0.05-0.2 2
HSC 05 PVTIH a, (mm) 0.1-0.55 0.05-0.2 0.1-0.55 - - 0.1-0.35 g
. f (mm) 0.05-0.3
HSC 05 PVDiaN a (mm) - - - 0.1-0.7 - -
CBN for steel f (mm) 0.05-0.1
uncoated a, (mm) a - - - - 0.1
PKD uncoated i () = = - U0 - - %
a, (mm) 0.1-0.5 £
E
E
Spindle speed (Vc in m/min)
Material
Coating grade | Application Stainless steel Cast iron NF metal and ngh.-temperature Hardehed é
non-metals resistant alloys materials g
Roughing = - = = é
HSC 05 PVTi Semi-Finish | ¥150 275 400 = ¥150 225 300 - - ¥35 143 250 E
Finish ¥150 275 400 | ¥100 150 200| ¥200 275 350 ¥35 143 250 3
<
Roughing - - - _
HSC 05 PVTIH | Semi-Finish | ¥150 275 400 - ¥150 225 300 - - ¥35 143 250
Finish ¥150 275 400 | ¥100 150 200 | ¥200 275 350 ¥35 143 250
Roughing =
HSC 05 PVDiaN | Semi-Finish - - - ¥200 500 800 = =
Finish %200 500 800 c
. S
CBN for steel Roulghlnlg - 5
uncoated Semi-Finish - - - - - - =
Finish ¥400 700 1000 °
Roughing _
PKD uncoated | Semi-Finish - - - V400 600 800 = =
Finish %400 700 1000
>
=
=



FINWORX® RHOMBUS MILLING CUTTERS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

L i
"R o | ol

d1 d1

D |

D min/max

Arbor @ d1 Arbor @ d1 a° Y Arbor @ d1
mm mm

16 0.7 16 <2.8 14 16 30 32
20-42 1 20 <3.2 18 20 38 40
25 <2.5 23 25 48 50

30 <2 28 30 58 60

32 <1.9 30 32 62 64

35 <1.7 33 35 68 70

42 <1.4 40 42 82 84




Tips and practical information

XDHW | XDHT rhombus milling
cutter —size 06/ 10

Universal tool for finishing and contour milling with
small radii

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

Properties -
® especially smooth tool running Eé
in corners and pockets 06 -0 16 - 42 mm | r = éé
® low power consumption 06-0 16 - 35 mm |2 131 =
@ adjustment angle kappa 10-225-80mm |1 133
size 06: 93°, size 10: 95
Machining types Connection types

o
o/

&/ -~
& &

Technical information

Cutting materials

Assembly instructions

ISO application ApiteEiiion Gk Cuiiing iz Thickness | Radius
: (mm) length
Coating grade
- f, a, | (mm) s (mm) r (mm)
) 0.1-0.35 0.1-1.0 6.5 2.38 1/2
H5C 05 PVTI v v, v - - ¥ 0.1-04 | 0.1-15 10 3.97 1
CBN for steel - - - -] -|W 0.1 0.1 6.5 2.38 1 5
=
PKD - - - A4 - - 0.1-0.35 0.1-0.1 6.5 2.38 1 S
K10 polished - - - A4 - - 0.1-0.35 0.1-1.0 6.5 2.38 1
K10 PVTi - - - A4 - - 0.1-0.35 0.1-1.0 6.5 2.38 1
K10 PVDiaN - - - Y - - 0.1-0.35 0.1-1.0 6.5 2.38 1
x
3
=



XDHW | XDHT 06 RHOMBUS MILLING CUTTERS

XDHW | XDHT 06

916 -42 mm | r1

EREE- IS
Characteristics: s bé

Milling Cutter Bodies

Part no.

DuoPlug®
ds 16 281 SG 16 6.5 1 31 1.3 = M 10 15 2
d 20 281 SG 20 6.5 1 31.5 1.3 - M 12 18.5 3
25281 SG 25 6.5 1 37.5 1.3 = M 16 23.5 4
[]
J .
-| g
T, ]
Threaded shank end mill body
ds 16 281 16 6.5 1 28.5 1.3 - M 8 13.8 2
d
i 20 281 20 6.5 1 28.5 1.3 - M 10 18 3
25 281 25 6.5 1 32.5 1.3 = M 12 21 4
30 281 30 6.5 1 32.5 1.3 - M 12 21 5
35281 35 6.5 1 42.5 1.3 - M 16 29 6
42 281 42 6.5 1 42.5 1.3 - M 16 29 6
25500 Torx screw > Page 197
07 500 Torx wrench > Page 198
The accessories shown here . 623 TORQUE CliX-S5 grip > [P 123
! A
must be used for all sizes! ccessories 7G55 TORQUE CIiX-T grip > Page 199
DMO09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200

Indexable Inserts

Part no.

DIN designation

Quality

Coating

02 79 8035 XDHW 060210 SN K10 PVTI 6.5 2.38 1 M 2.5
02 79 892 XDHW 060210 SN | CBN for steel uncoated 6.5 2.38 1 M 2.5
02 79 894 XDHW 060210 SN PKD uncoated 6.5 2.38 1 M 2.5
02 79 831P XDHT 060210 EN K10 Polished 6.5 2.38 1 M 2.5
02 79 880 XDHT 060210 EN K10 PVTi 6.5 2.38 1 M 2.5
02 79880 D XDHW 060210 SN K10 PVDiaN 6.5 2.38 1 M 2.5
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Tips and practical information
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Application data (fz / ap)

Material 2 .
5 £
. Feed rate/ . . NF metal and | High-temperature |  Hardened E 2
eziiing gt Depth of cut St E55 S Cast iron non-metals resistant alloys EVEE]S g o
E3
o g
. f (mm) 0.1-0.2 0.1-02 0.1-0.3 0.1-0.2 23
K10 PVTI a, (mm) 0.1-0.55 0.1-0.25 0.1-1 - - 0.1-0.55 ==
CBN for steel f (mm) N N _ B B 0.1
uncoated a, (mm) 0.1
f (mm) 0.1-0.35 _ _
PKD uncoated a ) - - - 0.1-1
) f, (mm) 0.1-0.2 _ B £
K10 Polished a, (mm) - - - 0.1-0.55 2
[
. f, (mm) 0.1-0.2 <
K10 PVTI a, (mm) - - - 0.1-0.55 - -
. f (mm) 0.1-0.35 _
K10 PVDiaN 2 (mm) - - - o] -
S
. . . “a‘
Spindle speed (Vc in m/min) £
E
Material E
: . : : NF metal and | High-temperature Hardened &
Coating grade | Application Stainless steel Cast iron non-metals resistant alloys materials
Roughing - = ¥100 150 200 -
K10 PVTi Semi-Finish | ¥150 275 400 - ¥150 225 300 - - ¥35 143 250
Finish ¥150 275 400 | ¥100 150 200 | ¥200 275 350 ¥35 143 250 Pl
. S
CBN for steel | Roughing - S
ted Semi-Finish - - - - - - £
uncoate Finish ¥400 700 1000 <
Roughing = %
PKD uncoated | Semi-Finish - - - ¥200 500 800 = = ﬁ
Finish ¥400 700 1000
Roughing -
K10 Polished | Semi-Finish - - - ¥100 450 800 - -
Finish ¥100 450 800
Roughing _
K10 PVTi Semi-Finish - - - V100 450 800 = =
Finish ¥100 450 800 £
Roughing - o
K10 PVDiaN Semi-Finish - - - ¥100 450 800 - - S
Finish ¥100 450 800
-
=



XDHW | XDHT 06 RHOMBUS MILLING CUTTERS

Expanded application data

Full axial plunge Full oblique plunge Circular milling

T
>
< o\
Q ®
€] ® / T
Y
d1 d1 d1
D min max
Arbor @ d1 Arbor @ d1 a° Y Arbor @ d1
mm mm
16-42 1.2 16 <16.7 4 16 28 32
20 <8.5 8 20 36 40
25 <5.3 13 25 46 50
30 <3.8 18 30 56 60
35 <3.8 23 35 66 70
42 <2.3 30 42 80 84




XDHW | XDHT 06

@16 -35mm |r2

EREE- IS
Characteristics: s bé

Milling Cutter Bodies

Part no.

DuoPlug®
d 16 282 SG 16 6.5 2 31 1.3 M 10 15 2
3
d, 20282 SG 20 6.5 2 31.5 1.3 M 12 18.5 3
25 282 SG 25 6.5 2 37.5 1.3 M 16 23.5 4
[]
- |
RIE
Threaded shank end mill body
q 16 282 16 6.5 2 28.5 1.3 M8 13.8 2
3
d, 20282 20 6.5 2 28.5 1.3 M 10 18 3
25282 25 6.5 2 32.5 1.3 M 12 21 4
il 30282 30 6.5 2 325 1.3 M 12 21 5
35282 35 6.5 2 42.5 1.3 M 16 29 6
25500 Torx screw > Page 197
07 500 Torx wrench > Page 198
: SG25 TORQUE CliX-S grip > Page 199
The accessories shown here .
must be used for all sizes! Accessories 7G55 TORQUE CIiX-T grip > Page 199
DMO09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200

Indexable Inserts

Part no.

DIN designation

Quality Coating

02 79 835 R2

XDHW 060220 SN

HSC 05 PVTi

6.5

2.38

M 2.5

Tips and practical information

Product overview

indexable inserts
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Order form Assembly instructions Technical information Accessories

Index



XDHW | XDHT 06 RHOMBUS MILLING CUTTERS

Application data (fz/ ap)

Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and H|ghl-temperature Harderjed
Depth of cut non-metals resistant alloys materials
. f (mm) 0.1-0.2 0.1-0.2 0.1-0.3 0.1-0.2
ARCEIIRAI a, (mm) 0.1-0.55 0.1-0.25 0.1-1 - a 0.1-0.55

Spindle speed (Vc in m/min)

Material

NF metal and | High-temperature Hardened
non-metals resistant alloys materials

Coating grade Application Stainless steel Cast iron

Roughing - - ¥100 150 200 -
HSC 05 PVTi Semi-Finish | ¥150 275 400 - w150 225 300 - - w35 143 250
Finish %150 275 400 | ¥100 150 200 | ¥200 275 350 ¥35 143 250

Expanded application data

Full axial plunge Full oblique plunge Circular milling

T
>
> (\x\
o ®
Y
d1 d1 d1
D min max

Arbor @ d1 Ko Arbor @ d1 a° y Arbor @ d1 Do Do
mm mm mm mm
| 16-35 | 12 | 16 <167 4 16 28 32
20 <85 8 20 36 40
25 <53 13 25 46 50
30 <3.8 18 30 56 60
35 <3.8 23 35 66 70




Tips and practical information

XDHW 10

@ 25-80 mm | r1

2
4
S
=
o
>
5
&
o
=
=]
S
<t
&

o4 | (B8] (O

Characteristics:

Milling Cutter Bodies Part no. £
82
o
3
Threaded shank end mill body S g
£8
2 25291 25 10 1 32 - - M 12 21 2 g"
d
dz 330291 30 10 1 32 - - M 12 21 3
335291 35 10 1 42 - - M 16 29 3
442 291 42 10 1 42 - - M 16 29 4
‘palialm|
8
3
&
<
Shell-type milling cutter body
§ 552 391 52 10 1 53 - - 22 40 5
d 6 66 391 66 10 1 52 - - 27 48 6 _§
©
7 80 391 80 10 1 52 - - 27 60 7 g
E
E
2
35500 Torx screw > Page 197 _é
15 500 Torx wrench > Page 198 é
The accessories shown here . SG25 TORQUE CliX-S grip > Page 199 £
. Accessories =
must be used for all sizes! G55 TORQUE CIiX-T grip > Page 199 £
<7
DM25 Torque adapter 2.5 Nm > Page 199 ﬁ
T15-R 6-pack bits (Torx) > Page 200
Indexable Inserts Part no. DIN designation Quality Coating £
[=]
8
04 79 835 XDHW 107310 SN HSC 05 PVTi 10 3.97 1 M 3.5 =
~
-1
>
=
=



XDHW 10 RHOMBUS MILLING CUTTERS

Application data (fz/ ap)

Material
Coating grade Feed rate/ Stainless steel Cast iron NF metal and nghl-temperature Harderjed
Depth of cut non-metals resistant alloys materials
. f (mm) 0.1-0.4 0.1-0.4 0.1-0.4 0.1-0.4
HSC 05 PVTI a, (mm) 0.1-1.5 0.1-1.5 0.1-1.5 a a 0.1-1.5

Spindle speed (Vc in m/min)

Material

Coating grade ‘ Application

Stainless steel ‘ Cast iron ‘

NF metal and
non-metals

High-temperature
resistant alloys

Hardened
INEIEELS

HSC 05 PVTi

Roughing
Semi-Finish
Finish

¥150 275 400
%150 275 400

¥100 150 200

¥100 150 200
¥150 225 300
%200 275 350

¥35 143 250
¥35 143 250




mu_uum_m pue mn_._. MB3IAIBA0 12NP0Id S9110SS9ddY/ uoljewlojul |esiuyas| suondnsul >_£Ewmm< woj 1spiQ

/ salpoq Jopm IV




OFUTIOWS

90 " _?(-li’i L8

Arbors for NF
machining




Tips and practical information

VDGT - Arbors for NF machining

Finishing and pre-finishing specialist on vertical walls

Product overview

Properties

® ideal for machining aluminum, copper,
plastic, and graphite
especially easy cuttin

P y easy 9 k90° @ 15 - 42 mm 138

high speeds k93° @ 15 - 42 mm 140
high feed rates

=
wvy
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o
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o
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indexable inserts

specially designed for machining situations
on vertical walls

Accessories

approach angle Kappa 90° / 93°
radius r 1 mm

® improved insert seat

Machining types Connection types

& & & &/ =8
kY & ity

Technical information

“/
=

Assembly instructions

Cutting materials

ISO application Aplplieetion Gela il L.jie Thickness Radius
. (mm) length
Coating grade
- f a, | (mm) s (mm) r (mm)
S
S
K10 Polished -l - - ¥ | -] - 1005-03]| 01-25 9.0 2.78 1 §
K10 PVTi - - - A4 - - 0.05-0.3 0.1-25 9.0 2.78 1
K10 PVDiaN - - - A4 - - 0.05-0.3 0.1-25 9.0 2.78 1
x
=
£



VDGT K90° NF MACHINING

VDGT - K90°

©15-42 mm | r1

L4 | B (&5

Characteristics:

Milling Cutter Bodies Part no.
d; 16 261 SG 16 9 1 38 4 = M 10 15 2
d; 20 261 SG 20 9 1 39.5 4 - M 12 18.5 2
o 25261 SG 25 9 1 42.5 4 = M 16 23.5 3

Threaded shank end mill body
d; 15 261 15 g 1 35.5 4 = M 8 13.8 2
16 261 16 9 1 35 4 - M8 13.8 2
20 261 20 9 1 35.5 4 - M 10 18 2
25 261 25 9 1 40 4 - M 12 21 3
32 261 32 9 1 47.5 4 - M 16 29 4
42 261 42 9 1 42.5 4 - M 16 29 5
25500 Torx screw > Page 197
07 500 Torx wrench > Page 198
The accessories shown here . 5G25 TORQUE CliX-S grip > Page 199
! A
must be used for all sizes! ccessories 7G55 TORQUE CIiX-T grip > Page 199
DMO09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200

Indexable Inserts Part no. DIN designation Quality Coating

02 11 820 VDGT 117210 FN K10 Polished 9 2.78 1 M 2.5
02 11 860 VDGT 117210 FN K10 PVTi 9 2.78 1 M 2.5
02 11 860 D VDGT 117210 FN K10 PVDiaN 9 2.78 1 M 2.5




Application data (fz / ap)

(») pokolm

Tips and practical information

=
a
=
Material 5
Coating grade Feed rate/ Stainless steel Cast iron NF metal and H|ghl-temperature Harderjed §
non-metals resistant alloys materials =
. f, (mm) 0.05-0.3
K10 Polished (o - 0125 - -
- f, (mm) 0.05-0.3
K10 PVTi mm) - 0.1-2.5 - -
f (mm) 0.05-0.3 g
K10 PVDiaN 2. (mm) - 0.1-2.5 - - =
-Q
2
g

Spindle speed (Vc in m/min)

Milling cutter bodies /

Material
Coating grade Application Stainless steel Cast iron IF etz zrid nghv—temperature Hardehed
non-metals resistant alloys materials 3
S
Roughing ¥100 450 800 g
K10 Polished Semi-Finish - - V100 450 800 - - <
Finish _
Roughing ¥100 450 800
K10 PVTi Semi-Finish - - %100 450 800 - -
Finish -
Roughing ¥100 450 800
K10 PVDiaN Semi-Finish - - %100 450 800 - - g
Finish _ =
E
S
£
Expanded application data E
Full axial plunge Full oblique plunge Circular milling
_ £
=
€
a
T £
8
r Y ds
di D min max
X o . y E
Arbor @ d1 s Arbor @ d1 o Arbor & d1 2
mm mm o
o
\ 15-42 \ 4 \ 15 <63.4 2 15 26 30 ©
16 <45 4 16 28 32
20 <26.6 8 20 36 40
25 <17.1 13 25 46 50
32 <11.3 20 32 60 64
42 <7.6 30 42 80 84
>
S
=



VDGT K93° NF MACHINING

VDGT - K93°

©15-42 mm | r1

Characteristics: @ [Lﬁk[]

Milling Cutter Bodies

Part no.

d; 16 261-3 SG 16 9 1 38 4 M 10 15 2
d, 20 261-3 SG 20 9 1 39.5 4 M 12 18.5 2
o 25 261-3 SG 25 9 1 42.5 4 M 16 23.5 3
™
Threaded shank end mill body
15 261-3 15 g 1 35 4 M 8 13.8 2
16 261-3 16 9 1 355 4 M8 13.8 2
20 261-3 20 9 1 35.5 4 M 10 18 2
25261-3 25 9 1 40 4 M 12 21 3
32 261-3 32 9 1 47.5 4 M 16 29 4
42 261-3 42 9 1 42.5 4 M 16 29 5
25 500 Torx screw > Page 197
07 500 Torx wrench > Page 198
TSI Accessories | B S
DM09 Torque adapter 0.9 Nm > Page 199
TO7-R 6-pack bits (Torx) > Page 200

Indexable Inserts

Part no.

DIN designation

Quality

Coating

02 11 820
02 11 860
02 11 860 D

VDGT 117210 FN
VDGT 117210 FN
VDGT 117210 FN

K10
K10
K10

Polished
PVTi

PVDiaN

2.78
2.78
2.78

M 2.5
M 2.5
M 2.5




Application data (fz / ap)

Material

Coating grade

Feed rate/

Depth of cut

Stainless steel

Cast iron

NF metal and
non-metals

(») pokolm

High-temperature
resistant alloys

Hardened
IMEIEELS

K10 Polished

K10 PVTi

K10 PVDiaN

Spindle speed (Vc in m/min)

Material

Coating grade

Application

Stainless steel

Cast iron

NF metal and
non-metals

High-temperature
resistant alloys

Hardened
materials

K10 Polished

K10 PVTi

K10 PVDiaN

Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish
Roughing
Semi-Finish
Finish

¥100 450 800
¥100 450 800

¥100 450 800
¥100 450 800

¥100 450 800
¥100 450 800

Expanded application data

Full axial plunge Full oblique plunge Circular milling

.

-

Y

di

di

D min max

mm mm mm

\ 15-42 \ 15 <63.4 2 15 26 30
16 <45 4 16 28 32

20 <26.6 8 20 36 40

25 <17.1 13 25 46 50

32 <113 20 32 60 64

42 <76 30 42 80 84

D)

Tips and practical information

Product overview

indexable inserts

—
wv
i
=]
1]
o
.
9]
o
£
3
o
=)
=
b=

Order form Assembly instructions Technical information Accessories

Index



VCGT K90° NF MACHINING

VCGT - Arbors for

NF machining




Tips and practical information

VCGT - Arbors for NF

machining
Roughing specialist for high speeds

Product overview

Properties

® Kappa k90° / k92° for reliable machining of

cavities without draft angle

indexable inserts

-
wv
&
=]
)
a
fu
o]
]
£
=
o
<))
=
=

. - _ . k90° @ 32 - 80 mm 144
@ ideal for machining aluminum, copper, plastic, K92° & 32 - 125 mm 146
and graphite.
® especially easy cutting
® high speeds
® high feed rates E
® radiusr3 mm g
Machining types Connection types _
o
kS
I £
@ £
.-é
kY & ity
E
. . =
Cutting materials =
5
o } 2
ISO application Apipliestion cela il g Thickness Radius
. (mm) length
Coating grade
- f a, | (mm) s (mm) r (mm)
K10 Polished - - | - |9 | -|-]o01-06]|01-70 16 5.56 3 £
[=]
2
K10 PVTi - - | - |9 | -] -|01-06]| 01-25 16 5.56 3 S
K10 PVDiaN - - | - |/¥9| -] - o01-06]|01-25 16 5.56 3
>
S
=



VCGT K90° NF MACHINING

VCGT - K90°

©32-80mm|r3

Characteristics:

Milling Cutter Bodies Part no.

Threaded shank end mill body
32 260-90 32 16 3 48 9.5 - M 16 29 2

42 260-90 42 16 3 48 9.5 - M 16 29 3

Shell-type milling cutter body

4 42 360 42 16 3 57 9.5 = 16 35 3

% Accessories GWSTPS8ISK Setscrew with interiorhexagon socket > Page 198
— 42 360-90 42 16 3 57 9.5 = 16 35 3
o 52 360-90 52 16 3 57 9.5 - 22 40 3
- ® B 66 360-90 66 16 3 57 9.5 - 27 48 4
di - 80 360-90 80 16 3 57 9.5 - 27 60 5

45500 Torx screw > Page 197

20 500 Torx wrench > Page 198

. SG25 TORQUE CliX-S grip > Page 199

The accessories shown here must be| .

used for all sizes! Accessories 7G55 TORQUE CIiX-T grip > Page 199

DM55 Torque adapter 5.5 Nm > Page 199

T20-R 6-pack bits (Torx) > Page 200

Indexable Inserts Part no. DIN designation Quality Coating
0522 820 VCGT 220530 FN K10 Polished 16 5.56 3 M 4.5
05 22 860 VCGT 220530 FN K10 PVTi 16 5.56 3 M 4.5
0522 860 D VCGT 220530 FN K10 PVDiaN 16 5.56 3 M 4.5




Application data (fz / ap)

Material

Coating grade

Feed rate/

Depth of cut

Stainless steel

Cast iron

NF metal and
non-metals

(») pokolm

High-temperature
resistant alloys

Hardened
IMEIEELS

K10 Polished

K10 PVTi

K10 PVDiaN

0.1-0.6
0.1-7

0.1-0.6
0.1-7