A - MILLING

A - 08 | Milling tool selection

A -10 | Coupling types

A - 11 | Milling tools codification

A - 12 | Milling tools overview
A -36 | New Grades




A -38 | Inserts Overview

A -56 | FACE MILLING

A - 88 | HIFEED MILLING

A -124 | SHOULDER MILLING

A -196 | PROFILE MILLING
A -228 | HARDMILL

MILLING

A -230 | CENTER & CHAMFER

A -232 | SPOT FACE

A - 234 | Spare Parts

A - 240 | Technical Data

A -256 | PCD TIPPED END MILLS

A -262 | SOLID CARBIDE END MILLS




MILLING TOOL SELECTION

‘ HILLING TOOLS OVERVIEW ‘

= 1 - Define your operation type:

g - Face milling ’ < e’

= - Highfeed milling "; ;\' "";"";"’ ® ";’ & | ®
CShouldermiling g o e e
- Profile milling t : *f t *M! ".. : :
- Hardmill - < | « «c | & | & |aoe
Select your tool: g S P e pee B R S m
See pageA—18 ‘ ":ET:" = =
2 - Define your material according to ISO: .
n Steel -Te

M Stainless Steel B
Castlron e smmmE e e
“ Aluminium & Non Ferrous Materials & ° -
n Heat Resistent and Titanium Alloy S
n Hardened Material B
See the chapter General Technical Data on the last pages
for Palbit Selection Materials - PSM e
] e

3 - Select your milling cutter. I
Choose the cutter pitch and mounting:
- Use a close pitch cutter as first choice  «ooeereerremmmes o

- Use a coarse pitch cutter for long overhang and unstable conditions
- Choose a mouting type

- The cutter marked as “stock available under request” has a minimum

order quantity according to the following table:

T o -
10 | <100mm
5 | >100mm

palbit @ .11



Seleccdo da ferramenta de fresagem | Seleccién de la herramienta de fresado

4 - Select your insert.
Choose the chip-breaker for your operation:

MILLING

- Chip-breaker L= Light (for light cuts when low forces/power are required)

- Chip-breaker M = Medium (first choice for mixed production) e o

- Chip-breaker H = Heavy (for rough operations, forging, cast skin and vibration)

- Select insert grade for optimum productivity

- The insert marked as “stock available under request” has a minimum order

guantity according to the following table:

300 | =IC25mm

150 | >IC25mm

. . . ET S I | SaesS
5 - Define your starting cutting parameters. GRADES SELECTIONGUDE - i

Cutting speeds and feeds for different materials are given on the
insert boxes and in the tables for each solution.

The values should be optimized according to the machine and conditions.

INSERTS CODIFICATION FOR MILLING HOLDERS

Codificacdo de pastilhas para fresas | Codificacién de insertos para herramientas de fresado

Inserts Description Inserts Description Inserts description

PD..W 1204 XPET 1706 WNHU 060410

060 SE.T/W 1204 76 245 RDHW 0702 217 490 WNHU 04T3... 125196
062 SP..X 1204 178 250 RD..T/W 1003 MO 217 495 WNXT 0806... 121
063 POKT 0403 89 251 RD..T/W 12T3MO 217 500 WNMW 1207 113
064 SOEW | SOET 0803... 93 252 RD...T/W 1604MO 217 505 WDET | WDMW 1204.. 109
065 SPKT/W 08T308 117 253 RD..T/W 2006MO 217 620 WCL(R)... 191192
066 SOEW | SOET 13M... 99 280 SN..U 1206 57 630 XPGT 3206... 194
068 SOEW | SOET 1605.. 104 335 RD...0802 203 720 XNHW 1205... 229

083 VCGX 220530 176 336 RP..10T3 203 760 XDGX 15M5 169
099 SE..T/W13T3 79 337 RP..1204 203 770 XDGX 22M7 173

163 XNKU 06T3 85 338 RP..1605 203 900 LNXT 0904 158

170 AP.T1003 181 339 RP..2006 203 901 LNXT 1306 161

m ANHX 1004 126 341 RPHT 10T3-L5(4) 205 902 PN..X 1105 61

175 ANHX 1204 132 342 RPHT 1204-15(4) 205 903 LNXT 1506 165

180 AP... 1604 187 351 RN..1204 211 908 SN..X 1206 & ON..X 0505 65

181 ANHX 1607 135 400 XDHW 060210 23 909 SN..X 1206 69

200 XP...0602 139 405 XDHW 107310 23 912 SN..X 1606 & ON..X 0606 73

201 XP..1003 147 410 XDHW 040110 23

palbit@ .14



COUPLING TYPES

)Y Tipo de acoplamento | Tipo de acoplamiento

Mango recto

Cualquier tipo

Symbol Coupling type Inserts fixation type Standard
) Simbolo Tipo de acoplamento Fixacao de pastilhas Norma
= Simblo Tipo de acoplamiento Fijacion de plaquitas Norma
é
>
Insert screw
Parafuso pastilha ISO 6462
Tornillo de la plaquita
Wedge
Cunha ISO 6462
Arbor mounting Cuna
Montagem tipo arvore
Montaje tipo husillo Insert screw and washer, Screw clamp or clamp
Parafuso para pastilha e anilha, parafuso e grampo ou SO 6462
grampo
Tornillo de la plaguita y arandela, tornillo y brida o brida
Washer
Anilha ISO 6462
Arandela
Cylindrical shank Any type
Haste cilindrica Qualquer tipo DIN1835-A

Threaded coupling Any type Palbit internal standard
Acoplamento roscado Qualquer tipo Norma interna Palbit
Acoplamiento tipo tornillo Cualquier tipo

Weldon shank Any type

Haste weldon Qualquer tipo DIN1835-B

tipo mango Cualquier tipo

Special coupling
Acoplamento especial
Acoplamiento especial

Any type
Qualquer tipo
Cualquier tipo

"S@ AR@R [M\\@UNT” NG TYPES ” Estilos de montagem ISO tipo arvore | Estilos de montaje 1SO tipo husillo

Arbor type A

Arbor type B

Arbor type C

1 %

L0

A-10

NOTE: For each type of arbor mounting (see previous table of coupling type on simbols A, B, C, D), we can have a different arbor types (see images above).

palbit@ .14



MILLING TOOLS CODIFICATION

Codificacdo das ferramentas de fresagem | Codificacién de heramientas de fresado

XXX

LLL

LLL

XXX

K

LLL

XXX

S~

LLL

D[pjogvRz{z|zRTITENINGLILNUEXIXIXRLIL]LR L QAla] Qe

Number of teeth
NUmero de dentes
Numero de dientes

Lead angle
Angulo de posicionamento da pastilha
Angulo de posicion del inserto

Insert Type (A-9)
Pastilha aplicavel (A-9)
Inserto aplicable (A-9)

Coupling Type (A-10)
Tipo de acoplamento (A-10)
Tipo de acoplamiento (A-10)

Diameter
Diametro
Diametro

Total length
Comprimento total
Longitud total

Coupling diameter
Diametro de acoplamento
Didmetro de acoplamiento

Cooling system
Refrigeracao

Refrigeracion

U - Whitout cooling system
U - Sem refrigeracao

U - Sin refrigeracién

Axial angle (angle of the tool constrution)
Angulo Axial (angulo de construcao da ferramenta)
Angulo Axial (4ngulo de la construccién de herramienta)

Rotation (R/L)
Rotacdo (R/L)
Rotacion (R/L)

*In case of right rotation
the “R" is supressed.

Number of inserts
NUmero de pastilhas

Numero de Insertos
*n case it is a helical cutter

Depth of cut
Profundidade de corte

Profundidad del corte
*In case it is a helical cutter

PabR@®  gce| ()11
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MILLING TOOLS OVERVIEW

LINE
17090

)
=2
=
=
=

Arbor

mouting ©66-160 ©50-160 @ 40-160 O 40-66 - - @50-100 @ 63-160 - ©50-250 ©@40-63 @ 40-63

Weldon
Shank - - - - 2032 @20-32 - - - - 01632 @16-25

Cylindrical

Shank ) ) ) 020-40 . ) ) ) ) ) ) .

Threaded

Coupling - - - ©16-42 02042 ©20-42  ©32-42 - ©32 - ©16-42 @16-25

®
®
B

®
®
(o)
B
®
®
®

(&)

L2

Facing

[ 3
®
®

Shouldering

N I
B
B

Slanted Shoulder
& Chamfer

®
®
2
e
©
o
®
®
2

£ K2

g
53
H
3

mp

\}

©)

Helical
Interpolation

&
B
®
B
B
®
B

Plunging

!L

Side milling

[ 3
®
®

Slotting

B

N N 5 75 A N
Profiling

Copying

R

S
Plunging &
Recessing
Main Operation Other Operations



Guia de ferramentas | Guia de herramientas

3 NEPR LINEPR LINEPR 0
17190 | 17590 | 18090 | 18190 | 20090 | 20190 | 20290 | 24590 | 25090 | 25190 | 25290 | 25390 | 28088
G)
=
=
=
ANHX ANHX AP.. ANHX XPET XPET XPET RD.. RD.. RD.. RD.. RD.. SN.U =
1004... 1206.. 1604... 1607... 0602... 1003.. 1706... 0702... 1003.. 1273.. 1604... 2006.. 1206..
©40-100 ©40-125 @ 40-125 @ 50-160 - ©40-63 @ 40-125 - ©42-52  @®50-80 ©52-160 @ 80-160 @ 50-200
@ 14-40 = @2540 | @25-40 @@ 32-40 - P1627 ©32-40 @15 ?20 @25 - - -
- 02633 - - 01021 - - - - - - - -
- @ 25-42 - ©32-40 @1032  ©16-40 - @1520 @20-42 @24-42 (3235 - -
- _______________________________________________________________|
@) B ® B B ® B @) B ® 8 B ©
& @ B B @ ® B B
B @ @) & @) @ B B @
& B &) ® B B B B B B B
(only with (only with
XPET-HF) XPET-HF)

& @ B B @ @) & & @) &) & @

@ @) @) B &) @) @)

@ @ & &) @) & @

A-13 EQIQ(Q@ SINCE ;O; o)



MILLING TOOLS OVERVIEW

9

)
=2
=
=
=

Arbor

mouting - - ©50-125 | ©80-125 ©@42-52  @40-80 & @ 40-80 - ©52-80 - -

Weldon
Shank ) 032 ) ) ) )

Cylindrical

Shank 01625 2032 - - - - - - - - -

Threaded

Coupling ©16-32 ©20-35 - - - - ©32-42 ©16-25 @ 25-42 ©10-12 © 25-42

[ ]
®
®
®
®
®
®
®
B
B
B
B

Facing

F

Shouldering

r

Slanted Shoulder
& Chamfer

&
(B
B
©
(B
(B
&
®
S
€
5>

E\
3
3
5
H
3

\)

& & & & & &

©)

Helical
Interpolation

E

Plunging

[ §

Side milling

F
®
B
®
®
®
B
®
B
B
B

Slotting

[ &
®
®
®
®
®
®
®
(@

Profiling

[ ]
®
®
®
®
®
®
®
B
B
B
B

Copying

]

Plunging &
Recessing
Main Operation Other Operations



Guia de ferramentas | Guia de herramientas

H P i HIFEED T TGP

D)

; P

S S LUS
49090 | 49095 49590 50060 190

9
2
=
é
WNHU WNHU WNXT WN... WD.. WC.. XPXT XNHW XDGX XDGX LNXT LNXT =
04T308-P  04T3.. 0806... 1207.. 1204.. 08.. 3206... 1205.. 15M5... 2M7.. 0904... 1306...
- - ©40-125  @52-80 @52-80 - - ©40-160 @40-100 ©@50-125 @40-63 @ 40-125
- - @ 3250 - - - - - - - 01632  ©2540
©16-25 - - - - ©8-20 - - @20-40 @32-40 @©2532  ©25-40
01632 01635 - ?35 - - 032 - - - 02532 -
B
@ @ ® B @ @ @ &) &) B
&) &) B B &) &) &
B ® B & 8
B @ @ 8 8
&)
8 @& @ B
8 8
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MILLING TOOLS OVERVIEW

A
P T S PLUS
90260 90390 90845 90945 91245
(©)
Z
= -—————
é
= LNXT SN... 1206... SN... 1606...
Insert 105, 1506.. ON...0505.. ON..1206.. ON...0606..
Arbor ©50-160 ® 50-160 ®50-250 @ 50-250 @ 63-250
mouting
Weldon
Shank - - @ 32-40 - -
Cylindrical B B B B B
Shank
Threaded B B B B B
Coupling
\
. @) &) @ @) &)
Facing
4
Shouldering
Slanted Shoulder
& Chamfer
=7
Ramp down
,
©
Helical
Interpolation
Plunging
%
Side milling
i
ey

Slotting

[ §

Profiling

[ ]

Copying

]

Plunging &
Recessing

Main Operation

Other Operations
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NEW W-PRO 62090 - NEW GRADE PHIH

Nova linha W-PRO 62090 - Novo grau PHH | Nueva linea W-PRO 62090 - Nueva calidad PHH

The new W-PRO is the combination of the most refined inserts and the most stable shanks. When looking for a finishing
solution for Steels, Stainless Steels, Cast Irons, HRSA or Hardened Steels that can work for a long time while delivering a
flawless machined surface, this is the best solution.

©)
Z
=
=
=

Carbide shank in
order to reduce

vibrations )
WCL @
Maximum runout
of 0.02 mm 5
is achieved by a high WCR

accuracy mounting

One toolholder for two types of inserts

PHH GRADE - PVD grade

New PVD Coating This new coating has a very high thermal stability and provides long tool life.
For applications in machining of hardened steels, stainless steels and titanium alloys.
Substrate This new coating achieves an unmatched balance between high hardness and
_— termal stability. It is the perfect coating for machining hardened material.

PHH603

PHHI1

HO05-H15 P05-P10
PO1-P0O5 H15-H30
Rec ded for finishi Recommended for

operations in steels and
hardened steels.
First choice in mold and die
finishing applications.

finishing operations in
steels and hardened
steels in unstable
conditions.

pPalbit @ 1)1



MILLING TOOLS OVERVIEW

o T PLUS 28088 PLUS 90260 PLUS 90845

Z

% Proprietary milling line Proprietary milling line Proprietary milling line
Material

L P

i » KN
~ ~

[ BN « |
-~

Main
Operation
Facing Facing Facing
Kro 88° 60° 45°
e 50-200 50- 160 32-250
SN...1206... PN...1105... SN...1206... & ON...0505...
Insert
) . . Arbor mounting
Couplings Arbor mounting Arbor mounting Weldon shank

W/

Other # Q
Operations 2
Shouldering Slanted Shoulder

Page 56 60 64

New line for Heavy and Soft face
Indexable face mills with 8 helical Economical because double sided milling
cutting edges inserts applied
Two different geometries for same
10 coners available improved insert pocket
design for distribution of cutting forces

Features For rough to semi-finish with high-
efficiency face milling

Insert geometries available for all

Cutting edge angle enables performing applications materials

face milling very close to the sidewall Excellent solution for cast iron
Excellent surface finishing

palbit@ .14

FACE MILLING CUTTERS

PLUS 90945

Proprietary milling line

i » KN
=~
Facing

45°
50-250

SN...1206...

Arbor mounting

e

Slanted Shoulder

68

Economical because double sided
inserts applied

Varietty of insert geometries is available
or all applications materials

Excellent surface finishing

Available in regular and fine pitch
cutters



Guia de ferramentas | Guia de herramientas

FACE MILLING CUTTERS

Program PLUS 91245 LINEPRO 06045 LINEPRO 09945 LINEPRO 00036
Proprietary milling line
v | [ v e
Main
Operation
Facing Facing Facing Facing
Kro 45° 45° 45° 36°
Range R R _ _
(@Dc-mm) 63-250 50-160 50-250 66 - 160
SN...1606... & ON...0606... SE...1204... SE...13T3... PD...1204...
Insert
Couplings Arbor mounting Arbor mounting Arbor mounting Arbor mounting
p p p P L £
o “~ ~ ~ .
Operations 4 ‘4 v ! ! ) I
Slanted Shoulder Slanted Shoulder Slanted Shoulder Slarg‘tecc’i1 zlrwnafni:jer Ramp down \n(e':;lli):\:l\on
Page 72 76 78 82
Two different geometries for same Low cutting forces
pocket Low cutting forces Suitable for high-speed machining
Features Excellent surface finishing Good chip flow Excellent chip flow High rake angle and low cutting forces

Available in regular and fine pitch
cutters

High rigidity due to carbide shim

palbit@ ... )14
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MILLING TOOLS OVERVIEW

HIFEED MILLING CUTTERS

NEW
©] Feeom | TETRAFEED 16320Wg PENTA HIFEED 06320 HIFEED 06410 HIFEED 06690
Z
=
% Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line
wis | W N » EN « EEET
Y N\ Y N\ Y N\ U\
Main
Operation
Facing Profiling Facing Profiling Facing Profiling Facing Profiling
Kro 20° 20° 10° 10°
Range ~ B R R
(@Dc - mm) 16-63 20-66 20-42 32-100
XNKU 06T3... POKT 0403... SO...0803... SO...13M5...
Insert
Arbor mounting Arbor mounting .
Couplings Weldon shank Cylindrical shank Thﬁ?ggg s:s;:i(ng Tﬁrr::(;ergiléﬂt:lri]gg
Threaded coupling Threaded coupling
SR SR SR A
Other Copying Afmpdown Copying Aﬂa/mpdown Copying Aﬂa/mpduwn Copying ‘Ra/mpduwn
Operations y g I y g I y ! I y ! I
/@Hehcal Plunging /@Hshca\ Plunging /@Hs\ica\ I Plunging /@Hsli(a\ I Plunging
Interpolation Interpolation Interpolation Interpolation
Page 84 88 92 98
Double-sided insert with 4 cutting
edges High feed cutting with low cutting load . o .
High feed cutting with low cutting load
Features Optimized design for better chip

evacuation

High productivity

High productivity

palbit @ .14

High productivity




Guia de ferramentas | Guia de herramientas

HIFEED MILLING CUTTERS

Program HIFEED 06815 HIFEED 50560 HIIFEED 50060 HIFEED 06590
Proprietary milling line
s | W X v N v
Main
Operation
Facing Profiling Facing Profiling Facing Profiling Facing Profiling
Kro 15° - - 10°
Range 63-160 52-80 35-80 20-42
SO...1605... WD...1204... WN...1207... SP...08T3...
Insert
) . . Arbor mountin, Weldon shank
Couplings Arbor mounting Arbor mounting Threaded coupligg Threaded coupling
R 4 - 4 -
Other Copying ‘Ra/mpdown é 4.. /' Copying ARa/mp\down Copying ‘(mwmn
Operations y ! I o ? ’@H o Yy ! I y ! I
‘ Interpolation . ‘
/@Hsﬁca\ Plunging /@Helica\ I Plunging /@Helical I Plunging
Interpolation Interpolation Interpolation
Page 104 108 112 116
High feed cutting with low cutting load High feed cutting with low cutting load
Features High feed cutting with low cutting load High feed cutting with low cutting load

High productivity

Excellent in high overhang

palbit@ ... )14
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MILLING TOOLS OVERVIEW

HIFFED MILLING CUTTERS

SHOULDER MILLING CUTTERS

NEW
rogram | PRO 20090 | 20190 HEXAPLUS 49590 PLUS 49090 PLUS 17190
Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line
wrs | [ P & INEE BN v EEEEES
Main
Operation
Facing Profiling Shouldering Shouldering Shouldering
Kro 90° 90° 90° 90°
Range R R _ R
(@Dc- mm) 10-63 32-125 16-32 14-100
XPET 0602... - HF | XPET 1003... - HF WNXT 0806... WNHU 04T308-LP ANHX 1004...
Insert
Couplings CA rlti)r?c;rri:(a)lu Sn;;i Arbor mounting Cylindrical shank Arbor mounting
Pine y - Weldon shank Threaded coupling Weldon shank
Threaded coupling
4 N
i mdown Faci A/mp jown e ——
Other Copying ing Ramp d # # & % I
Operations 4 | P p P ) ) ‘\
acing. Facing lotting Plunging
/Y& @&
Helical Plunging Side milling Helical Side milling
Interpolation Interpolation
Page 138|144 120 124 126
4 corners insert with positive cutting
edge
) . Variety of insert geometries is available
; 6 High rake cutting edges ; ; o
Features cl-:}lfzzze;k:crh?r::i:;r Excellent surface finish Economlciilsl:t:;:::‘s)gltii:;ble sided for all applications
Strong insert seat Helical cutting edge
Available in regular and fine pitch
cutters

palbit @ .14




Guia de ferramentas | Guia de herramientas

SHOULDER MILLING CUTTERS

Program PLUS 17590 PLUS 18190 LINEPRO 20090 LINEPRO 20190
Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line
wes | B0 EEEE 0 RN Oy EDSE O v EESEE
o 7 7 7
Main
Operation
Shouldering Shouldering Shouldering Shouldering
Kro 90° 90° 90° 90°
Range _ _ _ _
(@Dc-mm) 25-125 32-160 10-32 16-63
ANHX 1206... ANHX 1607... XP...0602... XP...1003...
Insert
Arbor mounting . .
‘ Weldon shank Arbor mounting Cylindrical shank Arbor mounting
Couplings A Weldon shank - Weldon shank
Cylindrical shank Threaded coupling Threaded coupling Threaded coupling
Threaded coupling
« «
Other s ‘& i I' I s ‘/‘ Q I Facing Slotting Facing Slotting
Operations Facing Slotting Plunging Facing Slotting Plunging &£ .. P Q I & ‘. " Q I
y W w W
Ramp down Helical Plunging Ramp down Helical Plunging
Interpolation Interpolation
Page 130 134 138 144
4 corners insert with positive cutting | 4 corners insert vv(ljith positive cutting Excellent solution for square shoulder milling
edge eage
L . . o Offers longer tool life, better tolerances and better productivity parameters
Variety of insert geometries is available | Variety of insert geometries is available
Features for all applications for all applications Low power requirement & smooth cutting possible due to positive helical angle

Helical cutting edge

Available in regular and fine pitch
cutters

Helical cutting edge

Available in regular and fine pitch
cutters

Very flexible and suitable for most milling operations

High positive cutting rake geometry

palbit@ ... )14
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MILLING TOOLS OVERVIEW

A
SHOULDER MILLING CUTTERS
o I LINEPRO 20290 TGPLUS 90090 TGPLUS 90190 TGPLUS 90390
Z
=
= Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line
=
wers | IO 0 CEEEEE R K v RN
o o o o
Main
Operation
Shouldering Shouldering Shouldering Shouldering
Kro 90° 90° 90° 90°
Range R R R R
(@Dc- mm) 32-125 16-63 25-125 50-160
XP...1706... LNXT 0904... LNXT 1306... LNXT 1506...
Insert
Arbor mounting .
. Arbor mounting Weldon shank Art.)or rpountlng .
Couplings Weldon shank Cvlindrical shank Cylindrical shank Arbor mounting
y . Weldon shank
Threaded coupling
=‘\ o !
Facing Slotting N N 4 N 4
-~ -~ =
OperatlonS ‘.. 'I “ I Facing Slotting Facing Slotting Facing Slotting
/. ©)
R atnaton P
Page 152 156 160 164
Excellent solution for square shoulder
milling
Offers longer tool life, better Tangential inserts with 4 corners available
tolerances and better productivity High rake angle insert reduces cutting force
Features parameters Excellent insert rigidity and excellent machining stability
Improved pocket configuration
Low power requirement & smooth Available in regular and fine pitch cutters
cutting possible due to positive helical
angle

palbit@ .14 .
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Guia de ferramentas | Guia de herramientas

SHOULDER MILLING CUTTERS

Program ALUPRO 76090 ALUPRO 77090 ALUPRO 08390
Proprietary milling line Proprietary milling line
KN KN KN
“ “ 7
Main
Operation
Shouldering Shouldering Shouldering
Kro 90° 90° 90°
Range _ B
(@Dc-mm) 20-100 32-125 32
XDGX 15M5... XDGX 22M7... VCGX 2205...
Insert
) Arbor mounting Arbor mounting .
Couplings Cylindrical shank Cylindrical shank Threaded coupling
@ A QS
Other Facing Slotting Facing Slotting Facing Sotting fongne
Operations @y l s &y < 1<~ @Sy -
Ramp down Im:;\g‘ii - ;::255‘;%‘ : Ramp down . el:;‘;l:lmn i\ggggﬁ‘ é. Ramp down e ep:ic‘:lm Profiling Copying
Page 168 172 176
Solution for multi functional milling operations on aluminium alloys
High speed conditions with high metal remove rate
Features Excellent chip flow
Stable clamping conditions (Anti-fly)
High rake angle geometry that provides a good surface finish and low cutting forces

palbit@ ... )14
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MILLING TOOLS OVERVIEW

SHOULDER MILLING CUTTERS

NEW
@ Program L"NEPR@ @629@
Z
]
é
=
e Ry B
o
Main
Operation
Shouldering
Kro 90°
Range 40-160
(@Dc - mm)
SP..1204...
Insert
Couplings Arbor mounting
—
Other q
Operations Facing
Page 178
Positive inserts with 4 cutting edges
Features Recommended for conventional milling machines and machining centers

palbit @ .14




Guia de ferramentas | Guia de herramientas

SHOULDER MILLING CUTTERS

LINEPRO 18090

Program L"NEPR@ 17@9@
K v N KN » EEEN
7 o
Main
Operation
Shouldering Shouldering
Kro 90° 90°
Range _ R
(@Dc - mm) 16-63 25-125
AP...1003... AP...1604...
Insert
Arbor mounting .
Couplings Weldon shank A\;\ZT;;E‘;‘;\Z&E%
Threaded coupling
o -
Other Facing Slotting. Facing Slotting
Operations My ¢ My £
Ramp down /@Helica\ I Ramp down /@Helw‘cal I
Interpolation Interpolation
Page 180 186
Strong insert and low cutting force
Features Helical cutting edge

Good chip evacuation

palbit@ ... )14
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MILLING TOOLS OVERVIEW

PROFILE MILLING CUTTERS

g  Progem W-PRO 62090 BALLPRO 63090 PLUS 49095 PLUS 45095
=
% Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line

Material p | K P | K | H
Main
Operation
Profiling Copying Profiling Copying Profiling Copying Profiling Copying
Kro 90° - 050 950
((z)gir-]gn:m) 8-20 32 16-35 25-42
WCL... | WCR... XPGT 3206... | DCMW 11T3... WNHU 04T3... WNHU 0604...

Insert *

. Cylindrical shank . . .
Couplings Threaded coupling Threaded coupling Threaded coupling Threaded coupling

o — —
o | & - =~ -4
Operations ~ ~

Facing Shouldering Facing Facing

Page 190 194 124 198
Designed for finishing and semi- Economical because double sided inserts applied
Helical profile for smooth cutting finishing
Features Tight Insert tolerances ' . Designed for finishing and profile miling
Strong insert design
Carbide shank to reduce vibrations Robust geometry

Stable cutting performance




Guia de ferramentas | Guia de herramientas

PROFILE MILLING CUTTERS

progam | TOROMILL 33590 TOROMILL 33690 TOROMILL 33790 TOROMILL 33890
Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line
Material M “
K\
Main
Operation
Profiling Copying Profiling Copying Profiling Copying Profiling Copying
Kre - - - -
Range K R R R
(@Dc - mm) 16-32 20-52 40-80 50-125
RDHT 0802... RPHT 10T3... RPHT 1204... RPHT 1605...
Insert
—_ Arbor mounting
Couplings Tf\ilelgg:;il(::al?: Cylindrical shank Arbor mounting Arbor mounting
ping Threaded coupling
S —/ ) —/ ) S/ )
Other Facing Slotting Facing Slotting Facing Slotting Facing Slotting.
Operations y y y y
- ® - % - ® - %
TR arsaston BRI arpaton BRI arpaton BRI arsoton
Page 200 200 200 202
Excellent solution for Profile milling
Low power requirement & smooth cutting possible due to positive helical angle
Features

First choice for problematic materials (M and S material classes)

High positive cutting rake geometry

palbit@ ... )14
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MILLING TOOLS OVERVIEW

PROFILE MILLING CUTTERS
_ . NEW _ NEW _
Progam | TOROMILL 33990 TURBOMILL 34190 TURBOMILL 342908g TOROMILL X2 35190
Proprietary milling line Proprietary milling line Proprietary milling line Proprietary milling line
Material B
K\’
Main
Operation
Profiling Copying Profiling Copying Profiling Copying Profiling Copying
Kro - - - -
Range _ _ _ _
(@Dc-mm) 80-125 42-52 40-80 32-80
RPHT 2006... RPHT 1073..-L5(4) RPHT 1204..-L5(4) RNHX 1204..
Insert
Arbor mounting
Couplings Arbor mounting Arbor mounting Arbor mounting Weldon shank
Threaded coupling
o % oG oG _ A
Other Facing Slotting Facing Slotting Facing Slotting Facing Slotting
Operations y A My, G - @Sy
w B w R - % -
LI dsonton TR enpton R etpaton BRI arpaton
Page 202 204 204 210

Features

Excellent solution for Profile milling
Low power requirement & smooth
cutting possible due to positive helical
angle

First choice for problematic materials
M and S material classes)

High positive cutting rake geometry

palbit @ .14

Excellent solution for Profile milling

First choice for problematic materials (M and S material classes)

Improved insert seat

Excellent solution for Profile milling

“First choice for problematic materials
(Mand S material classes)

High positive cutting rake geometry




Guia de ferramentas | Guia de herramientas

PROFILE MILLING CUTTERS

progam | TOROMILL 24590 TOROMILL 25090 TOROMILL 25190 TOROMILL 25290
Material P | K | H
\/‘ \\
Main
Operation
Profiling Copying Profiling Copying Profiling Copying Profiling Copying
Kre - - - -
Range R R _ R
(@Dc-mm) 15-20 20-52 24-80 32-160
RD...0702... RD...1003... RD...12T3... RD...1604...
Insert
Arbor mounting Arbor mounting .
) Weldon shank Arbor mounting
Couplings - Weldon shank Weldon shank .
Threaded coupling Threaded coupling Threaded coupling Threaded coupling
§ % § % -~ % ~ %,
Other Facing Slotting Facing Slotting Facing Slotting Facing Slotting
Operations y y y y
= H SPHL FTHL SHL
mdown /@Helirzl Plunging mdown /@Hehcal Plunging ARa/mpduwr\ /@Hehcal Plunging ARa/mpdlwm /@Hshca\ Plunging
Interpolation Interpolation Interpolation Interpolation
Page 214 214 214 216
Offers longer tool life, better tolerances and better productivity parameters
Low power requirement & smooth cutting possible due to positive helical angle
Features

Very flexible and suitable for most milling operations

High positive cutting rake geometry

palbit@ ... )14
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MILLING TOOLS OVERVIEW

PROFILE MILLING CUTTERS

rrogam | TOROMILL 25390 LINEPRO 40095 LINEPRO 40595 LINEPRO 41095
EIESENEE EIESENIEE
Main
Operation
Profiling Copying Profiling Copying Profiling Copying Profiling Copying
Kro - 95° 95° 95°
Range _ _ _ _
(@Dc- mm) 80-160 16-25 25-80 10-12
RD...2006... XD...0602... XD...10T3... XD...0401...
Insert
‘ . . Arbor mounting .
Couplings Arbor mounting Threaded coupling Threaded coupling Threaded coupling
Other Facing Slotting Facing Slotting Facing Slotting Facing Slotting
Operations y <.. y ‘.. y ‘.. A
4 K u® B
W W - = y &
RO etoaation e RPN arpaton TR erpatin TRt erpatin
Page 216 222 222 222
Offers longer tool life, better
tolerances and better productivity
parameters
Low power requirement & smooth Designed for finishing and profile milling
Features | cutting possible due to positive helical

angle
Very flexible and suitable for most
milling operations
High positive cutting rake geometry

palbit @ .14

Low power consumption




Guia de ferramentas | Guia de herramientas

Program

Material

Range
(@Dc - mm)

Insert

Couplings

Page

Features

HARDMILL

HARDMILL 72090

[ K[ N
\

g
Facing

90°
40-160

XNHW 1205...

Arbor mounting

/‘

Shouldering

226

Excellent solution for aluminium

PCD tip

CENTER & CHAMFER

CENTER & CHAMFER

13

SOMT|SOGT 11T3..

Weldon Shank

Spotting
Chamfering
Engraving
Grooving
Spot Drilling

230

Milling tool for a wide range of center & chamfer
operations

SPOT FACE

SPOT FACE

©)
Z
=
=
=

10-21

SPKX 05... | 06... | 07... | 09...

Weldon Shank
Cylindrical shank

Spot face

232

Economical solution

Smooth cutting

palbit @ 1)\



MILLING INSERTS ISO IDENTIFICATION SYSTEM

A
" g < ‘ AN D @
m
()] S . Triangular inserts with a facet
=z : * (secondary cutting edge)
—] 35° ‘7
= 0 - ] oo .
g E<} m (mm) d(mm) | s(mm) Detailed dimension of M class insert
;E>,- Insert height Tolerances (mm)
P 1087 W 8°°A A 0005 0025 | +0025 Inscribed
U nscribe A S
F +0005 +0013 | +0025 circle . E L 7
C +0.013 +0.025 +0.025 6.35 +0.08 - - - -
S 9°°u L H +0013 +0013 +0,025 9.525 +008 | +008 | #011 | 010 +013
E +0.025 +0.025 +0.025 12.70 +0.13 +0.13 +0.13 +0.15 -
G +0.025 +0.025 +013 15.875 +0.15 +0.15 +0.15 +0.18 -
T GOA A J £0005 | +005-+013 | +0025 1905 | 015 | +015 | 015 | 018 -
K* +0.013 +0.05~+0.13 | +0.025 25.40 - +0.18 b - -
L* +0.025 +0.05~+0.13 | +0.025 31.75 - +0.25 - = -
c «F |8 —
M* | £008~+020 | +005~+013 | +013 Inscribed circle Tolerances (mm)
N* | £008-+020 | £005-013 | +0025 Inscribed E Vo 4V 4
D 550 K =/ U* | £013~%038 | +0.08~+025 | +013 circle A
6.35 +0.05 - - - -
9.525 +0.05 +0.05 +0.05 +0.05 +0.05
E R o *As a rule, the sides of these inserts are 1270 | 008 | =008 | 008 | 008 | 008
as sintered. Tolerance differs with insert 15.875 +010 +010 +010 +010 +010
size, for the accuracy of class M, refer to
the table on the right. 19.05 - - - - +0.10
F X Special 25.40 - +013 - - +0.10
31.75 - +0.20 - - +012
A B C D E
Voo J | } } } } 7
ok - Far 2
F G N P (0] —
o
; j 1 1 J\ K Other %4
25}/ so\u’ ~= “\f clearance angle

2 - Normal clearance symbol

4 - Insert symbol

° ° ©
'E Type Hole type Chipbreaker Shape 'g Type Hole type Chipbreaker Shape 'E Type Hole type Chipbreaker Shape
@ 5 @
With Round hole / Chinbreak Round Chipbreaker
ithout one ipbreaker £ oun
w Round chipbreaker E ﬁ H countersink | on one side @ @ G § 2 hole ozigg;fh m
hole / one (70°~90°)
c(ountersin)k
40°~60°) | Chipbreaker Without Without
T on one side El @ c Round hole | chipbreaker E N ) chipbreaker l:l D
/ double 1)
[} @ | countersink °
o . © " Chipbreaker < )
< Without < (70°~90°) = Chipbreaker
9 = Round hole | chipbreaker E J S O;ggsth Eﬁj R é . on one side E @
B / double H ]
countersink Chipbreaker > Chipbreaker
40°0~60° i
u (4060 | o ot = |a wirot | 7 (777 [N - | onom -
. chipbreaker .
sides sides
1 R hol
Round hole / ound hole
one Without Chipbreaker . _ .
B c(ountersin)k chipbreaker E ﬁ M on one side Djj m X O g
70°~90°

palbit@ .|



Sistema de identificacdo ISO para pastilhas de fixacdo mecénica | Codificacién ISO para insertos indexables

* ANSI designation only

5 - Insert size symbol

350 55° 80° 90° 60° 80 (n)d] ANSI (Radius Designation is 00)
o ‘I a n A A ** Metric designation only
R's V's D’s C’s S’s T's W's mm inch Symbol | (Radius Designation is MO)
) 06 04 i} 03 06 02 397 532 120 According to International Standard ISO 1832 - 2012(E)
_ 08 05 04 04 08 3 476 3/16 150 “Indexable inserts for cutting tools - Designation”
- 09 06 05 05 09 03 556 7/32 1,80
06%* - - - - - - 6,00 0,236
06* 1 07 06 06 11 04 6,35 1/4 2,00
07* 13 09 08 07 13 05 794 5/16 2,50
08* - - - - - - 8,00 0315
09* 16 11 09 09 16 06 9525 3/8 3,00 ISO mm ANSI inch
10%* - - - - - - 10,00 0,394 01 159 1 0.062
12%* - - - - - - 12,00 0,472 T1 198 12 0.078
12* 22 15 12 12 22 08 12,70 1/2 4,00 02 238 15 0.094
15% 27 19 16 15 27 10 15,875 5/8 500 03 318 2 0125
16%* - - - - - - 16,00 063 T3 397 25 0156
19* 33 23 19 19 33 13 19,05 3/4 6,00 04 476 3 0.188
20%* - - - - - - 20,00 0,787 05 556 35 0.219
25%%* - - - - - - 25,00 0,984 06 6.35 4 0.250
25% 44 31 25 25 44 17 25,40 1,00 8,00 07 794 5 0312
31* 54 38 32 31 54 21 31,75 11/4 10,00 09 952 6 0.375
32%% - - - - - - 32,00 126 12 12.70 8 0.500

6 - Insert thickness symbol

7* - Insert corner symbol

7.1* - Insert edges symbol

10* - Chipbreaker geometries

Cutting Condition Main Application
st letter 2nd letter
L - Light P - Steel
M - Medium - Stainless Steel
H - Heavy K - Cast Iron
W - Wiper N - Aluminium
-HRSA
*only when Titanium Alloys
required. H - Hardened
Materials

Ex.: ANHX 160708 PNER - MP

©)
Z
=
=
=

ISO | mm | inch | ANSI For inserts having secondary
00 Sharp nose 0 edges two digits are used:
01 010 004 0.2 1 digitis 21 digit is
02 0.20 008 05 secondary edge secoqdaw edges d . o q ~ q 9 o
. L . relief angle 8* - Cutting edge information 9 - Cutting direction
04 | 040 | 015 1 A 450 A 30 Shape Honing | Symbol Shape Hand | Symbol
08 | 080 | 032 2 D | 60 | B | 50
No honing /;t:>
12 12 047 3 E 750 C 70 g E@ Right R
16 16 062 4 F 850 D 150 D With .
20 20 078 5 P 900 E 500 honing
24 24 094 6 z special F 250 D Chamfe_red T @Z Left L
28 28 109 7 No honing
G 300
32 32 125 8
hamfi
e vontywhen |LUNTT08 [ |withboning| S + <=
r?:e’;/:iocs Round insert 0 required. P 110 M None N
*only when required. Z | special *only when required.

palbit@ .14



P'H' |H| = N EW M” LL” NG G R/A\DE || PHH - Novo grau de fresagem | PHH - Nuevo calidad de fresam

A new step on coating innovation!

4

©)
Z
=
=
=

PHH603

PHHO1

PHHO93

PHH530

HO5-H15 P05-P10
PO1-P05 H15-H30
Rec ded for finishi Recommended for Recommended for Extremely heat resistant

operations in steels and
hardened steels.
First choice in mold and die
finishing applications.

finishing operations in
steels and hardened
steels in unstable
conditions.

general purpose milling of
stainless steels and HRSA.

grade. First choice in
hot-section turbine blade
milling.

PHH808

High heat resistance
grade. Economic choice in
hot-section turbine blade

milling

P|H| P = N EW M” LL” NG G R/A\DE || PHP - Novo grau de fresagem | PHP - Nuevo calidad de fresado

A new step on coating innovation!

4

PHP910

P05-P10
K05-K10

PHP920

P10-P35
K10-K30

PHP930

P20-P40
K20-K40

PHP530
P25-P40

Recommended for light
operations in steels.

Recommended for
General Steel & Cast Iron
Milling.

palbit@ .14

Recommended for medium
to roughing operations in
steels and cast irons.

Extremely heat resistant
grade. First choice in
cold-section turbine blade
milling.

PHP808
P30-P40

High heat resistance grade.
Economic choice for
cold-section turbine blade
milling.



GR/A\D ES C@D” F"C/A\T”@N SYSTEM " Sistema de codificacdo de graus | Codificacion de calidad

PH

©)
=2
=
|
=]

PH - Palbit Hardmetal Coating 1 - Steel 01 - 1SO Field
PD - Palbit diamond PCD | PCBN Grade 2 - Stainess steel ()
PB - Palbit PCBN 3-Castlron 50 - SO Field

4 - Non Ferrous

5 - Super Alloys

6 - Hardened Materials
7 - Wearparts

9 - Universal Range

palbit@ ..1914



MILLING INSERTS OVERVIEW

Jiy
FACE MILLING INSERTS
Reference SNIHU SNKU PNIRIX PNIKX SNIHX SNIKX
% Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert
=
é
>
Size 12 12 11 1 12|16 12|16
was | [ N IEE O«0ms
Page 56 56 61 61 6516973 656973

Reference XNKU POKT SOEW SOET WDET
Proprietary milling insert Proprietary milling insert Proprietary milling insert
Size 06 04 08]13]16 081316 12
B[ D BvE I
Page 85 89 93|99 104 9399|104 109

SHOULDER MILLING INSERTS

Reference WINXT NEW WNIHU ANHX XPET XPIHW
Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert
Size 08 04 101216 0611017 0610
o' OOD OFO0E  EEE
Page 121 196 126 1321135 139|147 153 139 | 147
SHOULDER MILLING INSERTS
Reference APKT APHT
Size 10116 16
wed | WD | EN
Page 181 187 187




Visao genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

FACE MILLING INSERTS

Reference ONHX ONKX SEHW SEHT PDMW PDHW
Proprietary milling insert Proprietary milling insert %
=
=
=]
Size 05|06 05| 06 12113 1213 12 12
woo| EWEE | BEWEE W B« ]
Page 65|73 45173 76179 76|79 82 82
HIFEED MILLING INSERTS
Reference WDMW WNMW SPKW SPKT XPET...IHF

Proprietary milling insert

Size 12 12 08 08 0610

I B0

Page 109 113 117 117 139 | 147

SHOULDER MILLING INSERTS
Reference LNXT XDGX VCGX SPGX G SPMX G APET

Proprietary milling insert

Size 09]13|15 15|22 22 12 12 10
T KN I D[S @ [
Page 158 | 161|165 169|173 176 178 178 181

A-39 Palb[’:t@ SINCE ;O; (OE



MILLING INSERTS OVERVIEW

Jiy
PROFILE MILLING INSERTS
Reference WCR G WCL G WNHU RDHT RPIHT RNHX
% Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert Proprietary milling insert
=
é
>
Size 08]10]12]16]20 08]10]12]1620 04106 08 101216120 12
wo |[EWENGH YOOGS BRI @ OvE 2 ByE | @WES
Page 1911192 1911192 1251196 203 203 211

PROFILE MILLING INSERTS

Reference RDHT RDHW RDMT RDMW XDHW XPCT
Proprietary milling insert
Size 101216120 07]10/12|16120 10112120 10]12]16]20 040610 32
Ol EEENEE
Page 217 217 217 217 223 194

HARDMILL MILLING INSERTS

SPOT FACE

Reference XNHW XDHW SOMT SOGT & SPKX
Size 12 04]06]10 11 11 05/06]07]|09]11
wo N 2D 2 Bs@ | @@ | @eEs
Page 229 223 230 230 232

palbit @ .14

-40




TETRAFEED 16320

Improved insert seat Double-sided insert
for XNKU inserts 4 cutting edges

Pocket - - - - -
Coolant system - - - - - >

Single screw - - - - -

MILLING CUTTER

e
‘a \i\\ =

—

Design

- Optimized design for better chip evacuation;

Pocket

- Strong pocket design for better cutter body durability;

- Improved insert seat;

XNKU 06T3

INSERT

Insert Width

- Large cross section;

Cutting edge
- Improved cutting edge;
- Improved wear resistance;

Double-sided insert
- Double-sided insert with 4 cutting edges;

) %

06 ‘on
XNKU-MN

GEOMETRY FEATURES " Caracteristicas geométricas | Caracteristicas geométricas

Geometry MP
General machining

All information: Page - 84

Geometry with a reinforced cutting edge for general applications on different materials.

palbit@ .|
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MILLING INSERTS OVERVIEW

(2) Grade code
Inserts (1)
Pastilhas Geometry ISO Reference
Plaquitas code

1111423  ACET 150612 TR

1110014  APFT 1604 PDFR
1110015  APFT 1604 PDSR
1110557 APFT 1604 PDTR

1110006 ADKT 1505 PDR
1111218 ADKT 1505 PDSR
1111209 ADKT 1505 PDTR

1112192 BOMT 130408R

1110038  BCKT 1304 PDR

1110922 HNGF 090520 - V

1110957  HNGF 090520 - W

First choice | Primeira opdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(corisulte a pagina A-9) | Disponible bajo consulta (mire pagina
A9

palbit @ .14




Dimensions (mm) | Dimens@es (mm) | Dimensiones (mm)

Drawing

O
=z
0
é
=
12,7 6,35 15,00 120 = 170
9,53 4,76 16,00 0,80 - 2,00
953 4,76 16,00 0,80 - 2,00
9,53 4,76 16,00 0,80 - 2,00
954 563 1570 - - 160
954 563 1570 = = 160
954 563 1570 - - 160
813 4,85 11,50 1,20 - 1,40
841 4,90 12,80 0,61 = 1,40
16,20 556 916 2,00 - -
16,20 556 916 2,00 = =




MILLING INSERTS OVERVIEW

. I v TN
| @owewe M6 54l 68|67 s 568 leo] s s uwfoa]se]eeler]s|u]mo]

(1)

Geometry
code

©)
Z
0
=
=

1111876 LNE 323-02 O
1111877  LNE 323-10 O
1110952  LNE 323-02 SP O
1111420  LNE 434-02 O

‘ 1111416  LNJN 2205 DDSR-AL O

1111518  OFEN 070405 TN e @ ® ® ® ®
OFKR 070408
1111569 EN-LN ®
1111568 |SHAR070408 ® ® ® ® ® ® ® ®
SN-MP
1112133  RPEW 1204 MO O @) O
1121742  RPMT 1003 MOT O O
1120448 RPMT 1204 MOT O @)
First choice | Primeira opcdo | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Palbit@ SINCE ;O; (o) A-44



Visdo genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

Dimensions (mm) | Dimensdes (mm) | Dimensiones (mm)

Drawing

©)
=z
S
=0
>
R
953 476 1588 - - 0,40 PN
953 476 1588 127 - - ¥
ic S
Eq_r
953 476 1588 080 - 1,20 A
R AES
ic| sl
b
1428 6,35 1905 - - 080
ic S
14,00 500 2200 R 2,00 R
18,00 476 7,40 060 - 220
18,00 476 7,40 060 . 220
1800 476 7,40 060 - 1,60
1200 476 - - - -
10,00 318 - - - -
12,00 476 - - _ _




MILLING INSERTS OVERVIEW

. BT v T
B I 1 1 2 E B 1 2 B I A E A R Y

©)

Z @

% e
1110200  SDHT 1204 AEEN O O O
1110693  SDHT 1204 AFFN O O
1110201  SDHT 1204 AESN-PL O O O
1110818  SDHW 09T3 AEEN O O
1110743  SDHW 09T3 AEFN O O
1110781  SDHW 1204 AEEN O O
1110782  SDHW 1204 AETN O O
1112339  SDHW 150412 O O
1110206  SEAN 1203 AFEN O O
1110207  SEAN 1203 AFFN O O
1110208  SEAN 1203 AFSN
1110209  SEAN 1203 AFTN O O
1110211  SEAN 1504 AFFN O O
1110212  SEAN 1504 AFTN O O
1110224  SEHW 1504 AFSN O O
1110225  SEHW 1504 AFTN O O
1110226  SEKN 1203 AFEN O O
1110227  SEKN 1203 AFFN O O
1110228  SEKN 1203 AFSN ® ®
1110230  SEKN 1203 AFTN O O
1110794  SEKN 1204 AFFN O O
1110232 SEKN 1204 AFSN ® ®
1110233 SEKN 1204 AFTN O O
1110235  SEKN 1504 AFEN ® ® ® @)
1110238  SEKN 1504 AFTN ® ®
1110239 SEKR 1203 AFEN
1110240  SEKR 1203 AFSN
1110241  SEKR 1204 AFSN O O
1110759  SEKR 1504 AFSN ® ® ®
1111921  SEXT 14M4 AGSN-M O O

@ First choice | Primeira opgao | 12 opcion Stock item | Produto de stock | Itens destock () Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Palbit @ 1)\



Visao genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

Dimensions (mm) | Dimensdes (mm) | Dimensiones (mm)

Drawing

12,70 476 10,00 - 1,80
12,70 476 10,00 - 1,80
12,70 476 10,00 - 1,80
953 397 730 030 150 5
953 397 730 0,30 150 \N R §
12,70 476 900 - 250 #FE
12,70 476 900 - 250 B\ 3
1588 476 - 1,20 - s
12,70 318 9,220 080 2,40
12,70 318 9,20 080 2,40 S L
1270 318 9,20 1,20 2,40 y -
12,70 318 9,220 1,20 2,40
1588 476 11,60 1,00 2,40
1588 476 11,60 1,00 2,40

:% R (\5/)
1588 476 1160 020 2,80 o E
1588 476 1160 020 280 #%

S*

12,70 318 920 1,20 2,40
12,70 318 9,20 1,20 2,40
12,70 318 9,220 1,20 2,40
12,70 318 920 1,20 2,40
12,70 476 9,20 1,20 2,40
12,70 476 9,20 1,20 2,40
12,70 476 9,20 1,20 2,40
1588 476 1230 1,00 2,40
1588 476 1230 1,00 2,40
12,70 318 9,20 1,20 2,40
12,70 318 920 1,20 2,40
12,70 476 9,20 1,20 2,40
1588 476 1230 1,00 2,40
1400 400 9,220 1,00 280

MILLING




MILLING INSERTS OVERVIEW

. BT v+ T
I 153 71 3 I3 I I N I3 I I 2 D 3 2 I A

©)

Z (@)

j Geometry

g code
1110266  SNGN 120408 O O
1110267  SNGN 120412 O O
1110597  SNGN 190412 @) @)
1110598  SNGN 190416 O O
1110271  SNKN 1204 ENEN ® ®
1110273 SNKN 1204 ENSN ®
1120541  SNUN 120404 O O
1120542  SNUN 120408 @) @)
1120544  SNUN 120412 O O
1121880  SNUN 190612T O
1110765  SPGN 090312 O O
1111173  SPGN 090316 O O
1110300  SPGN 120308 @) @)
1110301  SPGN 120312 O O
1110303  SPGN 120408 O O
1110588  SPGN 120412 O O
1110590  SPGN 150408 @) @)
1110304  SPGN 150412 O O

1110326 SPKN 1203 EDFR ®

1110328  SPKN 1203 EDSR O ® @ O
1110330  SPKN 1203 EDTR ® ® ® 6 ® ®
1110331  SPKN 1204 EDER ®
1110332  SPKN 1204 EDSR ® ® ® ®
1110333  SPKN 1204 EDTR O O
1110336  SPKN 1504 EDER (@)
1110337  SPKN 1504 EDFR @) O ®
1110339  SPKN 1504 EDSR ® ®
1110340  SPKN 1504 EDTR (@) @ ®
1110335  SPKN 1504 EDEL @) O
1110338  SPKN 1504 EDSL @) O
Continue next page | Continua na préxima pagina | Sige en la pagina seguiente
First choice | Primeira opcao | 12 opcién Stock item | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Palbit @ 1)\



Visdo genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

Dimensions (mm) | Dimensdes (mm) | Dimensiones (mm)

O
2
=

12,70 476 - 080 - -

12,70 476 - 120 - - ] []

1905 476 - 120 - - -

1905 476 - 1,60 - - L S

% A
12,70 476 - - 150 080 \@\“ =
12,70 476 - - 150 080 =
iC S

12,70 476 11,10 040 - -

12,70 476 11,10 0,80 - - R

1270 476 11,10 120 - - b } E

1905 635 - 1,20 - - © sk

953 318 - 120 - -
953 318 - 160 - -

12,70 318 - 080 - - f &

1270 318 - 120 - - } ]

12,70 476 - 080 - - )

12,70 476 - 1,20 - - < 8

1588 476 - 0,80 - -

1588 476 - 120 - -

12,70 318 12,70 - 1,00 150

1270 318 12,70 - 1,00 150 <

1270 318 1270 - 1,00 150 N e

12,70 476 12,70 - 1,00 150 fv?zl fy

12,70 476 12,70 - 1,00 1,50 ts

1270 476 12,70 : 1,00 150

1588 476 1588 - 1,00 150

1588 476 1588 - 1,00 150 2.

1588 476 1588 - 1,00 150 N N

1588 476 1588 - 1,00 150 Ao“?ZZ @}

1588 476 1588 - 1,00 150 s

1588 476 1588 - 1,00 150




MILLING INSERTS OVERVIEW

e sl sil e [ [ 5 [ co[ 5 |6 o2 siles o] 6|y b

G)

= ®

j Geometry

g code
1111976 ~ SPKR 1203 EDTR O O
1110564  SPKR 1504 EDFR @) O
1111449  SPKR 1504 EDSR @) O
1111107  SPKR 1906 @) O
1111195  SPKT 130510-E ® @
1111153  SPKW 130510 F o O o O
1111355  SPKW 130510-E ® @
1110888  SPKW 130510-S ® ®
1111609  SPMT 120408-MP ® ® ® ® ®
1120572 SPMW 120408 O ® O ®
1191186 SPXN 1906 @) o O O O
1112384  SPXN 1906-W O O
1112134  SPXR 1203 EDSR-MP ® ® ® ®
1110393 TNHF 1204 AN-CA ® @ ® ® O
1111333 TNHF 1204 AN-K ® @& ®

First choice | Primeira opc&o | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

palbit@ ,..|) 7"



Visdo genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

Dimensions (mm) | Dimensdes (mm) | Dimensiones (mm)

Drawing

MILLING

¥
1905 635 - - - 1200
AT
Led
1270 318 12,70 100 100 137
<
12,70 476 12,00 2,00 - 170 2R
12,70 476 12,00 300 - 130 < \)>
A sl




MILLING INSERTS OVERVIEW

. N
| oweae  [5al68lGal66] 15 Go]18 1968 ]66] 15 15 [19]54]68 671517

()

Geometry
code

O
Z
=
=
=

1111911  TNJN 1204 ANEN O O

1110422  TPGN 110304 O O
1110423  TPGN 110308 O O
‘ 1110425  TPGN 160304
1110426  TPGN 160308
1110450  TPKN 1603 PDEL O O
1110451  TPKN 1603 PDER ® ®
1110671  TPKN 1603 PDSR O O
1110455  TPKN 1603 PDTR ® ® ® ®
1110459  TPKN 1603 PPFN O O
1110463  TPKN 1603 PPTR O O
1110465  TPKN 2204 PDER ® ®
1110466  TPKN 2204 PDFR O O ®
1110609  TPKN 2204 PDSR ® ®
1110471  TPKN 2204 PPSR O O
1110468  TPKN 2204 PDTR O O
1110476  TPKR 1603 PDSR ® ® ®
1110477  TPKR 2204 PDSR ® ® ® ®
1120761  TPUN 110304 O
1120762  TPUN 110308 O
1120765  TPUN 160304 ® O @ @
1120766  TPUN 160308 ® ® ® ®
‘ 1120770  TPUN 160312 O O &@ @
1120777  TPUN 220404 @) O ® ®
1120779  TPUN 220408 O ® ®
1120783  TPUN 220412 O ®
1120791  TPUN 270616 O
1112135  TPXR 2204 PDSR-MP ® ® ® ®
First choice | Primeira opgao | 12 opcién Stock item | Produto de stock | Itens de stock  (O)  Available under request (see page A-9) | Disponivel sobre consulta  Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

palbit@ ,..|) 7"



Visdo genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

Dimensions (mm) | Dimensdes (mm) | Dimensiones (mm)

Drawing

G
zZ
=
=

635 318 - 0.40 - -

635 318 - 0,40 - -

953 318 - 0,40 - -

953 318 - 0,80 - -

953 318 16,50 070 - 120

953 318 16,50 070 - 140

953 318 16,50 070 - 120

953 318 16,50 070 - 140 o S

953 318 1650 - - 110 7\ -
953 318 16,50 - - 110 ; 9}1/\4? \ bé;

1270 476 2200 050 - 170 3 c s

12,70 476 22,00 050 - 1,70 !

1270 476 2200 050 - 170

12,70 476 2200 - - 140

1270 476 2200 - - 140

Ve

953 318 16,50 0,60 - 120 s
12,70 476 2200 050 - 170 g V. = A\ \Li

° /
6.35 318 11,00 0,40 - -
635 318 11,00 0.80 - -
953 318 16,50 0,40 - - .
953 318 16,50 0,80 - - A N
953 318 16,50 120 - - { z

1270 476 2200 040 - - 2/ L Vs

12,70 476 22,00 0,80 - - !

1270 476 2200 120 - -

1588 6.35 2700 160 - -

12,70 476 2200 100 - 170

S




MILLING INSERTS OVERVIEW

. T
I 51 70 I3 13 T 3 3 I D A R A R

G)

Z (@)

=

=
1110851  WPBO08 O O O O O
1110852  WPB10 O O O o O
1110853  WPB12 O O O O O
1110923  WPB16 O O O o O
1111019  WPB20 O O O o O
1111554  WPRX-2 08 O O O O
1111331  WPRX-210 ® ®
1111555  WPRX-212 ® ®
1111329  WPRX-216 ® ®
1111330  WPRX-220 ®
1111556  WPRX-2 25 ® ® ® ®
1111557  WPRX-232 @ @ @ @
1110820 WPV 08 O O O o O
1110821 WPV 10 o O O o O
1110822 WPV 12 O O O O O
1110948 WPV 16 O O O O O
1111020 WPV 20 O O O O O
1110543  WPZ 08 o O O O
1110551  WPZ10 O O o O
1110552  WPZ12 o O O O
1110544  WPZ16 ® O o O
1110553  WPZ 20 ® O O O
1110661  WPZ 25 ® O O O
1110662  WPZ 32 ® ® O O O
1110910  XPHT 1604 PDTR O O
1111206  XPHT 160420 PPTR O O
1110926  XPHT 160432 PDSR O O
1110958  XPHT 160412-MR O O

First choice | Primeira opgdo | 12 opcién Stock item | Produto de stock | Itens de stock — (O)  Available under request (see page A-9) | Disponivel sobre conslta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9

palbit@ ,..|) 7"



Visdo genérica de pastilhas para fresagem | Visién general de plaquitas para fresado

Dimensions (mm) | Dimensdes (mm) | Dimensiones (mm)

Drawing

©)
zZ
=
=

8,00 2,00 950 060 400 -

1000 2,50 11,50 080 500 - R‘Vﬁ

12,00 2,50 14,00 1,00 6,00 - . \/ T

16,00 300 16,00 1,30 6,00 - pa E

2000 300 2000 1,60 6,00 -

800 2,00 950 - 2,50 -

10,00 2,50 11,50 - 500 -

12,00 2,50 11,90 - 600 - 7\

16,00 300 13,90 - 6,00 - o & 'l

2000 300 1590 - 600 - ic s

2500 400 2130 - 900 -

3200 500 2580 - 1000 -

8,00 2,00 950 060 400 -

1000 2,50 11,50 080 500 - R

12,00 2,50 1400 1,00 600 - 419 q

16,00 300 16,00 1,30 6,00 - e

2000 300 2000 160 6,00 -

8,00 2,40 700 - 300 -

10,00 2,60 8,50 - 350 -

12,00 300 10,00 - 400 - ~

16,00 4,00 12,00 - 400 - D)~ %

2000 500 1500 - 500 - ic sl

2500 6,00 1850 - 600 -

3200 700 2350 - 750 -

953 475 16,00 1,20 - 170

953 475 16,00 2,00 - 070

953 475 16,00 320 - -

953 475 16,00 1,20 - 170




)
=
=
=
=]

Face milling

PLUS 28088

Proprietary milling line

Mismatch on the sidewall

0,454
-

Ap max.
10,5

92°

Arbor Mounting
K.=88° | V,=-6°

Reference imensi imensoes | Dimensi Specifications Insert
Order code o .

Cécigo Referenc!a Pastilha

Referencia (mm) Inserto
181084300 050A28088-05-06-022040 5 50 50,9 42 04 105 SN...1206...
181091700 080A28088-07-06-027050 7 809 27 10 105 SN... 1206...
181091900 100A28088-08-06-032050 8 100 1009 32 73 50 16 105 SN... 1206...
181092100 125A28088-10-06-040063 10 125 1259 40 31 105 SN... 1206...
181092300 160A28088-12-06-U040063 12 160 1609 40 110 37 05 SN...1206...
181092800 200A28088-14-06-U060063 14 200 2009 172 6,3 05 SN...1206...

) Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP/A\RE P/A\RTS ” Complementos | Repuestos

Order separately Order separately

Cutter
@Dc

f:, J_a ) *- -

A28088 - 50 - 80 P0401200 XT15 DT1530 30
A28088 - 125 P0401200 PT15 DT1530 30 J0204610  SD6368-20

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(7> Technical Data
Bg’g{s@ SINCE S ? ZZZ A-s6 ‘,pageA B4 6v page A-242



o
PLUS 28088 -~ &

S N H U | S N KU Facing Shouldering

SNH(K)U 1206 " Inserts | Pastilhas | Plaquitas

SNH(K)U-LP

SNHU-LP SNKU-LP
(PHP grade) (PHP grade)

]
ic s

_—- m [ S Dimensions
cvo PVD S
co || o

e

R HBEEE S 58| 8

T ||| zx|T || x T T || x

Reference o |a|la|a|a|a|a o oo | &
1112020 SNHU 120608 ZNER-LP & & & & ® ©® ©® ® ® ® @ ® 13306351160 080 1,00
e

First choice | Primeira opcdo | 12 opcion @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

GR/A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

HB <— Wear Resistance Toughness —»

Material :
(Brinell) PH5705 | PH5320 | PHP920 | PH7920 | PH7930 | PH5740 | PHS740 | PH7740

1  Unalloyed Steel 125-220 v v v v v
8 2 Low-Alloyed Steel 2020 v v v v
3  High-Alloyed Steel 280-380 v v v v v
4 SS-Ferritic/ Martensitic 200330 --------
M 5  SS-Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 -------- @ Gooo Condtions
7  Malleable Cast Iron 130-230 v
@8 8 GreyCastlron 180-245 -------- B #vereee Consiions
9  Nodular Cast iron 160-250 g, Difficult Conditions

, ° Technical Data I
‘ e e é e A-57 ggmglg@ SINCE ;; ( )

MILLING

Face milling




>

)
=
=
=
=]

Face milling

PLUS 28088

REC@[M\\ME N D E D CUTT” N GI C@ N D "T" @ NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

HB
(Brinell)

<— Wear Resistance

PH5705

Material

PH5320 PHP920 PH7920

1  Unalloyed Steel 125-220 180-250 180-240
2 Low-Alloyed Steel 220280 ____
3 High-Alloyed Steel 280-380 140-220 140-210
4 SS-Ferritic / Martensitic 200-330 ____
M 5  SS-Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 ____
7  Malleable Cast Iron 130-230 160-290 150-280 160-270 160-260
@8 8 GreyCastlron 180245 170320 160320 140250 140240
9  Nodular Castiron 160-250 140-200 100-190 120-210 120-200

(Note 1) The above table indicates the cutting conditions of 70% of the tool engagement.

(Note 2) With low workspace clamping rigidity or long overhang of the tool, adjust cutting speed and feed to 70 or 80% of the recommended conditions above.
(Note 3) Surface finishing is determinated by speed/feed used.

(Note 4) PH5... and PHS... can be used wet or dry. PH7... use only air.

Selection Example:

: Feed fz (mm/t)
Material HB <— Wear Resistance Toughness —»
- (brine ) SNHU 1206

PH5705 PH5740 SNKU 1206..
7 Malleable cast iron 130-230 160 (180) 290 160 (1900) 260 010(0,25) 0.35
@8 8 Greycastiron 180-245 170 (270) 320 140 (180) 240 010 (0,25) 0,35

\

9 Nodular cast iron 160-250 - - - -148(150}200- - - - - - - - - - - - 120150} 200 - - - - - - - - 0,30{(0,25)0.35

This example shows the recommended starting cutting conditions, indicated in Bold type.

*(5 Technical Data

Bg!g!s@ SINCE S ? ZZZ A-ss ‘,pageA 34 62:‘, page A-242



PLUS 28088
SNHU | SNKU

””””” Ve (m/min
Feed fz (mm/t)
Toughness —»

@)

2

PH7930 PH5740 PHS740 PH7740 SNH(K)U 1206 =

160-220 140-220 140-200 010 (0,25) 0,35 %
120-190 100-190 100-170 0,0 (0,25) 0,35
120-160 110-160 0,10 (0,25) 0,35
150-240 160-260 - 140-220 0,10 (0,25) 0,35
100-190 120-200 - 100-190 010 (0,25) 0,35

oo
=
£
@
o
i

PDF

‘, pageA-234 ¢

Q Technical Data
e P A-242 A-59 &g!glig @ M



PLUS 90260

Proprietary milling line

D dg

)
=
=
=
=]

Arbor Mounting
K=60° | 1,-7°

5

E Rlarane Dimensions | Dimensdes | Dimensiones (mm) ificati s

@ Order code o :

9 Cédizo Referéncia Pastilha

- Referencia Inserto
181050200 050A90260-05-07-022040 5 50 5905 22 48 40 0,388 A 50 PN... 1105... ®
181050400 080A90260-08-07-027050 8905 27 60 1,072 50 PN... 1105...
181050500 125A90260-12-07-040063 12 125 13405 40 90 63 3,047 B 50 PN... 1105...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP[A\\RE P/A\RTS ” Complementos | Repuestos

Order separately Order separately

Insert Screw | Key (Tor (Tor:((g{lm) Torque Value DIN 6368 Wr
R _ -~
A90260 - 50-63 P0401200 XT15 DT1530 30

A90260 - 100 P0401200 PT15 DT1530 30 J0164110  SD6368-16

A90260 - 160 P0401200 PT15 DT1530 30

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(3) Technical Data
Bg[g{sg @—% A-60 ‘,PageA 284 S & PageA-242



PLUS 90260
PNHX | PNKX focng

]

PN|H|(|K<)>X< 1105 " Inserts | Pastilhas | Plaquitas

PNHX-MK PNHX-HK PNKX-MK PNH(K)X-MK | HK

MILLING

%

P K Dimensions
Dinenses
Di :
o o 10 ) o <) E
o N o I o N =
0 IS0 R 2 i o) 2 2 -
I I I I I I L
Geometry code Reference o o o o a o
1111374 PNHX 1105 ZNER-MK ® @ ® ® ® ® 1650 566 570 = 1,30
| uoss  PNMXUOSINERHK 5 © 1650 566 570 - 130
1112294 PNKX 1105 ZNER-MK ® ® ® @) ® ® 1650 566 570 = 1,30
First choice | Primeira opcao | 12 opcién @) Stockitem | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

G R[A\\D ES SELECT"@N G U " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

HB <— Wear Resistance Toughness —»>
(brinell) PH5705 PH7910 PH7920 PH5740 PH7740

Material

1  Unalloyed Steel 125-220 v v v
5 2 Low-Alloyed Steel 20280 v
3 High-Alloyed Steel 280-380 v v v . Good Conditions
7 Malleable Cast Iron 130230 v v v
K 8  Grey Castlron 180-245 v v v v @ ~verage Condtions
9  Nodular Cast iron 160-250 _—_—_ * Difficult Conditions

Q Technical Data I 'E o
A-242
R, PabR@ ]|

?,pageA-EA &
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Face milling

PLUS 90260

REC@MMEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

HB
(Brinell)

<— Wear Resistance
PH5705

Material

PH7910 PH7920
Unalloyed Steel 125-220 180-250 180-240

Low-Alloyed Steel 220-280 ——_

0 N W N

High-Alloyed Steel 280-380 140-220 140-210
Malleable Cast Iron 020 16020 0300 160260
Grey Cast Iron 180-245 170-320 160-250 140-240

9 Nodular Cast iron 60250 10200 150200 10200

Note 1) Cutting conditions ag/DC=70%.
Note 2) Cutting conditions should be ajusted according to the machine and work rigidity.

Note 3) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacBes do quebra-aparas | Guia para aplicacién del rompevirutas

Material HB
(Brinell) 1st choise Dificult Operations
1  Unalloyed Steel 125-220 PNH(K)X 11... MK
2 Low-Alloyed Steel 220-280 D
3 High-Alloyed Steel 280-380 PNH(K)X 11... MK -
7  Malleable Cast Iron 130-230
K 8  Grey Castlron 180-245 PNH(K)X 11... MK PNH(K)X 11... HK
9 Nodular Cast iron 160250  PNH(KIX1L.mk  PNHIOXIL.HK

Technical Data

Bg’g{s@ SINCE S ? ZZZ A6 ‘,pageA 234 *"(3;" page A-242



PLUS 90260
PNHX | PNKX

v :
¢ (m/min) Feed fz (mm/t)
Toughness —»

PNH(K)X 1105...

PH5740

oo
=
£
@
o
<
Y™

J

:

PDF

& PageA-242
% A-63

Technical Data ik
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PLUS 90845

Proprietary milling line

‘ @ dg ‘ @ dg
‘ vd ‘ od
L[]
== N
~ [ N ‘ ﬁ‘ 7 ) -
@ N 74/
= >

ap

Arbor Mounting
K,=45° | ¥p=-6°

Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code Reference Insert

Codieo Referéncia Pastilha
g Referencia @Dc |@Dc2|@Dc3|@Dc4| @d | @dg Inserto

181111400 050A90845-04-06-022040 4 50 576 471 62 22 48 40 415 0383 A 35|60 ON..05]|SN..12

181117500 063A90845-06-06-022040 63 706 601 75 22 52 40 415 0525 35/60 ON..05]|SN..12

181117700  080A90845-07-06-027050 80 876 771 92 27 60 50 515 0846 35|60 ON..05]|SN..12

181117900 100A90845-08-06-032050 100 1076 971 112 32 80 50 515 1559 35|60 ON..05]|SN..12

181121000 125A90845-10-06-040063 10 125 13261221 137 40 90 63 645 2890 35|60 ON..05]|SN..12

181121200 200A90845-14-06-U060063 14 200 20761971 212 60 172 63 64,5 8890 35|60 ON..05]|SN..12

) Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

O d

o
O

5ek

I i |
/
§ L

\ @Dc3 1 *
@ Dc4

Weldon Shank ®be
K,=45° | Vp=-6° @ D2

e Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert

Orgggic%de Referéncia Pastilha
g Referencia @Dc | @Dc2 | @Dc3 | @Dcd | @d Inserto

181118000 032W90845-03-06-025100 32 396 291 44 25 100 1015 0,375 35160 ON..05 | SN..12

) Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

(7> Technical Data
Bg’g{s@ SINCE S ? ZZZ A-64 ‘,pageA B4 6‘, page A-242
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PLUS 90845 -~

ONHX | ONKX | SNHX | SNKX

Facing Slanted Shoulder
&Chamfer

©N|H|@K<)>V/\< @5 " SNH(K)X 12 ” Inserts | Pastilhas | Plaquitas

ONH(K)X-LP ONH(K)X-MK ONH(K)X-MP ONH(K)X-MK | LP | MP
(PHS grade)

©)
Z
=
=
=

ONHXW SNHX-W ONHX-W
8 Cutting Edges (8R) 4 Cutting edges (2R + 2L)

SNHX-LP SNH(K)X-MK SNH(K)X-MP SNHX-LN
(PHS grade)

ic s
N v S T
" cradecode |19 12664 11|72 pe G5 19 o] 5] 1619 x5 G4 11| 3 | 5] 10 | 9] 6
1112302 ONHX 050505 ANEN-LP ® ® ® @ ® ® ® 1270 520 530 050 -
1112304 ONHX 050505 ANSN-MP ® ® ® 1270 520 530 050 -
1112301 ONKX 050505 ANEN-LP ® e e ® 6 @ ® 1270 520 530 050 -
1112303 ONKX 050505 ANSN-MP @& @ ® @ ® 6 6 e 1270 520 530 050 -
1112305 ONKX 050500 ANEN-MK ® @ 1270 520 530 - =
1112307 ONHX 050500 ANER-W ® ® @) 1270 520 530 - 430
1111452 SNHX 1206 ANEN-LP ® ® ® ® ® ® 12,70 635 930 080 200
1111502 SNHX1206 ANSN-MP & @ @ @ ® ® © 12,70 635 930 080 200
1111503 SNHX 1206 ANEN-MK ® 1270 635 930 080 200
1111504 SNHX 1206 ANFN-LN ® 1270 635 930 080 200
1111899 SNHX 1206 ANFN-W* ©) ® ® ® 12,70 630 930 040 760
1112293 SNKX 1206 ANSN-MP @ ® @ @ ® @ ® 12,70 635 930 080 200
1112249 SNKX 1206 ANEN-MK 12,70 635 930 080 200
First choice | Primeira opco | 12 opcién Stock item | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
* Wiper insert with 2 rights and 2 left-hand cutting edges.

O Technical Data . 5
< ,pageA—Bd v g page A-242 A-65 Palb’t@ SINCE F > io%



PLUS 90845

SP/A\RE P/A\RTS " Complementos | Repuestos

Order separately Order separately

Cutter
@Dc __-"
- J "‘ @ ’ l

A90845 - 50-63 P0401200 XT15 DT1530

A90845 - 100 P0401200 PT15 DT1530 30 J0164110  SD6368-16

A90845 - 160-250 P0401200 PT15 DT1530 30

MILLING

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.
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GR/A\DES SELECT”@N GU"DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

: <— Wear Resistance Toughness —»
Material

PH5320 | PHP910 PHP930 [ PHH930| PH7930 | PH5740 | PHS740 | PH7740

1 Unalloyed Steel 125-220
4 2 LowAloyed Steel 220-280 ------------
3 High-Alloyed Steel 280-380
4 SS-Ferritic / Martensitic 200-330 ------------
M 5 SS-Austenitic 200-330
6 SS- Austenitic-ferritic (Duplex) ~ 230-260 ------------
7 Malleable Cast Iron 130-230
88 8 Grey CastIron 180245 ------------
9 Nodular Castiron 160-250
10 Aluminium and Non Ferrous 30-130 ------------
11 Heat Resistant Super Alloys 200-320

. Good Conditions ‘ Average Conditions * Difficult Conditions

(3) Technical Data
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PLUS 90845
ONHX | ONKX | SNHX | SNKX

REC@M/M\\EN DED CUTT" NG C@N D"T”@NS " CondicGes de corte recomendadas | Condiciones de corte recomendables

: HB
Material (Brinell)

Toughness —»
PHP930

<— Wear Resistance
PH0910 PH5705

PH5320 PHP910 PHP920 PH7920

1  Unalloyed Steel 125-220 = 180-250 180-250 180-240 160-220

2 Low-Alloyed Steel 220-280 _______

B High-Alloyed Steel 280-380 = 140-230 140-220 140-210 120-190

4 SS-Ferritic / Martensitic 200-330 _______
M 5  SS- Austenitic 200-330 130-180 120-160

6 55- Austenitc-ferrtic (Duplex)  230-260 [ I O e e im0 oo

7  Malleable Cast Iron 130-230 = 160-290 150-280 180-300 160-270 160-260 150-240

8  Grey Cast Iron 180245 - 170320 160320 160250 140250 140240 14030

9  Nodular Castiron 160-250 = 140-200 100-190 150-210 120-210 120-200 100-190

10 Aluminium and Non Ferrous 30-130
11 Heat Resistant Super Alloys 200-320 = = = = = = 30-100

Material (Brl?r?ell) <— Wear Resistance Toughness —» Feed fz (mm/t)
PHH930 | PH7930 PH5740 PHS740 PH7740 | SNH(K)X12... | ONH(K)X 05...
1  Unalloyed Steel 125-220 - 160-220 - 140-220 140200  010-0,35 0,10-035
28 2 Low-Alloyed Steel 220280 - 140200 - 120200 130180 010035  010:035
3 High-Alloyed Steel 280-380 - 120-190 - 100-190 100170  0,0-030 0,10-0.30
4 SS-Ferritic / Martensitic 200330 140210 140200 - - 130180 010030 010030
M 5 SS- Austenitic 200330 120-170 120-160 - - 110-160  0,10-030 0,10-0,30
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 | 100150 | 100140 = - | - [ 90150 | 010025 | 010025
7  Malleable Cast Iron 130-230 - 150-240  160-260 - 140220  0,10-0,35 0,10-035
QN 8 GreyCastlron 180245 - 140230 14040 - 120210 010035 010035
9  Nodular Cast iron 160-250 - 100-190  120-200 - 100-190  0,10-0,30 0,10-0,30
B 0 AuminumandNonFerrous  30-130 = e e 010035 -
11 Heat Resistant Super Alloys 200-320 30110  30-100 - - 30-100 0,07-0,20 0,07-018

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

CH " P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas
o HB

(Brinell) 1st choise Dificult Operations

1  Unalloyed Steel 125-220
P 2  Low-Alloyed Steel 220-280

3 High-Alloyed Steel 280-380

4 SS-Ferritic / Martensitic 200-330 ( )
M 5  SS-Austenitic 200-330

6  SS- Austenitic-ferritic (Duplex) ~ 230-260

7  Malleable Cast Iron 130-230
K 8  Grey CastlIron 180-245

9  Nodular Castiron 160-250
\ 10  Aluminium and Non Ferrous 30-130 P D F
S 11  Heat Resistant Super Alloys 200-320

Technical Data
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Face milling

PLUS 90945

Proprietary milling line

dg
pd
-
s e e m—
(/(\ L B 7Fj ) ~
L/ N N S
U ™
. e ]
Arbor Mounting
Kr=450 | Yp:'eo I ®DCZ
Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code A .
Godigo Referenc!a Pastilha
Referencia (mm) Inserto

181048200 050A90945-04-06-022040 4 50 48 40 0,424 6,0 SN... 1206
181048300 063A90945-06-06-022040 76 22 52 40 0575 6,0 SN... 1206 @
181048400 080A90945-07-06-027050 7 27 50 0,966 B 6,0 SN... 1206
181048500 100A90945-08-06-032050 100 113 32 1,667 6,0 SN... 1206
181048600 125A90945-10-06-040063 10 125 138 40 2,890 B 6,0 SN... 1206
181052800 200A90945-14-06-U060063 14 200 213 8,890 6,0 SN... 1206 @
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP/A\RE P/,A\\RTS ” Complementos | Repuestos

Order separately

Insert Screw | Key (Tor (Torj((?{lm) Torque Value DIN 6368 Wrench
R -
F R D) * .
A90945 - 50-63 P0401200 XT15 DT1530 30

A90945 - 100 P0401200 PT15 DT1530 30 J0164110  SD6368-16

A90945 - 160-250 P0401200 PT15 DT1530

Order separately

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(7> Technical Data
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PLUS 90045 o S

SNKX | SNHX Facing Sianted Shouider

& Chamfer

SNH@K@X 1206 ” Inserts | Pastilhas | Plaquitas

SNHX-LP SNH(K)X-MP SNH(K)X-MK | LP | MP | LN

R >>\
. =

SNH(K)X-MK SNHX-LN

SNHX-W SNHX-W
4 Cutting edges (2R +2L)

- Dimensoes
Dimensiones
(mm)
(6)] m

a
Reference z
1112293 SNKX 1206 ANSN-MP & 12,70 6,35 9,30 0,80 2,00

sz swomen 0o 0 3 530 020 200

1111452 SNHX 1206 ANEN-LP ®& @6 ® ® ® @ 12,70 6,35 9,30 080 2,00
i [ SO ANNAET ® @ @ o o 1270 635 920 080 200
1111503  SNHX 1206 ANEN-MK ® ® ® ® & ® © 12,70 6,35 930 0,80 2,00
TULI504 SNHXT0GANAVLN 4 1270635 930 080 200
1111899 SNHX 1206 ANFN-W* ® ® ® ® 12,70 630 930 040 760
First choice | Primeira opcdo | 12 opcién @) Stockitem | Produto de stock | Itens destock ~ (©)  Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
* Wiper insert with 2 rights and 2 left-hand cutting edges.

Technical Data
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PLUS 90945

REC@/M\\MENDED CUTT” NG C@ND"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables
Ve (m/min)

>

() Material <«— Wear Resistance
% PH0910 PH5705 PH5320 PHP910 PHP920 N PHP930
= 1 Unalloyed Steel 125-220 - 180-250 180250  180-40 160220
= 2 Low-Alloyed Steel 220-280 _______
3 High-Alloyed Steel 280-380 140-230  140-220 140210  120-190
4 SS-Ferritic / Martensitic 200330 _______
M 5  SS-Austenitic 200-330 - 130-180  120-160
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—_—_
7  Malleable Cast Iron 130-230 - 160200  150-280 180300 160270 160260  150-240
QN 8 GreyCastlron 180245 - 170320 160320 160-250 140250 140240 140230
9  Nodular Cast iron 160-250 - 140-200 100190 150210  120-210 120200  100-190
10  Aluminium and Non Ferrous 30-130 _—_—_—_
11  Heat Resistant Super Alloys 200-320 30100

Face milling

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

GR[A\\DES SELECT”@N GU"DE ” Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
<— Wear Resistance Toughness —»

Material
PH0910 | PH5705 | PH5320 | PHP910 | PHP920 | PH7920 | PHP930 |PHH930| PH7930 | PH5740 | PHS740 | PH7740

1 Unalloyed Steel 125-220 v v v v v v v
2 2 Low-Alloyed Steel 2020 v v v v v e
3 High-Alloyed Steel 280-380 v v v v v v v
4SS - Ferritic / Martensitic 2003% e e e
M 5 SS-Austenitic 200-330 v v v
6 SS-Austenitic-ferritic(Duplex) 230260 v v v
7 Malleable Cast Iron 130-230 v v v v v v v v v
Gl 8 Grey Cast Iron 180245 v/ v v v v v v v
9 Nodular Castiron 160-250 v v v v v v v v v
10 Aluminium and Non Ferrous 30-130 ------------
11 Heat Resistant Super Alloys 200-320 v v v
. Good Conditions ‘ Average Conditions * Difficult Conditions

CHIP-BREAIKER SELECTION GUIDE " Guia para aplicagdes do quebra-aparas | Guia para aplicacion del rompevirutas
Mateil He

(Brinell) 1st choise Dificult Operations
SNH(K)X 12... MP

1  Unalloyed Steel 125-220 SNHX12... LP r \
2  Low-Alloyed Steel 220-280
3 High-Alloyed Steel 280-380 SNH(K)X 12... MP
4 SS-Ferritic / Martensitic 200330 | SNWX12.tP | -

M 5  SS- Austenitic 200-330 SNHX 12... LP -
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 D
7  Malleable Cast Iron 130-230 SNH(K)X 12... MK -

B 5 GreyCostiron 180245 I PDF
9  Nodular Cast iron 160-250 SNH(K)X 12... MK -

10 Aluminium and Non Ferrous 30-130 _
S 11  Heat Resistant Super Alloys 200-320 SNHX12... LP

Technical Data
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PLUS 90945
SNKX | SNHX

Ve (m/min
(mjrmin) Feed fz (mm/t)
Toughness —» )
=z
PHH930 PH7930 PH5740 PHS740 PH7740 SNHX12...LP | SNH(K)X 12... MP SNH(K)X 12..MK'| SNHX12...LN SNHX 12... W %
160-220 140-220 140-200 0,10-0,35 0,10-0,35 0,10-0,35 %
120-190 100-190 100-170 0,10-0,30 0,10-0,30 0,10-0,30
120-170 120-160 110-160 0,10-0,30
150-240 160-260 140-220 0,10-0,35 0,10-0,35 0,10-0,40
100-190 120-200 100-190 0,10-0,30 0,10-030 0,10-0,40
30-110 30-100 30-100 0,07-0,20

oo
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WIPER INSERTS

Recommended Cutting Conditions:
- fz should be equal to 0,8 x Fy, / Z
- Axial depth of cutis 0,5 to 0,8mm.

~0,05 mm

Example:

- The width of the parallel land (F) of the insert is 2mm.

- To obtain a good surface finishing, the feed per revolution should be a maximum of 80% of 2mm = 1,6mm.
- The wiper insert will have a parallel land (F\y) with a width of 7.6mm.

- Result: Feed per revolution (fny) could be increased from 1,6mm to 6,1mm (80% of 7.6mm).

Note: Other limitations, such as machine power, must be taken into consideration.

How to use a wiper insert:

- Since wiper is one corner use to standard cutters, please attach the insert with the parallel land down to the workspace cutting surface.

This point shows the SNKX insert difference to SNHX

When using wiper insert, install the insert as shown on

Fig. A if the insert is installed as shown on Fig. B breakage Put the same side of insert in each
of the insert is inevitable and normal surface finish can pocket for best radial and axial
not been obtained. runout when using SNKX.

Technical Data
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PLUS 91245

Proprietary milling line

Pdg
od
e
< ‘ W:ﬁ‘ o ] - :\‘1
@ N 74/
) |

ap

Arbor Mounting
K,=45° | Vp=-6°

Reference Specifications Insert
Referéncia Pastilha
Referencia e Inserto

Order code
Codigo

181088900 063A91245-05-06-022050 5 63 801 666 760 22 52 50 48 081 A 38 |85 ON..06 |SN..16 ®

181089100 080A91245-08-06-027050 8 80 971 836 930 27 60 50 48 1,09 B 38 85 ON.06|SN.16 @

181089300 100A91245-10-06-032063 10 100 117110361130 32 80 63 61 228 B 38 |85 ON..06|SN..16

181089500 160A91245-10-06-U040063 10 160 177116361730 40 110 63 61 440 38 |85 ON..06|SN..16

181089700 250A91245-14-06-U060063 14 250 267125362630 60 172 63 61 11,93 38 |85 ON..06 |SN..16

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP/A\RE P/,A\\RTS ” Complementos | Repuestos

Order separately Order separately

Key (Torx) (Tor:(((-ﬂ‘\lm) Torque Value DIN 6368 Wrench
Cutter
@Dc ,.-. Nm -
F 07 D W
A91245 - 63 P0451400 XT20 DT2050 50

A91245-100 P0451400 PT20 DT2050 50 J0164110  SD6368-16

A91245 - 160-250 P0451400 PT20 DT2050 50

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

73\ Technical Data
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PLUS 91245 . &

ONHX | ONKX | SNHX | SNKX

Facing Slanted Shoulder
& Chamfer

QNH(K)X @6@6 ” SN|H|@K<)>V/\< 16@6 " Inserts | Pastilhas | Plaquitas

ONH(K)X-LP ONH(K)X-MP ONH(K)X-MK ONH(K)X-LP | MP | MK
(PHP grade)

©)
Z
=
=
=

ONHXW ONHX-LS
: PHH grade
(8 Cutting edges (4R + 4L)) (PHH grade)

SNHX-LP SNH(K)X-MP SNH(K)X-MK
(PHS grade)

N
| OGradecode [ T9]G4]T1]P3|P4]G6|P3X9G6 L5 |L6]Lo1G4|TL|P3|PaG6]P3|X9]G6)

1111954 ONHX 0606 ANEN-LP ® ® ® @) ® & @ 16,50 6,35 6,20 0,80 1,00
£ 1112696 ONHX 0606 ANEN-LS ® ® 16,50 6,35 6,20 0,80 1,00
1111955 ONHX 0606 ANEN-MP @) ® @ ® 16,50 6,35 6,20 0,80 1,00
1111956 ONHX 0606 ANEN-MK ® ® 16,50 6,35 6,20 0,80 1,00
1112053 ONHX 0606 ANEN-W* ® ® ® 1650635 620 - 6,00
1112284 ONKX 0606 ANEN-LP ® 6 ® ® ® @ ® ® ©® ® ©® 16,50 6,35 6,20 0,80 1,00
1112287 ONKX 0606 ANEN-MP & @& ® ® ©® @ 16,50 6,35 6,20 0,80 1,00
1112291 ONKX 0606 ANEN-MK ® @ 16,50 6,35 6,20 0,80 1,00
1111951 SNHX 1606 ANER-LP ® ©® ® @ ® © ® 6 16,50 6,35 12,50 0,80 2,20
1111952 SNHX 1606 ANER-MP @ ® ® @ ® 16,50 6,35 12,50 0,80 2,20
1111953 SNHX 1606 ANER-MK ® 16,50 6,35 12,50 0,80 2,20
1112281 SNKX1606 ANER-MP @& @ @ ® @ @ ® 16,50 6,35 12,50 0,80 2,20
1112282 SNKX 1606 ANER-MK 16,50 6,35 12,50 0,80 2,20
First choice | Primeira op¢ao | 12 opcién Stock item | Produto de stock | Itens destock () Available under request (see page A-9) | Disponivel sobre consuilta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

* Wiper insert with 4 rights and 4 left-hand cutting edges.

O Technical Data . 5
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MILLING

Face milling

PLUS 91245

GR[A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
Materia HB <— Wear Resistance Toughness —»
(Brinel) PH5705 | PH5320 | PHP920 | PH7920 | PHP930 | PHH930 | PH7930 | PH5740 | PHS740 | PH7740
1  Unalloyed Steel 125-220 v v v v v v
28 2 Low-Aloyed Steel 20280 [y e e
3 High-Alloyed Steel 280-380 v v v v v v
4 SS-Ferritic / Martensitic 200-330 ----------
M 5SS - Austenitic 200-330
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 ----------
7  Malleable Cast Iron 130-230
8  GreyCastlron 180-245 ----------
9  Nodular Castiron 160-250 v v v v v v v v
11 HeatResistant Super Aloys 200320 [ e e
. Good Conditions ‘ Average Conditions * Difficult Conditions

REC@MMEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables
Ve (m/min)

<— Wear Resistance
PH5705 PH5320

Material

Toughness —»
PHH930

HB
(Brinell)

PHP920 PH7920 PHP930

1 Unalloyed Steel 125-220 180-250  180-240  160-230
2 Low-Alloyed Steel 220-280 ______
3 High-Alloyed Steel 280-380 140220 140210  120-200
4 S5~ Ferritic / Martensitic 200330 [ 0 = A0
M 5  SS-Austenitic 200330 120-170

6 S5~ Austeniicferri (Dulex) 230260 I S 00450,
7 Malleable Cast Iron 130230 160290 150280 160270  160-260  150-250
8  Grey Castlron 180-245 ______
9 Nodular Cast iron 160250 140200 100190 120210 120200  100-200

1 HeatResstantSuper Aloys 200320 (18 A e

Vc (m/min)
Material (BrI?nBeII) <— Wear Resistance Toughness —»
PH7930 PH5740 PHS740 PH7740 SNH(K)X/ONH(K)X

Feed fz (mm/t)

1  Unalloyed Steel 125-220 160-220 140-220 140-200 015(0,25) 0.4
2 Low-Alloyed Steel 220-280 ____
3 High-Alloyed Steel 280-380 120-190 100-190 100-170 015(0,25) 0,4
4 SS-Ferritic / Martensitic 200-330 ____—
5 SS- Austenitic 200-330 120-160 110-160 01(0,20) 03
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—
7  Malleable Cast Iron 130-230 150-240 160-260 140-220 015(0,25) 0,4
@8 8 GreyCastlron 180-245 ____
9  Nodular Cast iron 160-250 100-190 120-200 100-190 014 (0,25) 0,4
11  Heat Resistant Super Alloys 200-320 _—_—

(Note 1) Cutting conditions ag/Dc=70%.
(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases: r \

- When using long shank;

- When using long tool overhang with arbor type;

- When application has poor clamping rigidity or when using a low rigidity machine.
(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

PDF
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PLUS 91245
ONHX | ONKX | SNHX | SNKX

C|H”|P=RE/A\|K<ER SELECT”@N GU"DE ” Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Selection Example:

Ve (m/min)

Material H <«— Wear Resistance Toughness —» Feed fz (mmjt) %

PH5705 PH5740 SNHX/ONHX =

7 Malleable cast ron 130-230 170 (190) 305 150 (170) 260 015 (0,25) 0,40 =
K 8  Grey castiron 180-245 180 (280) 350 155 (190) 290 014 (0,25) 0,40
9 Nodular castiron 160-250 ---- 13&210 ————————————— H5 (440) 160~ - - - - - - - - - - - - 0:#{0,25) 0.40

This example shows the recommended starting cutting conditions, indicated in Bold type.

Chip-Breaker Application

Material HB
(Brinell) 1%t choice Alternative
1 Unalloyed Steel 125220 £
2 Low-Alloyed Steel 220-280 E
3 High-Alloyed Steel 280380 E
4SS - Ferritic / Martensitic 200-330
M 5 SS- Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex) ~ 230-260
7  Malleable Cast Iron 130-230
K 8  Grey Castlron 180-245
9  Nodular Castiron 160-250
11  Heat Resistant Super Alloys 200-320

The points and letter (R or L) on the insert indicates the Wiper insert with 4 Right and 4 Left-hand cutting edges.
side that should be parallel to the workspace material. The side work of the insert it's indicated by the letter
R (Right) & L (Left).

WIPER INSERTS

F

e
Recommended Cutting Conditions:

_ -
- fz should be equal to 08 x Fyy / Z g &’

- Axial depth of cutis 0,5 to 0,8mm. R ¥

0,05 mm ~ 0,07 mm

Example:

- The width of the parallel land (F) of the insert is Imm.

- To obtain a good surface finishing, the feed per revolution should be a maximum of 80% of 1mm = 0,8mm.
- The wiper insert will have a parallel land (F,y) with a width of 6,0mm.

- Result: Feed per revolution (fry) could be increased from 0,8mm to 4,8mm (80% of 6,0mm).

Note: Other limitations, such as machine power, must be taken into consideration.

How to use a wiper insert:

- Since wiper is one corner use to standard cutters, please attach the insert with the parallel land down to the workspace cutting surface.
- The points and the letter (R or L) on the insert indicates the side that should be parallel to the workspace material.

- The side work of the insert it's indicated by the letter (R - Right & L - Left).

@ Technical Data P
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Face milling

LINEPRO 06045

@dg

Arbor Mounting
K,=450 | Vp=+190

@ Dc2

T
Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code o .
Cédigo Referenc!a Pastilha

Referencia (mm) Inserto
181163200 050A06045-04-19-022040 4 62 40 0,350 A 6,0 SE..T/W 1204
181148900 080A06045-06-19-027050 6 92 27 50 50 1,150 A 6,0 SE..T/W 1204 O
181163300 125A06045-07-19-040063 7 125 132 40 85 63 2,750 B 6,0 SE..T/W 1204 O

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SEH

000 ==

SEHW SEHT SEHT-LN SEHW | SEHT | SEHT-LN

k[ N Diensions

I
e [ | e ] e | P
Pradecode | 68 | 15 | 5 | 6 | 15 | 10 e

3 8| &8¢
Reference z z x x z
1110216 SEHT 1204 AFEN ® ® ® ® ® 12,70 4,76 12,70 280
oz serawen @ o
1112283 SEHT 1204 AFFN-LN ® 12,70 476 12,70 2,00
1110222 SEHW 1204 AFTN ® ® ® ® 12,70 4,76 12,70 2,80
First choice | Primeira opgdo | 12 opcion Stock item | Produto de stock | Itens destock  (©)  Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Q Technical Data
‘, pageA-234
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LINEPRO 06045 o &
SEHW | SEHT . "

Facing Slanted Shoulder
& Chamfer

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately

Key (Torx) (Tor)|((€¥\lm) Torque Value
p e D

A06045 - 50-160 P0501100 PT20 DT2050 50

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GR[A\\DES SELECT"@N GU"DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

o HB <— Wear Resistance Toughness —»
ateria ;
(Brinell) PH0910 PH6920 PH6740

1  Unalloyed steel 125-220
P 2  Low-alloyed steel 220-280
3 High-alloy steel 280-380
4SS - Ferritic / Martensitic 200-330
M 5 SS- Austenitic 200-330
6  SS- Austenitic-ferritic (Duplex) ~ 230-260
7  Malleable cast iron 130-230 v v . Good Conditions
8  Grey castiron 180-245 ———
9  Nodular cast iron 160-250 @ Average Condiions

Aluminium and Non Ferrous 30-130 _—_ * Difficult Conditions
REC@MMENDED CUTT" NG C@ND"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)
Material (Brl?r?ell) <— Wear Resistance Toughness —»
PH0910 PH6920 PH6740 SEHT 1204... | SEHT1204LN | SEHW1204...

N

=
o

Feed fz (mm/t)

1  Unalloyed Steel 125-220 150-230 130-160 0,10-0,20 0,10-0,20
N 2 LowAlloyed Steel 220280 ______
3  High-Alloyed Steel 280-380 130-180 100-130 0,10-0,20 0,10-0,20
4 SS-Ferritic / Martensitic 200-330 ______
M 5  SS- Austenitic 200-330 80-110 0,10-0,15 0,10-0,20
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—_—
7  Malleable Cast Iron 130-230 130-250 0,10-0,25 0,10-0,25
O 8  GreyCastlron 180-245 ______
9  Nodular Castiron 160-250 80-170 010-0,25 0,10-0,25

I 10 AumnmandNonferous 30430 | 350400 = - - 01003 | -

(Note 1) Cutting conditions ae/DC=70%
(Note 2) Cutting conditions should be ajusted according to the machine and work rigidity.
(Note 3) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

CH" P=REA|KER SELECT"@N GU"DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

1st choise Dificult Operations

Material

1  Unalloyed Steel 125-220 SEHT 12... AFEN SEHW 12... AFEN
2 Low-Alloyed Steel 220280  SEHTI2LAFIN - SEHWIL2LAFIN
3  High-Alloyed Steel 280-380 SEHT 12... AFTN SEHW 12... AFTN
4 SS-Ferritic / Martensitic 20033  SEHTI2LAFEN  SEHWIL2LAFEN
M 5SS - Austenitic 200-330 SEHT 12... AFEN SEHW 12... AFEN
6 SS- Austenitic-ferritic (Duplex)  230-260 [\ SEHWARLAREN e
7  Malleable Cast Iron 130-230 SEHT 12... AFEN SEHW 12... AFEN
@M & GreyCastiron 180245 SEHTI2.AFEN  SEHWIZ.AFEN
9  Nodular Castiron 160-250 SEHW 12... AFEN SEHW 12... AFTN

N

=
o

Aluminium and Non Ferrous 30130 [ SERTA2L ARFNALN.
Q Technical Data
& o pRAm A-77 Palb’t@ SINCE ;2 (o)

‘, pageA-234 ¢

MILLING

oo
=
£
@
o
i




)
=
=
=
=]

Face milling

LINEPRO 09945

-]

Arbor Mounting
K,=a50 | ¥p=+200 ~+21°

Reference Dimensions | Dimensdes | Dimensiones (mm)

Referéncia Pastilha
Referencia (mm) Inserto

Order code

Codigo

181034700 050A09945-04-20-U022040 4 50 63 22 40 40 036 A 6,0 SE..13T3 ®
oo cvomorin 5 ©  n & o om s @ wm s
181024300 080A09945-06-21-U027050 80 27 102 6,0 SE..13T3
10 1000950710050 m e w omm e
181024500 125A09945-08-21-U040063 -EE?-- 316 6,0 SE..13T3
181051400 250A09945-24-21-U060063L 24 250 263 172 13,89 6,0 SE..13T3

s 210>

SP[A\\RE P[A\\RTS " Complementos | Repuestos

Order separately Order separately
Cutter
@Dc ,,l @
Lol 5 o© &
A09945 - 50-80 P0351200 XT15 DT1530 30 CS130300 T0503509 .‘ /"'/ 7 _

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(7> Technical Data
Bg’g{s@ SINCE S ? ZZZ A-78 ‘,pageA B4 6v page A-242



LINEPRO 09945 s h
SEHT | SEHW "

Facing Slanted Shoulder
& Chamfer

SE... 13T3 " Inserts | Pastilhas | Plaquitas

SEHT SEHW SEHT-LN SEHT | SEHW | SEHT-LN

MILLING

SEHT-W SEHT-W
/(':\ g,
200 §
\) s B
t
E S

o [ [ o | Dineszes
okt | w | 5 | b5 | @ | b | 0 | e

PH6740

Reference
1110559 SEHT 1373 AGSN 13,35 3,97

(=) PH6920
IPPH6740

®

1110627 SEHT 1373 AGSN-W ® ® 13,35 39
First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

G R/IA\\D ES SELECT" @N GU ” DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

<«— Wear Resistance Toughness —»

Material
PH0910 PH6920 PH6740

Unalloyed steel 125-220
2 Low-alloyed steel 220-280
High-alloy steel 280-380
SS - Ferritic / Martensitic 200-330
M SS- Austenitic 200-330
SS - Austenitic-ferritic (Duplex) ~ 230-260
Malleable cast iron 130-230 v v ‘ Good Conditions
[ Grey cast iron 180-245 ———
Nodular cast iron 160-250 @ Average Conditions

\B Aluminium and Non Ferrous 30-130 _—_ * Difficult Conditions

Technical Data
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MILLING

Face milling

LINEPRO 09945

REC@M[M\\EN DED CUTT" NG C@N D "T” QNS ” CondicBes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

: Feed fz (mm/t)
Material <— Wear Resistance Toughness —»
prosto | phos20 | peo7a0 | SRR | SGRT | SGNAN | Ao
1  Unalloyed Steel 125-220 180-340  180-240  010-025 = = 010-0,30
W > Lo aloyedsiee o I e e
3 High-Alloyed Steel 280-380 180-330 140210  0,10-0,20 = = 0,10-0,30
4SS - Ferritic / Martensitic 200-330 -------
M 5  SS-Austenitic 200-330 - 130-180  0,10-0.20 =
6 SS- Austenitic-ferritic (Duplex) 230-260 -------
7  Malleable Cast Iron 130-230 = 160-260 010-025 010-0.25 = 0,10-0,30
9  Nodular Castiron 160-250 = 120200 010020 010-020 = 0,10-0,30

I 0 memeneavenroras o0 (50380 S [

(Note 1) Cutting conditions ae/DC=70%
(Note 2) Cutting conditions should be ajusted according to the machine and work rigidity.
(Note 3) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

CH " P=REA|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

1st choise Dificult Operations

HB
(Brinell)

Material

1  Unalloyed Steel 125-220 SEHT... AGSN =

3 High-Alloyed Steel 280-380 SEHT... AGSN -

4 ss-reriic/mertersitc 200330 [ SERRAG I s
M 5  SS-Austenitic 200-330 SEHT... AGSN SEHW... AGFN

6 s5-Austenticferrtc Oupied 220260 [ SERTAG I A

7 Malleable Cast Iron 130-230 SEHW... AGFN =

9  Nodular Cast iron 160-250 SEHW... AGFN =

=
=
o

(7> Technical Data
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LINEPRO 09945
SEHT | SEHW

WIPER INSERTS

Rec. Cutting Conditions
- Fyy at least 40% larger than fn (fnzfz xZ);
- Axial depth of cutis 0,5-0,8 mm;

Example:

- The width of parallel land (F) of the SEHT insert is 2,0 mm.

- With a cutter of 10 inserts and using a feed per tooth (fz) of 0,3 mm, the feed per revolution (fn) will be 3 mm, i.e. 66% bigger than the parallel land.
- To obtain a good surface finishing, the feed per revolution should be a maximum 80% of 2,0 mm = 1,6 mm.

- The wiper insert will have a parallel land (FW with a width of approximately 8,2 mm.

- Result: Feed per revolution fn) could be increased from 1,6 mm to 60% of 6,0 mm = 4,9 mm.

Note: Other limitations, such as machine power, must be taken into consideration.

©)
Z
=
=
=

Fig. A Fig. B

When using wiper insert, install the insert as shown on Fig. A.
If the insert is installed as shown on Fig. B breakage of the insert
is inevitable and normal surface finish can not been obtained.

, O Technical Data . 5
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Face milling

LINEPRO 00036

@ dg

Arbor Mounting ‘
K,=36° | Vp=+9° | Rp=7,0

Rererenen Dimensions | Dimensdes | Dimensiones (mm) ificati s
Order code o :
Cédign Referenc!a Pastilha
Referencia (mm) Inserto
181009800 066C00036-05-09-027055 5 66 475 27 48 55 0520 A 55 PD..1204 ®
181018100 100C00036-07-09-U032055 7 100 815 32 70 1,400 B 55 PD..1204
181002700 160C00036-09-09-U040055 160 1415 40 120 55 4,590 55 PD..1204
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

PD... 1204...

Inserts | Pastilhas | Plaquitas

PDMW PDHW

Dimensions
Dimensoes

Dimensiones
Grade code 86

ISO
Reference

1110555 PDMW 120420 T

s owmser ©

@) First choice | Primeira opgdo | 12 opcion Stock item | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

(N PH6125

n
m
i
%)
T
a
®
®

Q Technical Data

‘,pageA 24 “,7 -

P page A-242




LINEPRO 00036 e & &y
PDMW | PDHW . 7 9 ’

Facing Slanted Shoulder Helical Ramp down
& Chamfer Interpolation

SP/A\RE P[A\\RTS " Complementos | Repuestos

Order separately Order separately

ScrewCutter
" PR W,

C00036 - 66-80 P0451001  XT20 DT2050 50 HC01200 P0451001

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

REC@[M\\ME N D E D CUTT” N G C@ N D "T" @ NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

: : Feed fz (mm/t)
Material ; <— Wear Resistance Toughness —»
PH6920 PH6125 PH6135 PDHW / PDMW
1  Unalloyed Steel 125-220 150-230 160-190 150-180 0,25-0,50
AN 2 Low-Alloyed Steel 220280 14020 140180 140470 025050
3 High-Alloyed Steel 280-380 130-180 130-160 120-150 0,25-0,40
7 Malleable Cast ron 130-230 ____
K 8  Grey Castlron 180-245 130-230 0,25-0,60

9 Nodular Cast iron 160250 | 80290 = oxs0e

(Note 1) Cutting conditions ae/DC=70%
(Note 2) Cutting conditions should be ajusted according to the machine and work rigidity.
(Note 3) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolaco helicoidal | Bajada en rampa e interpolacion circular

Ramping | DLr Helical —t 5
Interpolation \ — g

Al
/'5 %A@

Blind hole
Flat bottom
@di=@DH - @Dc
Max Ramp a° i @DHmin @DHmax Max Pitch/Rev.

1133 20,9
1304 284
181,3 192
198,4 232
3013 18,6
BL.2 - 3184 208

Note: During helical interpolation do not exceed max Pitch.

i Technical Data
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TETRAEEED 16320 w

Proprietary milling line

‘@d

—

Arbor Mounting
K:=20° | V;=-7° | Rp=1,8 [ -

Reference Dimensions | Dimensdes | Dimensiones (mm)

Order code

b Referéncia Insert
Codigo Referencia
181152300 040A16320-07-07-016040 7 40 020 1,00 A XNKU 06...
181152400 050A16320-08-07-022040 50 A XNKU 06...
181152600 063A16320-09-07-022040 05 1,00 XNKU 06...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
M
-
Odg _ | | _

S
'\

14
alﬁim

Threaded Coupling ‘
K,=20° | ¥,=-7° | Rp=1,8

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications

Order code

181151300 016R16320-02-07-M08025 0,02 1,00 XNKU 06...
_—------__-
181151500 025R16320-04-07-M12035 4 XNKU 06...
_—------__-
£ 181178600 035R16320-05-07-M16035 1,00 XNKU 06...
_—------__-
181151700 040R16320-05-07-M16045 XNKU 06...
_—------__-
181151800 042R16320-07-07-M16035 7 0,24 1,00 XNKU 06... (@)
Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

(c3) Technical Data
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TETRAFEED 16320 w ~ e . &
XNKU . . - :

Facing Profilng Copying Ramp down Helical Plunging
Interpolation

MILLING

Weldon Shank
K,=20° | ¥,=-7° | Rp=1,8

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications

Referéncia Insert
Referencia

Order code
Codigo

181161000 016W16320-02-07-016150 2 16 0,19 1,00 XNKU 06...

181152000 025W16320-04-07-025180 1,00 XNKU 06...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

oo
£

E
-]

(7]
&
=

XNKU 06T3...

Inserts | Pastilhas | Plaquitas

XNKU-MP XNKU-MP XNKU-MP XNKU-MP
(PHP grade) (PHH grade) (PHS grade) P
_
(=
1O
]
iC S
] Dimensions
Dimensdes
Dimensiones
(mm)
38
Reference z z
; 1112802 XNKU 06T310-MP ® O ® ® ® ® 6,85 360 10,00 1,00
First choice | Primeira op¢ao | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
Disponible bajo consulta
S P[A\\RE P/A\ RTFS Complementos | Repuestos
Order separately
PEEN
A16320 - 40-63 P0250704 XT08 DT0812 120
W16320 - 20-32 P0250704 XT08 DT0812 1,20

~r =\ Technical Data
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MILLING
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TETRAEFEED 16320 W

Proprietary milling line

PR@G R[A\[M\\M" NG D/A\T/A\ " Dados para programacdo | Datos para la programacion

Programming Data
Insert

XNKU 06T310-MP 1.8 04 36 34

G R/A\D ES SELECT" ON GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
ol HB <— Wear Resistance Toughness —»
o (Brinel) PHP910 PHP920 PHP930 PHH930 PHS740
1  Unalloyed Steel 125-220 v v v v
2 2 Low-Alloyed Steel 20280 v v
3 High-Alloyed Steel 280-380 v v v v
4SS -Ferritic / Martensitic 200-330 _—_—_
M 5 SS- Austenitic 200-330
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 _—_—_
7  Malleable Cast Iron 130-230 . Good Conditions
8  Grey Castlron 180-245 _____
9 Nodular Cast iron 160-250 & #verage Conditions

Heat Resistant Super Alloys 200-320 _—_—_ * Difficult Conditions

H 2
=
=

REC@M/M\\EN DED CUTT" NG C@N D"T”@NS " CondicGes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)
Material (Brl;lr?ell) <— Wear Resistance Toughness —»
PHP910 PHP920 PHP930 PHH930 PHS740 XNKU 06..-MP

Feed fz (mm/t)

1 Unalloyed Steel 125220 180250  180-250  160-230 160-230 050-150
2N 2 Low-Alloyed Steel 2020 16020 U020 15619 - 150649 050150
3 High-Alloyed Steel 280-380 140230 160200  140-180 140-180 0550-150
4 S5-Ferritic / Martensitic 200330 ______
M 5 SS-Austenitic 200-330 100160 100-150 0550-1,40
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—_—
7 Malleable Cast Iron 130230 180300  180-320 160-300 0550-150
SN 8 GreyCastiron 180-245 ______
9  Nodular Cast iron 160-250 150-210 100-240 80-220 0,50-1,50

1 HeatResstantSuper Aloys 200320 (10 ] 3075 [ 3070, [ 0504301

(Note 1) Cutting conditions ag/Dc=70%.
(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine. s s
(Note 3) When using @Dc=16mm apply 70% or less feed (fz) from the table.

PDF VIDEO | /

(7> Technical Data
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TETRAFEED 16320
XNKU

SyeasSey

RAMPING AND HELICAL INTERPOLATION
Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular @ DH
Qdi

@ Lr |
Ramping o

@DHmin

Note: During helical interpolation do not exceed max Pitch.
(*) Down cutting is recommended, tool pass rotation should be counter-clockwise.

Helical
Interpolation

Blind hole
Flat bottom

(%) In case of ramping and helical interpolation, apply 70% or less feed (fz) from recommended cutting conditions table.

PLUNGING " Mergulho | Plunge

(di = @DH - @Dc

(@DHmax Max Pitch/Rev.

008-015 005-010 Smax = \/DCDr-DP?

S max and DR corresponding cutting diameter Dc (mm)

Dc (mm) XNKU 06...

1 39 44 49 56 58 6,2 6,4 70 71 79
2 s e0 68 W 81 &7 89 % 10 ;O
3 6,2 71 81 93 98 105 108 11,9 121 134

Note: Recommended for L < 4 Dc for extra long tool this step and side cut must be reduced.

) Technical Data
@
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PENTA HIFEED 06320

Proprietary milling line

O dg

Arbor Mounting
K,=20° | Vp=14° | Rp=2,5

e Dimensions | Dimensdes | Dimensiones (mm)
@d L

Orggtrjiggde Referéncia

Referencia
181129300 040A06320-05-14-016040 40 015 POKT 0403...
181129500 052A06320-06-14-022045 A POKT 0403...
181131300 066A06320-07-14-027050 50 0,55 10 POKT 0403...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Cylindrical Shank
K,=20° | ¥,=14° | Rp=2,5

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications

Orgggi;%de Referéncia Insert
Referencia

181147200 020E06320-02-14-020130 2 POKT 0403...

181131100 032E06320-05-14-032180 POKT 0403...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Technical Data
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Facing, Profiling Copying Ramp down Helical Plunging
Interpolation

MILLING

Threaded Coupling
K,=20° | ¥Vp=14° | Rp=2,5

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications

Referéncia Insert
Referencia

Order code

Codigo

181113500 016R06320-02-14-M08025 16 0,02 POKT 0403... ep
-—------——- -
181113700 025R06320-03-14-M12028 POKT 0403... §
-—------——- =
181129200 035R06320-05-14-M16035 5 POKT 0403...
-—-—-—-———-

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

POKT 0403...

POKT-MP POKT-MP

Inserts | Pastilhas | Plaquitas

Grade code

Dimensions
Dimensoes
Dimensiones

Reference
1112365 POKT 040305 ZDSR-MP ® @) @) @) ® ® 700 3,00 050
First choice | Primeira opcdo | 12 opcion @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

, Technical Data I
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PENTA HIFEED 06320

SPARE PARTS Complementos | Repuestos

Order separately Order separately

(@)

= .J J _—- )

= f el

= R06320 - 16-42 P0250503 XT08 DT0812 1,20
A06320 - 40-60 P0250503 XT08 DT10812 1,20

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GR[A\\DES SELECT”@N GU"DE ” Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
: <— Wear Resistance Toughness —»
Material
PH7910 PH7920 PH7930 PH7740
£
= 1  Unalloyed Steel 125-220
BN 2 LowAlloyed Steel 220-280 ____
& )
= 3  High-Alloyed Steel 280-380 ‘ Good Conditions
7 Malleable Cast Iron 130-230 ____
@ 8  GreyCastlron 180-245 @ verage Conditions
9  Nodular Castiron 160-250 _—_— * Difficult Conditions

REC@M/M\\EN DED CUTT" NG C@N D"T”@NS " Condices de corte recomendadas | Condiciones de corte recomendables

: HB : Ve (mfmin) Feed fz (mm/t)
Material (Brinell) <— Wear Resistance Toughness —»
PH7910 PH7920 PH7930 PH7740 POKT 04..-MP
1  Unalloyed Steel 125-220 180-250 180-240 160-220 140-200 0,50-1,50
28 2 Low-Aloyed Steel 220280 160230 160220 140200 13080 050151
3 High-Alloyed Steel 280-380 140-220 140-210 120-190 100-170 0,50-1,52
7 Malleable CastIron 130-230 _____
K 8  Grey CastIron 180-245 160-250 140-240 050-1,54

9 Nodular Cast ron 0250 10200 2000 - - 05015

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

PR@G R/A\M[M\\"NG D/A\T[é\\ " Dados para programacio | Datos para la programacion

Programming Data

POKT 0403... 25 12 43 40

PDF

*(5 Technical Data
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PENTA HIFEED 06320
POKT

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular D DH

D Lr d
Ramping = Helical
| Interpolation g% igi:

Blind hole
Flat bottom

(di = @DH - @Dc

Note: During helical interpolation do not exceed max Pitch.

PLUNGING " Mergulho | Plunge

008-015 005-010 Smax = \/DCDr-DP?

S max and DR corresponding cutting diameter Dc (mm)

Dc (mm) POKT 04...

16 20 25 32 35 40 42 50 52 63 66

Note: Recommended for L < 4 Dc for extra long tool this step and side cut must be reduced.

O Technical Data
‘,pageA 234 éé page A-242 Aol &glg’[g@ SINCE E ? i%

MILLING

Hifeed milling



HIFEED 06410 A
Proprietary milling line

adg

% ad
=
= |
= L
| |
M3 A
/} ‘\ r) i
Arbor Mounting |
K,=100 | Yp=+20 | Vi=+20 | Rp=2,0 @Dc

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert

Order code Referéncia Pastilha

Codigo Referencia @d L (in) Inserto

~ 181149800 040A06410-05-02-016040 40 0,157 1,00 A SO..0803...

E -—--------_-
E 181149900 052A06410-06-02-022045 45 0331 1,00 SO..0803...

= Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta

Weldon Shank
K,=100 |V p=+20 | Vg=+20 | Rp=2,0

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert

Orgggicc;de Referéncia Pastilha
s Referencia 0d L & (mm) Inserto
181076300 020W06410-02-02-020130 20 75 0,360 1,00 SO..0803...
181076400 025W06410-03-02-025140 0,410 SO..0803...
181076500 032W06410-04-02-032150 4 32 90 0,760 1,00 SO..0803...
Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta

()v, Technical Data
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HIFEED 06410 ~ \e . &
SOEW | SOET . . P 5) I

Facing Profiling Copying Ramp down Helical Plunging
Interpolation

2dg

Threaded Coupling
K,=100 | Yp=+20 | Vi=+20 | Rp=2,0

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Codico Referéncia Pastilha
g Referencia oM L Inserto

181071900 020R06410-02-02-M10025 2 0,040 1,00 SO..0803...

181076700 032R06410-04-02-M16035 4 0,160 SO..0803...

181076900 042R06410-05-02-M16035 5 35 0,220 1,00 SO..0803...
@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta

S0O...0803...

Inserts | Pastilhas | Plaquitas

SOEW

SOET

“ M Dimensions

P

it
\—|

o
1SO [-%
Reference x

®

1111884 SOEW 080310 S

(M| PHP920
(CNFPHPO10

First choice | Primeira op¢do | 12 opcién Stock item | Produto de stock | Itens de stock O Avaitable under request | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
Disponible bajo consulta

, Technical Data I
‘ pageA-234 o~ 1 a page A-242 A-93 Pablt@ M
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HIFEED 06410

SP[A\\RE P/A\RTS ” Complementos | Repuestos

Order separately

Key (Torx) (Tor)l((%m) Torque Value
Cutter

©)
=
= @Dc o )
- a m
= ’ - -~ @
A06410 - 40-52 P0300800 XT09 DT0914
WO06410 - 20-32 P0O300800 XT09 DT0914

PR@G RA\M[M\\"NG D[A\\T/A\ " Dados para programacio | Datos para la programacion

Programming Data
Insert
Rp X b ae

SO... 0803.. 20 08 6.8 6,3

oo
£

E
~

[T
&
=

G R[Q\\D ES SELECT" @N GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

. HB <— Wear Resistance Toughness —»
Material (Brinell)
e PHP910 PHP920 PHH930 PH7740

1  Unalloyed Steel 125-220 v v v
28 2 Low-Alloyed Steel 20280 v e e
3 High-Alloyed Steel 280-380 v v v
4 SS-Ferritic / Martensitic 200-330 ____
M 5  SS-Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex)  230-260 ____
7  Malleable Cast Iron 130-230
8  Grey Castlron 180-245 ____
9  Nodular Castiron 160-250

oot Rt Sper Alys 20020 I A A A

‘ Good Conditions

H 2
=
[

‘ Average Conditions
* Difficult Conditions

*(5 Technical Data
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HIFEED 06410
SOEW | SOET

REC@M/M\\EN DED CUTT" NG C@N D"T”@NS " CondicGes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

Feed fz (mm/t)

Toughness —»
PH7740

<«— Wear Resistance
PHP910

Material

PHP920 PHH930 SOEW 08.. | SOETO08...

1  Unalloyed Steel 125-220 180-250 180-250 140-200 0,40-1,80 0,40-1,80
2 Low-Alloyed Steel 220-280 ______
3 High-Alloyed Steel 280-380 140-230 140-220 100-170 0,40-1,50 =
4 Ss-Ferritic / Martensitic 200-330 ______
M 5SS - Austenitic 200-330 120-170 110-160 0,40-1,30
6 SS- Austenitic-ferritic (Duplex)  230-260 ______
7  Malleable Cast Iron 130-230 180-300 160-270 0,40-1,80 0,40-1,80
O 8 GreyCastlron 180-245 ______
9  Nodular Castiron 160-250 150-210 120-210 0,40-1,80 =

et ResstantSuper Aloys 200320 (1[0 00 [ S0900 = (040007

(Note 1) Cutting conditions ag/Dc=70%.

H
=
=

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.
(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;

- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material HB
(Brinell) 1st choise Dificult Operations

1  Unalloyed Steel 125-220 SOET 08... SOEW 08...

2 Low-Alloyed Steel 20280 | SOEWOB. -

3 High-Alloyed Steel 280-380 SOEW 08... =

4 SS-Ferritic / Martensitic 200-330 [ SOETO8. e
M 5SS - Austenitic 200-330 SOET 08... =

6  SS- Austenitic-ferritic (Duplex)  230-260 [/ SOET08... e

7  Malleable Cast Iron 130-230 SOET 08... SOEW 08...

8  Grey Castlron 180245 [ SOEWOS. -

9  Nodular Castiron 160-250 SOEW 08... =

Heat Resistant Super Alloys  200-320 [ SOBT 08,

I 2
=
=

, Technical Data
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HIFEED 06410
RAMPING AND HELICAL INTERPOLATION

A
Descida em rampa e interpolacao helicoidal | Bajada en rampa e interpolacién circular
Lr ‘ @ DH
% Ramping Helical
= Interpolation
>

Blind hole
Flat bottom

(@di = @DH - @Dc

Max Ramp a° i (Z)DHmin @DHmax Max Pitch/Rev

Hifeed milling

1000

Note: During helical interpolation do not exceed max Pitch.

Technical Data
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HIFEED 06410
SOEW | SOET

PLUNG I NG " Mergulho | Plunge

0,08-0.15 0,05-0,10 Smax = V/DC.DR-DR?

MILLING

S max and DR corrsponding cutting diameter Dc (mm)

Dc (mm)

DR (mm)

Note: Recommended for L < 4 Dc for extra long tool this step and side cut must be reduced.

oo
£

E
-]

(7]
&
=

PDF

‘, pageA-234 ¢
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HIFEED 06690

Proprietary milling line

Arbor Mounting
K,=10° |V p=+5° | Rp=2,5

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code o :
Cecigo Referenc!a Pastilha
Referencia Inserto
181069100 050A06690-04-05-022045 0,274 150 SO..13M5...
181029800 052A06690-04-05-022045 4 45 0,290 150 A SO..13M5...
181029900 066A06690-05-05-027050 5 50 0,550 150 A SO..13M5...
181113100 100A06690-08-05-032050 100 50 1,500 150 SO..13M5...
) Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Threaded Coupling
K,=10° | Yp=+5° | Ry=2,5

Order code Reference

Codico Referéncia Pastilha
g Referencia Inserto
181038700 032R06690-03-05-M16035 0,145 150 SO..13M5
181038800 042R06690-04-05-M16035 42 35 0,194 150 SO..13M5
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

*(5 Technical Data
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N
Comn 50T~ SRy

Facing Profiling Copying Ramp down Helical Plunging
Interpolation

SO...13M5...

SOEW | SOEW-MD
SOEW SOEW-MDw ) /
\

SOET

Inserts | Pastilhas | Plaquitas

MILLING

2
M |« S Dimensions =
PVD I?imen;ées _E
Dimensiones @
xs | 11 [ 66 [ P3| xo | 66 | X5 | 11 | G6 | X9 | G6 (mm) £
(=] o ==
o o
(o)) (o))
o o
xI I
a o
@ ®
® ®
1112147  SOET 13M520-MS ® £ <) ® ©) ® 1243 500 20 =
First choice | Primeira opg&o | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9
@ Stock available until sold out | Stock disponivel até acabar o stock | Stock disponible hasta acabar el stock

SP/A\RE P/A\RTS " Complementos | Repuestos

Order separately

Key (Torx) (Tor:((?)“lm) Torque Value |Retaining Screw
Cutter
e S L 2 H P

R06690 - 32 - 42 P0401200 XT15 DT1530 3
A06690 - 100 P0401200 XT15 DT1530 3 D1603500

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

Technical Data

‘,pageAQaA v e page A-242
’




HIFEED 06690

G R[A\D ES SELECT"@N G U " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

<— Wear Resistance Toughness —»

) HB
Material A
(Brinell) PHP910 PHP920 PHH930 PH7740

MILLING

1  Unalloyed Steel 125-220
W > Lovsloyedstes 220280 _—_—
3 High-Alloyed Steel 280-380
4SS -Ferritic / Martensitic 200-330 _—_—
M 5  SS-Austenitic 200-330
6 SS- Austenitic-ferritic (Duplex) ~ 230-260 _—_—
7  Malleable Cast Iron 130-230
9  Nodular Cast iron 160-250 ‘ Average Conditions

=
[

oo
£

E
~

[T
&
=

REC@/M\\MEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)
<— Wear Resistance Toughness —»

PHP910 PHP920 PHH930 PH7740

Feed fz (mm/t)

: HB
Material (Brinell)

SOEW MD SOET MS

1 Unalloyed Steel 125220  180-250  180-250 - 140200 050-210 050220 050-2,10

3 High-Alloyed Steel 280380 140230  140-220 - 100170  050-200 050-2,10 -

4 So-Fertic/Marterstic 200330 -------
M 5 SS- Austenitic 200-330 120-170  110-160 - 0,50-1,80

6  SS- Austenitic-ferritic (Duplex) ~ 230-260 -------

7 Malleable Cast Iron 130-230 180300  160-270 - 140-220  050-210 050220 050-2,10

9  Nodular Castiron 160-250  150-210  120-210 - 100190  050-210 0,50-2,20 -

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

® Technical Data

‘,pageA 24 “,7 -
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HIFEED 06690
SOEW | SOET

CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

: HB
Material (Brinell) = = =
1st choise Dificult Operations G)
1  Unalloyed Steel 125-220 SOEW-MD SOEW-S %
|
3 High-Alloyed Steel 280-380 SOEW-MD SOEW-S
M 5SS - Austenitic 200-330 SOET-MS =
7  Malleable Cast Iron 130-230 SOET-MS SOEW-S
9  Nodular Cast iron 160-250 SOEW-MD SOEW-S

H 2
[y
-

oo
£

E
~

(7]
&
=

PR@G R[A\/M\\M"NG D/A\T/A\ " Dados para programacao | Datos para la programacion

Programming Data

Rp X b ae

SO... 13M5.. 25 11 105 100

Technical Data P 5
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HIFEED 06690

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolac3o helicoidal | Bajada en rampa e interpolacion circular

Lr

Ramping Helical | —t
Interpolation T

Blind hole
Flat bottom

@di = @DH - @Dc

Ramping Helical Interpolation

Max Ramp a° @DHmin @DHmax Max Pitch/Rev.

Note: During helical interpolation do not exceed max Pitch.

Technical Data
A-234 A-202
v page $ 3 e

A-102




HIFEED 06690
SOEW | SOET

PLUNG" NG " Mergulho | Plunge

)
=
—
010-020 007-014 Smax = DCDRDR? =

S max and DR corresponding cutting diameter Dc (mm)

32 35 42 63 66 80

oo
£

E
-]

(7]
&
=

Note: Recommended for L < 4 Dc for extra long tool this step and side cut must be reduced.

‘
J
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HIFEED 06815

Proprietary milling line

©
e

Arbor Mounting ‘
K,=15° | Yp=+20 | Rp=45

T
Order code Reference

Codico Referéncia Pastilha
8 Referencia (mm) Inserto
181100400 063A06815-05-02-027050 5 50 0,460 3,50 A SO..1605...
181082000 080A06815-06-02-027050 6 50 0,900 3,50 A SO..1605...
181082200 125A06815-10-02-040063 10 125 40 90 63 2,900 3,50 B SO..1605... ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

S0O...1605...

SOEW SOEW
Q Q R | F E”
Ny 1

SOET SOET

il

Inserts | Pastilhas | Plaquitas

PVD -

W ien
Dimersies
1—|

IS0 ;’;:‘
Reference o
®

1111907 SOEW 160512 S

3 PH7910
©3 PH7920
(ZN PH7740

(=N PHP910
3 PH7910
©3 PH7920
® LLD)

1640 526 1,20 150

First choice | Primeira opgdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

@ Stock available until sold out | Stock disponivel até acabar o stock | Stock disponible hasta acabar el stock

O Technical Data

‘,pageA 24 “,7 -

P page A-242
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Facing Profiling Copying. Ramp down Helical
Interpolation

SP[A\\RE P/A\RTS ” Complementos | Repuestos

Order separately Order separately

Key (Torx) (Tor:((?s‘im) Torque Value D\}\#eﬁxﬁs
Cutter
@Dc & ) -
b 07 D PO~
A06815 - 63-80 P0501302 PT20 DT2050 50

A06815 -125 P0501302 PT20 DT2050 50 J0164110 SD6368-16

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

G R[A\\D ES SELECT" QN GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

<«— Wear Resistance Toughness —»

Material
PHP910 PHP920 PHH930 PH7740

1  Unalloyed Steel 125-220 v v v
28 2 Low-Alloyed Steel 20260 v v

3 High-Alloyed Steel 280-380 v v v

4 SS-Ferritic / Martensitic 200330 e
M 5  SS-Austenitic 200-330 v v

6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—

7  Malleable Cast Iron 130-230 ‘ Good Conditions
QN 8 GreyCastlron 180-245 ____

9  Nodular Cast iron 160-250 @ Average Condtions

H
=
=

Heat Resistant Super Alloys 200-320 _—_— ,. Difficult Conditions

REC@M[M\\EN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)
<— Wear Resistance Toughness —»
PHP910 PHP920 PHH930 PH7740

Feed fz (mm/t)

Material

HB
(Brinell)

SOET MS...

1 Unalloyed Steel 125220 180250  180-250 - 140-200 050-210 050-2,20
2 Low-Alloyed Steel 220280 160240 160230 - 130180 050210 050220
3 High-Alloyed Steel 280380 140230  140-220 - 100-170 050-2,00 050-180
4 S5-Ferritic / Martensitic 200330 ______
M 5  SS-Austenitic 200-330 120170 110-160 050-180
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 _—_—_—
7 Malleable Cast Iron 130230  180-300  160-270 - 140-220 050-210 050-2,00
QN 8 GreyCastiron 180245 160250 140250 - 120210 050210 050200
9  Nodular Cast iron 160250 150210  120-210 - 100-190 050-210 050-180

H
=
[

Heat Resistant Super Alloys 200320 {11 = 0 [1= (1304001 11130400 [ 11040430

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.
(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;

- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

, ,: > Technical Data I
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HIFEED 06815

A —
CH "P=RE/A\|K<ER SELEC-”—"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacion del rompevirutas

Material HB
% (Brinell) 1st choise Dificult Operations
= 1  Unalloyed Steel 125-220 SOET 16... SOEW 16...
= 2 Low-Alloyed Steel 20280 [ SOEwie. [ -
= 3  High-Alloyed Steel 280-380 SOEW 16... -
4 SS-Ferritic / Martensitic 200330 [ SOETI6. e
M 5  SS-Austenitic 200-330 SOET 16... =
6 SS-Austenitic-ferritic (Duplex) 230260 [ USOETI6.. e
7  Malleable Cast Iron 130-230 SOET 16... SOEW 16...
W 5 GreyCastiron 180245 [ SOBWA. e
9  Nodular Castiron 160-250 SOEW 16... =
1L Heat ResstantSuper Aloys  200-320 [ SOBTA6. 1

PR@G R/A\MM"NG D/A\T/A\ " Dados para programacio | Datos para la programacion

Programming Data
Insert

SO... 1605.. 45 23 135 128

oo
£

E
~

[T
&
=
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RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacao helicoidal | Bajada en rampa e interpolacién circular

Lr @ DH

Ramping Helical
S Interpolation

Blind hole
Flat bottom

@di = @DH - PDc

@DHmin @DHmax Max Pitch/Rev.

@v Technical Data

P page A-242
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HIFEED 06815
SOEW | SOET

PLUNGING " Mergulho | Plunge

S max and DR corresponding cutting diameter Dc (mm)

oo
=
]
-]
I
(7
=
=

Note: Recommended for L < 4 Dc for extra long tool this step and side cut must be reduced.
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HIFEED 50560

)
=
=
=
=]

Arbor Mounting
Yp=+5° | Rp=3,2

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code
@d

i Referéncia Ap max Arbor
Referencia

Pastilha

L Inserto

- 181020800 052C50560-04-05-022053 4 52 22 40 53 0,390 15 A WD...1204... ®
| 18102000 0G6CS0560-05-05-027053 5 66 27 48 53 0640 15 A WD.LO4. O
E 181020300 080C50560-06-05-027053 6 80 27 60 53 1,060 15 A WD...1204... ®
| 18172400 0G3CS05600505027053 5 63 7 48 5 0% 15 A WD.104 &

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP[A\\RE P/,A\\RTS " Complementos | Repuestos

Order separately Order separately

ScreévDCutter ,-r‘ J
C Nm
& -7 Q@ F

A50560 - 52-80 P0451001 XT20 DT2050 50 HC01200 P0451001

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

O Technical Data
P page A-242
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HIFEED 50560 s s? s P
WDET | WDMW :
WDMO 12@4000 Inserts | Pastilhas | Plaquitas
WDET WDET
R

7N
>4

®ic

(@
g/zzizm

WDMW

Dimensions
Dimensdes
Dimensiones
(=] (=3 (=]
N o N
~ ~ ~
I I I
o o o
1112148 WDET 120420-MS ® @ ® 1200 476 119 200
First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

GR[A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

<— Wear Resistance Toughness —»

Material
PH7910 PH7920 PH7930 PH7740

1  Unalloyed Steel 125-220
2 2 Low-Alloyed Steel 220-280 _—_—
3 High-Alloyed Steel 280-380
4 SS-Ferritic / Martensitic 200-330 _—_—
M 5  SS- Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—
7  Malleable Cast Iron 130-230 ‘ Good Conditions
8  GreyCastlron 180-245 ____
9  Nodular Cast iron 160-250 @ Average Conditions

Heat Resistant Super Alloys 200-320 _—_— a8 Difficult Conditions

H 2
=
[

, Technical Data I
A a2 oy a page A-242 A-109 Pab’t@ @—%
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HIFEED 50560

REC@M/M\\EN DED CUTT" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

9 Material il <— Wear Resist 5 (m/mm) Tough Feed 2 (mm/t)
Z (Brlnell) ‘ear resistance oughness —»
= PH7910 PH7920 PH7930 PH7740 | WDMW12.. | WDET12..
= 1 Unalloyed Steel 125220  180-250 180240 160220 140200 030150 030130
2 Low-Alloyed Steel 220280 160230 160220 140200 130180 030150 030130
3 High-Alloyed Steel 280380 140220 140-210 120190 100170 030130 030100
4 SS-Ferritic / Martensitic 20033 | 140200 | 130180 | - 030130
M 5  SS-Austenitic 200-330 120160 110-160 - 030-130
6  SS-Austenitic-ferritic (Duplex) 230260 [ 100440 | 90150 | -
7  Malleable Cast Iron 130230 180300  160-260 140220  030-150 -
Q8 8  GreyCastlron 180245 160250 140240 120210 030150 -
9  Nodular Cast iron 160250 150200  120-200 100190  0,30-140 -

Heat Resistant Super Alloys 200320 | = |- 30400 [ 30400 | - | 030400

(Note 1) Cutting conditions ag/Dc=70%.

H
=
[

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

oo
£

E
=

7
&
=

(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

When using WDET insert, please remove the washer and the washer screw, otherwise it will break the insert.

CH ” P=RE/A\|K<ER SELECT”@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacion del rompevirutas

Material HB
(Brinell) 1st choise Dificult Operations

1  Unalloyed Steel 125-220 WDET 12... WDMW 12...

2 Low-Alloyed Steel 220280 [ wWDMWI2. e

3 High-Alloyed Steel 280-380 WDMW 12... -

4 SS-Ferritic / Martensitic 200330 [ WRET 120 e
M 5  SS- Austenitic 200-330 WDET 12... =

6  SS- Austenitic-ferritic (Duplex)  230-260 [ WDET 22,0 e

7  Malleable Cast Iron 130-230 WDMW 12... =
B 5 GreyCastion 180245 (1 WDNNER..

9  Nodular Castiron 160-250 WDMW 12... =

S 11

HeatResstant Super Aloys 200320 [ WBET B2 e

Technical Data
767"’ page A-242
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HIFEED 50560
WDET | WDMW

PR@G R[A\\MM" NG D[A\\T/A\ " Dados para programacdo | Datos para la programacion

Programming Data
Insert

(©)

zZ

Rp X b 3 =

=l

WD... 1204 32 07 72 70 >

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolaco helicoidal | Bajada en rampa e interpolacion circular

oo
£

E
~

(7]
&
=

DLr ! ‘

Ramping Helical
Interpolation

Pitch

Blind hole
Flat bottom

(di = @DH - @Dc

Note: During helical interpolation do not exceed max Pitch.

Technical Data P 5
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HIFEED 50060

O dg

9
Z
T
=
=

Arbor Mounting
Yp=0° | Rp=3,5

Reference Dimensions | Dimensdes | Dimensiones (mm)

Referéncia Pastilha

Order code

Cadigo R @d L (mm) Inserto

- 181020400 052A50060-03-022045 45 0,320 18 A WN... 1207
= -—--------_-
= 181028700 066A50060-04-027050 0,597 WN... 1207
= -—--------_-
181020100  080A50060-05-027050 5 50 1,000 18 A WN... 1207 ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Threaded Coupling
’Yp=0° | Rp=3,5

Reference
Orgggiczde Referéncia Pastilha
g Referencia (mm) Inserto
181039000  035R50060-02-M16035 2 35 M16 29 35 0,166 18 WN... 1207 ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consuita (mire pagina A-9)

Technical Data
‘, page A-234 5 3 6 page A-242

A-112
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Facing Profiling Copying. Ramp down Helical
Interpolation

WNMW 1207 " Inserts | Pastilhas | Plaquitas

WNMW WNMW
R

MILLING

AN L
)

i K Dimensions
Dimerses
.“ i
&)
Reference
1121148 WNMW 1207-SP ® ® ® ® ® ® 12,00 700 11.90 200
First choice | Primeira opcao |12 opcion @) Stock item | Produto de stock | Itensdestock () Available under request (see page A-8) | Disponivel sobre consilta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

oo
=

]
-]

]
=
=

SP/A\RE P//A\\RTS " Complementos | Repuestos

Order separately
Insert Screw

Key (Torx) (Tor)|((€¥\lm) Torque Value

Y DD

R50060 - 35 P0451400 XT20 DT2050 50

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GRADES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

Materia HB <— Wear Resistance Toughness —»
aterial ;
(Brinell) PH7910 PH7920 PH6125 PH6135

1  Unalloyed Steel 125-220 v v v v
2 2 Low-Alloyed Steel 220-280 I
3 High-Alloyed Steel 280-380 v v v v . Good Conditions
7  Malleable Cast Iron 130230 v v
K 8  Grey Castlron 180-245 v v @ Average Conditons
9 Nodular Castiron 160-250 v | oifitCondtions

Q Technical Data I ‘E >
e A-242
e P A-113 &gmg!m @ SINCE o
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HIFEED 50060

REC@M[M\\EN DED CUTT" NG C@N D "T" QNS ” Condicdes de corte recomendadas | Condiciones de corte recomendables

: HB , Ve (m/min) Feed fz (mm/t)
O Material (Brinell) <— Wear Resistance Toughness —»
Z PH7910 PH7920 PH6125 PH6135 WNMW 12...
j 1  Unalloyed Steel 125-220 180-250 180-240 160-190 150-180 0,30-1,50
= B 2 LowAloyed Steel 220280 160230 160220 140180 140170 030150
3  High-Alloyed Steel 280-380 140-220 140-210 130-160 120-150 0,30-1,30
7 Malleable Cast Iron 130230 180300 160260 - - 030150
K 8  Grey Castlron 180-245 160-250 140-240 - - 0,30-1,50

9 Nodular Cast iron 160250 150200 120200 - 030140

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

oo
£

E
~

[T
&
=

PR@G R[A\MM" NG D/A\T/A\ " Dados para programacao | Datos para la programacion

Programming Data
Insert

WNMW 12 35 09 84 80

(j Technical Data
P page A-242
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HIFEED 50060
WNMW

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

| DLr Helical
‘ Interpolation

Ll

Q’a /4 G
sll/(©)
Blind hole
@ Dc Flat bottom
@di = @DH - @Dc
Max Ramp a° Max ap Min Lr @DHmin @DHmax Max Pitch/Rev

343 B2 )

109,22
124,0

1430
1146 ) 1580

Note: During helical interpolation do not exceed max Pitch.

PLUNGING " Mergulho | Plunge

0,10-0,20 0,07-0,14 Smax = VDCDR-DR?

S max and DR corresponding cutting diameter Dc (mm)

Note: Recommended for L < 4 Dc, forL > 4DC steps must be reduced to 40%.

, f: a ; Technical Data
‘ pageA-234 o1y pageA-22 A-115 &glg’[g@ SINGE E ? i%
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HIFEED 06590

f—
J—

Weldon Shank
Yo=+5° | Rp=1,8

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code g :
Codi Referéncia Pastilha
odigo :
Referencia ( ) Inserto
181047600 020W06590-02-05-020130 2 20 75 0,250 SP... 08T3...
181047700 025W06590-03-05-025140 0,431 SP... 08T3...
181047800 032W06590-04-05-032150 4 0,780 SP... 08T3...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Threaded Coupling
Y=+5° | Rp=1,8

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Codico Referéncia Pastilha
g Referencia oM L Inserto

181031100 020R06590-02-05-M10025 2 20 25 0,040 12 SP... 08T3... ®
181029600 032R06590-04-05-M16035 4 35 0162 12 SP... 08T3...
181031000 042R06590-05-05-M16035 5 35 0,215 SP... 08T3...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

® Technical Data

‘,pageA 24 “,7 -

P page A-242
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Facing Profiling Copying. Ramp down Helical
Interpolation

SP...08T3...

Inserts | Pastilhas | Plaquitas

SPKW SPKT SPKW | SPKT

MILLING

PVD Dimensoes
Dimensiones
GGrdecode | @ | @ | @ | o

8 8 s
® IS0 e 2 =
Geometry code Reference x z _E
1111364 SPKW 08T308-E ® @ &
=
1111314 SPKT 08T308-E ® ® ® 8,50 3,97
First choice | Primeira op¢do | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
SP/,A\\RE P/A\R]FS " Complementos | Repuestos
Order separately
Key
o Key (Torx) (Torx-Nm) Torque Value
F e 2D
WO06590 - 20-32 P0300800 XT09 DT0914 14

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

Technical Data 4 7
P PAR@ e |55,



HIFEED 06590

A REC@/M\\MENDED CUTT” NG C@ND"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min) Feed fz (mm/t)

(©) [ EEE]
Z
= PH6920 SP ... 087308
= 1  Unalloyed Steel 125-220 150-230 0,30-1,50
= 2 Low-Alloyed Steel 20280 w0220 | 030450
3 High-Alloyed Steel 280-380 130-180 0,30-1,30
4 SS-Ferritic / Martensitic 20033 [ 0460 030440
M 5  SS- Austenitic 200-330 100-150 0,30-1,40
6  SS-Austenitic-ferritic (Duplex) 230260 [ 70410 030420
7  Malleable Cast Iron 130-230 150-280 0,30-1,50
B & GreyCastiron 180245 [ 09307 [ 0300
9  Nodular Castiron 160-250 80-190 0,30-1,40

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) Use only air.

(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

oo
£

E
~

[T
&
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CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material HB
(Brinell) 1st choise Dificult Operations

1  Unalloyed Steel 125-220 SPKT 08... SPKW 08...

2 Low-Alloyed Steel 20280  SPkwos. -

3 High-Alloyed Steel 280-380 SPKW 08... =

4 SS-Ferritic / Martensitic 20033 [ SeKTOR. -
M 5SS - Austenitic 200-330 SPKT 08... =

6  SS-Austenitic-ferritic (Duplex) 230260 | SPKWOB.. | sPkwos.

7  Malleable Cast Iron 130-230 SPKT 08... SPKW 08...
@M 5 GreyCastliron 180245 skwos. -

9  Nodular Cast iron 160-250 SPKW 08... =

PR@G R/A\MM"NG D/A\T/A\ " Dados para programacio | Datos para la programacion

Programming Data

SP.. 08T3... 19 0,7 56 6,6

® Technical Data

?,pageAQM “,7 -

P page A-242
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HIFEED 06590
SPKW | SPKT

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular ® DH
| D di | G)
@ Lr | ‘ %
—
Ramping Helical @ § =
Interpolation k Fa =
R QQ

Blind hole
Flat bottom

(di = @DH - @Dc

Ramping Helical Interpolation

Max Ramp a° i @DHmin @DHmax Max Pitch/Rev.

oo
=
]
-]
I
(7
=
=

Note: During helical interpolation do not exceed max Pitch.

PLUNGING " Mergulho | Plunge

S max and DR corresponding cutting diameter Dc (mm)

Dc (mm)

DR (mm)
20 25 32 35 42

Note: Recommended for L < 4 Dc for extra long tool this step and side cut must be reduced.

& = g Technical Data
A-24 @) A-282
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HEXAPLUS 49590 W

@dg

)
=
=
=
=]

Arbor Mounting
Ki=90° 1 Y,=-6°

Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code Refrence —

Codi Referéncia Pastilha
(Welffo Referencia Arbor Type Inserto
181174900  040A49590-03-06-016040 75 WNXT 0806...
__--------_-
181173400  050A49590-04-06-022040 4 75 WNXT 0806...
__--------_-
181173500  063A49590-05-06-022040 63 75 WNXT 0806...
__----_-
- 181173700 080A49590-07-06-027050 75 WNXT 0806...
= __--------_-
: 181173900  100A49590-08-06-032050 100 75 WNXT 0806...
E __--------_-
& 181174100 125A49590-11-06-040063 11 125 75 WNXT 0806...
__--------_-
@) stockitem | Produto de stock | Itens de stock O /S\i/sc‘:jﬂsgl; :Efaijeg Eiﬂ:;stta | Disponivel sobre consulta
Od
|
11
11
i
TIT
ik
i1
ik -
ik
ik
at
7] al —
@
Weldon Shank 4}
Ki=90° I Y,=-6° @Dc
Order code ReferAenc.e Dimensions | Dimensdes | Dimensiones (mm) Specifications Insgrt
oo Referénci — e
181174300  032W49590-02-06-032125 32 WNXT 0806...
__------__-
181174500  040W49590-03-06-032130 WNXT 0806...
__------__-
181174700  050W49590-04-06-032140 4 WNXT 0806...
__------__-
@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta

Disponible bajo consulta

(7> Technical Data
Palblt @ SINGE g? <S A-120 ‘, page A-234 ‘,,v page A-242



HEXAPLUS 49590 w N ‘“ &
WNXT . g I

Facing. Shouldering Helical Plunging
Interpolation

WNXT " Inserts | Pastilhas | Plaquitas

WNXT w

MILLING

NEW

) Reference
G trv cod Referéncia
EOIELYICOCE Referencia
1113000 WNXT 080608 PNSR-MP ® (@) ® ® 12,7 6,3 08 41
@ First choice | Primeira opedo | 12 opcién @) stock item | Produto de stock | Itens de stock (O Available under request | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

Disponible bajo consulta

SPARE PARTS Complementos | Repuestos

DIN 6368 Retaining
Torque Value

f*@»@a

W49590-32-50  P0401200 XT15 DT1530 30 - -

A49590-50-63  P0401200 DT1530 30

A49590 - 100 P0401200 PT15 DT1530 30 J0164110  SD6368-16 =

1)
=
£
T
7
=
=
o
=
(72}

Technical Data

‘,pageA 34 64: W’é page A-242 A1 gg{g{g@ SINCE E ? ZZ;



HEXAPLUS 49590 W

GR[A\D ES SELECT"@N GU” DE " Guia para seleccdo de graus | Tabla para seleccion de calidades

Grades

HB <— Wear Resistance Toughness —»

MILLING

[V EWE] :
(Brinell) PHP920 PHP930

1  Unalloyed Steel 125-220
P 2  Low-Alloyed Steel 220-280
3  High-Alloyed Steel 280-380 v v . Good Conditions
7 Malleable Cast Iron 130-230 __
K 8  Grey Castlron 180-245 @ Average Condtions
9 Nodular Castiron 160-250 __ * ificut Conditons

REC@M[/\VA\EN DED CUTT" NG C@N D"T" QNS " CondicBes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

Feed fz (mm/t)

HB

(Brinell) Toughness —»

PHP930

<— Wear Resistance
PHP920

Material

1)
=
£
T
7
=
=
o
<=
(72}

1  Unalloyed Steel 125-220 180-250 160-230 0,08-0,25

2 Low-Alloyed Steel 220280 [ 160230 | 140210 | 008-025

3 High-Alloyed Steel 280-380 140-220 120-200 0,08-0,20

7 Malleable Cast Iron 130230 [ 130230 [ 150250 | 008025
K 8  Grey Castlron 180-245 180-245 140-230 0,08-0,25

9 Nodular Castiron 160250 | 120210 [ 100200 [ 008-020

PLUNGING " Mergulho | Plunge

010-015 008-0,12 Smax =\ DCDr-Dr2

S max and DR corresponding cutting diameter Dc (mm)

Dc (mm)
32 40 50 63 80 100 125
111

Technical Data
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HEXAPLUS 49590
WNXT

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolac3o helicoidal | Bajada en rampa e interpolacion circular %D
=2
Rarmp: & DH =
amping \ D di | =
) =
Helical | ‘
DLr Interpolation — TS
—FQ
(— e
s
|
( - (
2D o, Blind hole s>
> ST A < 2 Flat bottom Z g
@ Dc .
(di=@DH - @Dc
£
]
Max Ramp a° Max ap Min Lr @DHmin @DHmax Max Pitch/Rev. %
_ = —
1073 52 4 3 w
1226
111
1431 129
73 3069 - 248 9 4

Note: During helical interpolation do not exceed max Pitch.
(*) Down cutting is recommended, tool pass rotation should be counter-clockwise.
(*) In case of ramping and helical interpolation, apply 70% or less feed (fz) from recommended cutting conditions table.

PDF VIDEO | /

Technical Data
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PLUS 49090

Proprietary milling line

)
=
=
=
=]

Threaded Coupling
K;=90° | Y,=-
Dimensions | Dimensoes | Dimensiones (mm Specification
Order code FF:e;’erhenc.e | | (mm) Pastilh
Cédigo eferéncia astilha
Referencia M L Inserto
181136000 016R49090-02-07-M08023 2 23 0,023 30 WNHU 04T308-LP
181110900 025R49090-04-07-M12030 4 0,078 30 WNHU 04T308-LP
o @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
=
E @d
£
=
(=]
=
wv

L1

Cylindrical Shank
K:=90° | Yp=-7
Order code RefferAenc.e Dimensions | Dimensdes | Dimensiones (mm) L
Cédigo Re eréncia astilha
Referencia 0d L 1 Inserto
181136100 016E49090-02-07-U015150 2 32 0,185 30 WNHU 04T308-LP
181136300 025E49090-04-07-U024150 0,471 3,0 WNHU 04T308-LP
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately
Insert Screw - Torque Value
@Dc . Q
- el
R49090 - 20-32 P0250704 XT08 DT0812

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

O Technical Data
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PLUS 49090 4 o
WNHU s .

Shouldering. Facing Ramp down

WNIHU 041308 ” Inserts | Pastilhas | Plaquitas

» s

&)
Z
=
=
=

I S
S — o

Dimensiones
[ Gradeate | 15| o

@

Geometry ISO
code Reference
1112277 WNHU 047308 PNER-LP ® ® ® ® ® ® 635 350 080
First choice | Primeira opgdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

G R/A\D ES SELECT" @N GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

<— Wear Resistance Toughness —»

Material
PHP910 PHP920 PHP930

Shoulder milling

1  Unalloyed Steel 125-220
2  Low-Alloyed Steel 220-280
3 High-Alloyed Steel 280-380
7  Malleable Cast Iron 130-230
8  Grey Cast Iron 180-245
9  Nodular Castiron 160-250

‘ Good Conditions

‘ Average Conditions

* Difficult Conditions

REC@M/M\\EN DED CUTT" NG C@N D"T”@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

: HB Yc (mjmin) Feed fz (mm/t)
Material (Brinell) <— Wear Resistance Toughness —»

PHP910 PHP920 PHP930 WNHU 0413

1  Unalloyed Steel 125-220 180-250 180-250 160-230 0,10-0,30
28 2 Low-Alloyed Steel 220280 160240 160230 140210 010030

3 High-Alloyed Steel 280-380 140-230 140-220 120-200 0,10-0,25
7 Malleable CastIron 13030 180300 16070 150250 010030

K 8  Grey Castlron 180-245 160-250 140-250 140-230 0,10-0,30
9 Nodular Castiron 160250 150210 120210 100200 010025

Feed f; (mm/t)

Insert
= Roughing Finishing

WNHU 04T308-LP 0.15-0.30 0.10-0.25 0.50-3.00

(Note 1) Cutting conditions should be adjusted according to the machine and work rigidity.

(Note 2) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.
p
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PLUS 17190

Proprietary milling line

A
@dg
O od
=
=
= F,LJ#
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E\n ‘}——-— {‘ I < gT
L ®Dc *

Arbor Mounting
Ki=90° 1 Y,=-7°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Referéncia Pastilha
Referencia @d L ) Inserto

181075300 040A17190-04-07-016040 4 40 900  ANHX1004...

181075500 050A17190-05-07-022040 5 900 ANHX1004...

Codigo

bo 181075700 063A17190-07-07-022040 7 63 05 900  ANHX1004...
%
g 181075900 080A17190-08-07-027050 80 900 ANHX1004...
E -—--------_-
181076100 100A17190-09-07-032050 90 ANHX1004...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
ANIRX 1@@4 o || Inserts | Pastilhas | Plaguitas
ANHX-LP | LM | LN
ANHX-LP ANHX-LM ANHX-LN £
R
A
el
iC

Dimensions

.

Dinerses
I!IIZIEI i

H

® R | R S| IR

Geometry ISO a i e N 2 g

code Reference z |z |z z |z |z
1111652 ANHX 100405 PNR-LP ® ® ® ® 6,60 6,20 10,00 050 0,85
206 ANK 10008 LS ¢ o 560 620 1000 080 00
1111908 ANHX 100412 PNR-LP 6,60 6,20 10,00 1,20 0,30
1112162 ANHX 100408 PNER-LM ®@ & ©® ®@ © @ @® 660 6201000 080 060
0 oY o @ 8 - ® & o o swlsa0io0niom
1111997 ANHX 100405 PNFR-LN ® 6,60 6,20 10,00 050 0,85
112102 ANHXJ00412PNRAN ® 660 6201000 120 030
First choice | Primeira opg&o | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
Technical Data
‘, page A-234 * e o A-212
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PLUS 17190 4 B
ANHX t . “ &I

Shouldering Facing Slotting. Plunging

od

L

MILLING

1
N A R

Weldon Shank

K=90° | Y,=-70(-6°%) L_MDC *
Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code

Codico Referéncia Pastilha
g Referencia 0d L u (mm) Inserto

181075000 014W17190-01-06-016090* 1 23 0,188 9,00 ANHX1004...

181096800 016W17190-02-06-016150* 25 0,190 9,00 ANHX1004...

181071400 020W17190-02-06-020100%* 0,210 ANHX1004...

181074400 025W17190-02-06-025115* 35 0,391 9,00 ANHX 1004...

181074600 032W17190-03-06-032125* 3 40 0,701 9,00 ANHX 1004... ©)

181074800 040W17190-04-07-032130 4 0,780 ANHX1004...

3) Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

1)
=
£
T
7
=
=
o
=
(72}

SP/A\RE P/A\RTS " Complementos | Repuestos

Order separately Order separately

Insert Screw | Key (To (Tor:((?)‘\lm) Torque VaIUe D\II\;\:e?c?]B

F 27 D # o~

W17190 -14-40 P0O300800  XT09 DT0914 14 - -

A17190 - 80 PO300800  XT0O9 DT0914 14 J0123510 SD6368-12

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

i Technical Data

o peERA 202 A-127 Palb’t@ @—%
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MILLING
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o
<=
(72}

PLUS 17190

GR/A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Material

Unalloyed Steel

Low-Alloyed Steel

High-Alloyed Steel

SS - Ferritic / Martensitic

SS - Austenitic

SS - Austenitic-ferritic (Duplex)
Malleable Cast Iron

Grey Cast Iron

Nodular Cast iron

=
© ©® N O U N WN R

=
o

Aluminium and Non Ferrous

=
=

Heat Resistant Super Alloys

Grades
HB <— Wear Resistance Toughness —»

(Brinell) PHO0910 PHPI10 PHP920 PHP930 PHH930 PH7740

125-220

v v v v
220280 [ e e

280-380

v v v %4
200330 [ e e

200-330

v v
230260 [ e

130-230

v v v v
180245 [ e

160-250 v v v v
30430 [
v v

200-320

‘ Good Conditions
‘ Average Conditions

a8, Difficult Conditions

REC@MMEN D ED CUTT" NG C@N D"T" QNS " CondicGes de corte recomendadas | Condiciones de corte recomendables

Material

Feed fz (mm/t)

<— Wear Resistance Toughness —»

PH0910 | PHP910 | PHP920 | PHP930 | PHH930 | PH7740 | ANHX...LP [ANHX...LM| ANHX... LN

HB
(Brinell)

1 Unalloyed Steel 125-220 = 180-250 180-250 160-230 = 140-200 0,08-0,20 0,08-0,20 =
3 High-Alloyed Steel 280-380 = 140-230 140-220 120-200 = 100-170 0,08-015 0,08-0,15 =
s st warrstc 2uoaoo [ N 4055450 0 G801
M 5 SS-Austenitic 200-330 = = 120-170 110-160 = 0,08-0,15 =
6  SS- Austenitic-ferritic (Duplex) 230-260 ---------
7  Malleable Cast Iron 130-230 = 180-300 160-270 150-250 = 140-220 0,08-0,25 0,08-0,20 =
9 Nodular Cast iron 160-250 = 150-210 120-210 100-200 = 100-190 0,08-0,20 0,08-0,15 =
“ 10  Aluminium and Non Ferrous 30-130 ---------
“ 11 Heat Resistant Super Alloys 200-320 = = 30-110 30-100 = 0,08-0,15 =
(Note 1) Cutting conditions ag/Dc=70%.
(Note 2)
Operation ae Ve & fz ap (mm)
Slotting 100% <20% 20-35
Shouldering ???
(Note 3)

It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:

- When using long shank;

- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

, Technical Data
‘ page A-234 6 & PageA-242
A-128



PLUS 17190
ANHX

CH " P=RE/A\|K<ER SELECT"@N G U " DE " Guia de selecco do quebra-aparas | Guia de seleccion del rompevirutas

Difficult Operations

HB
(Brinell)

Material

MILLING

1 Unalloyed Steel 125-220 ANHX 10... LM ANHX 10... LP
3 High-Alloyed Steel 280-380 ANHX 10... LM ANHX 10... LP
M 5 SS-Austenitic 200-330 ANHX 10... LM =
6 SS-Austeniticferritic(Duplex) 220260 | ANHX20.M o
7  Malleable Cast Iron 130-230 ANHX 10... LM ANHX 10... LP
9  Nodular Cast iron 160-250 ANHX10... LP =
“ 11 Heat Resistant Super Alloys 200-320 ANHX 10... LM =

PLUNG I NG " Mergulho | Plunge

1)
=
£
T
7
=
=
o
=
(72}

010-020 010-014 Smax = V/DCDr-Dr2

S max and DR corresponding cutting diameter Dc (mm)

10 36 39 41 44 49 56 6,2 70 79 89 99
30 57 6,2 6,7 71 81 93 105 11,9 134 152 171

PDF

Technical Data it 7
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PLUS 17590

Proprietary milling line

9
Z
=
=
=

Arbor Mounting
K=90° I Y,=-6°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Cédico Referéncia Pastilha
g Referencia od L Inserto
181116400 040A17590-04-06-016040 11,00 ANHX1206...
181115900 050A17590-06-06-022040 50 1100 ANHX1206...
181116600 063A17590-07-06-022040 63 11,00 ANHX1206...
=
5 -—--------_-
5 181116800 080A17590-10-06-027050 11,00 ANHX1206...
=)
=
2
o 181117000  125A17590-14-06-040063 14 125 40 90 63 316 B 1100 ANHX1206... ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
M
__é
©®dg |

e

Threaded Coupling
Ki=90° | Yp=-6°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code

Cédico Referéncia Pastilha
g Referencia oM L Inserto
181117100 025R17590-02-06-M12035 2 0,09 11,00 ANHX 1206...
181117300 042R17590-04-06-M16043 42 43 0,26 11,00 ANHX 1206...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

) Technical Data
Palblt @ SINGE g? (S A-130 ‘, page A-234 “,6 page A-242



PLUS 17590 z e
ANHX & .

Shouldering Facing Slotting

&d

MILLING

Weldon Shank
Ki=90° 1 Y,=-6°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code o .

Cécigo Referenc!a Pastilha

Referencia Inserto
181116000 025W17590-02-06-025110 25 037 11,00 ANHX 1206...
181116100 040W17590-04-06-032150 4 0,88 11,00 ANHX 1206...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pgina A-9) | Disponible bajo consulta (mire pagina A-9)

od

oo
=
£
T
7
=
=
o
=
(72}

Cylindrical Shank
K=90° I Y,=-6°

Order cod Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
rder code

Codico Referéncia Pastilha

& Referencia d L 1 Inserto
181116300 026E17590-02-06-025200 11,00 ANHX 1206...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SPARE P/A\RTS " Complementos | Repuestos

Order separately

-".'.'-- T

E17590 - 26 - 33 P0350904 XT10 DT1020 2,0
A17590 - 125 P0350904 PT10 DT1020 20
W17590 - 25-40 P0350904 XT10 DT1020 20

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.

Check the procedures for the clamping screws on the page A-241.
= ; Technical Data

‘,pageA 234 6[‘ & PageA-202
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PLUS 17590

ANIRX 12@6“ Inserts | Pastilhas | Plaquitas
ANHX-LS ANHX-MP ANHX-LS | MP

OO

A
| Gradecode | 19| G4 71| P3[G6| P3| X9]G6| 6] G| TLP3]GEP3]X9Gh]

1112474 ANHX 120604 PNER-LS ® ® @ 90 83 120 04 16
1112237 ANHX 120608 PNER-LS ® ® @ @ 90 83 120 08 12
1112429 ANHX 120616 PNER-LS @ ® ©® ® ® ® ® ©® ® 90 83 120 16 04
1112473 ANHX 120604 PNSR-MP @) ® 6 @® 90 83 120 04 16
1112238 ANHX 120608 PNSR-MP ® ® 6 @ ® 90 83 120 08 12
1112430 ANHX 120616 PNSR-MP 16} ® ® 6 @ ® 90 83 120 16 04
First choice | Primeira opcao | 12 opcién Stock item | Produto de stock | Itens destock () Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
@ Stock available until sold out | Stock disponivel até acabar o stock | Stock disponible hasta acabar el stock

REC@M/M\\ENDED CUTT"NG C@N D”T”@NS " Condic@es de corte recomendadas | Condiciones de corte recomendables

1 Unalloyed Steel 125-220 - 180250 180-240 -  160-220 140-220 140-200  0,08-0,20 0,08-0,30
2 Low-Alloyed Steel 220-280 - 160-230160-220 -  140-200 120-200 130-180  0,08-0,20 0,08-0,25
3 High-Alloyed Steel 280-380 - 140-220 140-210 - 120-190 100-190 100-170  0,08-0,15 0,08-0,20
4 SS-Ferritic / Martensitic 200-330 = - 140-220 140-210 140-200 -  130-180 0,08-0,20 =
M 5 SS-Austenitic 200-330 = - 130-180 120-170 120-160 - 110160 0,08-015 =
6 SS- Austenitic-ferritic (Duplex)  230-260 = - 120-160 100-150 100-140 = 90-150 0,08-0,15 =
7  Malleable Cast Iron 130-230 150-280 160-270 160-260 -  150-240 - 140220 0,08-0,20 0,08-0,30
8 Grey Castlron 180-245 160-320 140-250 140-240 - 140230 -  120-210 0,08-0,20 0,08-0,25
9 Nodular Cast iron 160-250 100-190 120-210 120-200 -  100-190 -  100-190 0,08-0,20 0,08-0,20
11 Heat Resistant Super Alloys 200-320 = = 30-110 30-100 = 30-100  0,07-0,10 =
gﬁ;gwnditions ae/Dc=70%.
(Note 2)
Slotting 100% <20% 2540
Shouldering <50% 8% SE
<25% >12% 70-100
(Note 3)

It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

. Technical Data
PQIblt@ SINCE 7OE (O) A-132 /pageA—Bd EO) page A-242



PLUS 17590
ANHX

G R/A\D ES SELECT" @N GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

HB <— Wear Resistance Toughness —»

Material A
(Brinell) PH5320 PHP920 PH7920 PHH930 PH7930 PHS740 PH7740

MILLING

1  Unalloyed Steel 125-220 v v v v v
AN 2 Low-Alloyed Steel 20280 [ e e e
3 High-Alloyed Steel 280-380 v v v v v
4 SS-Ferritic / Martensitic 200330 [ e
M 5  SS-Austenitic 200-330 v v v
6  SS-Austenitic-ferritic(Duplex) 230260 v v v
7  Malleable Cast Iron 130-230 v v v v v
QN 8 GreyCastiron 180-245 [y e e e
9  Nodular Cast iron 160-250 v v v v v
11 Heat Resistant Super Alloys 200-320 _—_—_—

. Good Conditions ‘ Average Conditions * Difficult Conditions

CH " P=RE/A\|K<ER SELECT"@N GU" DE " Guia de seleccdo do quebra-aparas | Guia de seleccion del rompevirutas
-

Material

(Brinell) 15t choice Difficult Operations
1  Unalloyed Steel 125-220 ANHX12... LS ANHX 12... MP '=%°
3 High-Alloyed Steel 280-380 ANHX12... MP = E
4 ss-Fariic Martenstic 200330 [ AN RIS
M 5  SS-Austenitic 200-330 ANHX 12... LS =
6  SS- Austenitic-ferritic (Duplex) ~ 220-260 _—
7  Malleable Cast Iron 130-230 ANHX12... LS ANHX12... MP
9  Nodular Castiron 160-250 ANHX 12... MP =

PLUNGING " Mergulho | Plunge

010-020 010-014  Spax =\ DCDr-Dr2

‘
J

S max and DR corresponding cutting diameter Dc (mm)

BR (mrm)

32 40 50 63 80 100 125

10 56 6.2 70 79 89 99 111
00w e s W0 L5 M0 17 || pPF vibeo |/
30 93 105 119 134 152 171 191

Technical Data it
o 2120 ALK .11



PLUS 18190

Proprietary milling line

O dg
dd _,

9
Z
=
=
=

Arbor Mounting
Ki=90° | Y,=-40

P Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

A Referéncia Pastilha
G Referencia od L Inserto
181067600 050A18190-03-04-022040 50  ANHX1607...
-—--------_-
181067800 063A18190-04-04-022040 4 50 ANHX 1607...
- 181068000 080A18190-05-04-027050 5 150 ANHX 1607... ®
=
= -—--------_-
5 181068100 100A18190-05-04-032050 150 ANHX 1607...
=)
E -—--------_-
~~ 181068300 125A18190-07-04-040063 50 ANHX 1607...
181068500 160A18190-08-04-U040063 50 ANHX 1607...
-—--------_-
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

4%% it %Wﬂs

Threaded Coupling
Ki=90° 1 Y,=-4°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Codico Referéncia Pastilha
g Referencia oM L Inserto

181082800 032R18190-02-04-M16043 ANHX 1607...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

) Technical Data
Palblt @ SINGE g? (S A3 ‘, page A-234 56 page A-242



PLUS 18190 4 B
ANHX & . “ &I

Shouldering Facing Slotting. Plunging

Dd

.

MILLING

Weldon Shank
Ki=90° 1 Y,=-4°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code Referdnci Pastilh
Cédigo eferéncia astilha
Referencia Inserto
181051600 032W18190-02-04-032110 2 150 ANHX 1607...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

oo
=
£
T
7
=
=
o
=
(72}

ANHX 1607...

ANHX-LP ANHX-MP ANHX-LN ANHX-LP | MP | LN

Inserts | Pastilhas | Plaquitas

o
_ S
[ OGradecode | T9 | GL | G4 | TL | P3 | P4 | G | G4 | TL | P3 | P4 | 10 | Dimensiones

(mm)

® = Q g 2 S Q § 2 §
Geometry 150 22 28| R 2|22 &
code Reference x x z o a x z o z
1111519 ANHX 160708 PNR-LP ® o) ® ® ® 6 ® ® @) 1120 1080 16 08 14
1111595 ANHX 160708 PNER-MP @ ® ©) ® ® ® ® ©) 11,20 1080 16 08 14
1111659 ANHX 160708 PNFR-LN ® 1120 1080 16
107 ANHXT607I2PNFRAN ® -----
@ First choice | Primeira opg&o | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9
@ Stock available until sold out | Stock disponivel até acabar o stock | Stock disponible hasta acabar el stock

Technical Data
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PLUS 18190

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately

Order separately

2 LT D R
W18190 - 32-40 P0401200 XT15 DT1530 30 S -
R18190 - 32-40 P0401200 XT15 DT1530 30 = =
A18190 - 50-63 P0401200  XT15 DT1530 30 - -
A18190 - 80 P0401200  XT15 DT1530 30 J0123510 SD6368-12
A18190 - 100 P0401200  XT15 DT1530 30 J0164110 SD6368-16
A18190 - 125 P0401200 PT15 DT1530 30 J0204610 SD6368-20
A18190 -160 P0401200 PT15 DT1530 30 = =

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

REC@/M\\MENDED CUTT”NG C@ND”T"@NS H Condicdes de corte recomendadas | Condiciones de corte recomendas

Unalloyed Steel
Low-Alloyed Steel
High-Alloyed Steel
Malleable Cast Iron
Grey Cast Iron

O 0 N W N -

K -

Nodular Cast iron

Aluminium and Non Ferrous

125-220
220-280
280-380
130-230
180-245
160-250
30-130

- 180-250 180-250 180-240 160-230 160-220 140-220 0,10-0,25 0,10-0,25
- 160-230 160-230 160-220 140-210 140-200 120-200 0,10-0,25 0,10-0,25
= 140-220 140-220 140-210 120-200 120-190 100-190 0,10-0,20 0,10-0,20

= 180-300 160-270 160-260 150-250 150-240

= 160-250 140-250 140-240 140-230 140-230

= 150-200 120-210 120-200 100-200 100-190
100-2000 - - - - -

0,10-0,25 0,10-0,25
0,10-0,25 0,10-0,25
0,10-0,20 0,10-0,25

0,10-0,40

(Note 1)
Cutting conditions ag/Dc=70%.

(Note 2)
Slotting 100% <20% 2,0-45
Shoulderin Sl =) 6080
& <25% >12% 80150

(Note 3)

It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

Technical Data
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PLUS 18190
ANHX

G R/A\D ES SELECT"@N G U " DE " Guia para seleccdo de graus | Guia para seleccién de calidades

Material

1  Unalloyed Steel

2  Low-Alloyed Steel

3 High-Alloyed Steel

7  Malleable Cast Iron

8  Grey CastIron

9  Nodular Castiron

N 10  Aluminium and Non Ferrous

Grades

HB <— Wear Resistance Toughness —»

(Brinell) PH0910 PH7910 PHP920 PH7920 PHP930 PH7930 PHS740

MILLING

125-220

220-280 _______

280-380

130-230 _______

180-245

160-250 _______

30-130 v

. Good Conditions
‘ Average Conditions
* Difficult Conditions

CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material

1  Unalloyed Steel
2  Low-Alloyed Steel
3 High-Alloyed Steel
7  Malleable Cast Iron
8  Grey CastIron
9  Nodular Cast iron
“ 10  Aluminium and Non Ferrous

PLUNG" NG " Mergulho | Plunge

Chip Breaker Application

1+ choice Difficult Operations

HB
(Brinell)

125-220 ANHX 16... LP ANHX 16... MP =

280-380 ANHX 16... LP ANHX 16... MP g
180-245 ANHX 16... LP ANHX 16... MP 5
30-130 ANHX16... LN =

0,10-0,20 010-0,14 Smax = V/DCDR-DR2

S max and DR corresponding cutting diameter Dc (mm)

~r =\ Technical Data

‘,pageA 234 ‘; & PageA-202

111 126
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LINEPRO 20090

Proprietary milling line

)
=
=
=
=]

Threaded Coupling

K,=90° | Vp=+40

Dimensions | Dimensdes | Dimensiones (mm)

Reference
Or(tjig(rjic%de Referéncia Pastilha
6 Referencia Inserto
181120400  010R20090-02-04-M06020 10 M6 001 400 030 200 XP..0602..
181120500  012R20090-03-04-M06020 3 M6 20 002 400 030 200 XP..0602..

op 181087500  016R20090-04-04-M08025 4 130 25 003 400 030 200 XP..0602..
- __---------_-
E 181087600  020R20090-05-04-M10030 M10 180 006 400 030 200 XP..0602..
E __---------_-
- 181087800  032R20090-08-04-M16035 M16 290 35 019 400 030 200 XP..0602..
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)
*'QJ_dr*
|
|
SO L7 s

Cylindrical Shank

ool
K,=90° | Vp=+a0 A—ML

Dimensions | Dimensdes | Dimensiones (mm)

OlREr s Reference :
ol i e

181087100  010E20090-02-04-010055 10 16 003 4,00 030 200  XP..0602..
__---------_-

181087200  012E20090-02-04-012080 12 17 006 4,00 030 200  XP..0602..
__---------_-

181087300  016E20090-03-04-016090 012 4,00 030 200  XP..0602..
__---------_-

181097100  017E20090-05-04-016090 011 4,00 030 200  XP..0602..
__---------_-
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8))

(c3) Technical Data
39!915@ @—% A-138 ‘, pageA-234 o E & PageA-242



B
LINEPRO 20090 CY A X AR X R

Shouldering Facing Profiling Copying Slotting Ramp down Helical Plunging Side miling
Interpolation

XP... 0602...

Inserts | Pastilhas | Plaquitas

XPET-LP XPET-LN XPET-LP | LN

iC
XPET-HF XPET-HF
(HiFeed geometry) R ﬂﬁh

XPHW-MH
XPHW-MH
(finishing geometry)

[« [ NS H Dimensions
. B

 w e
[ Vcdecode | xa [ X | n [ P | %9 | m | p | 10 | x| x| x6 [SSERSREEHS
m o (=] [=} 8 o o (=) 8 m (=}

1SO

Reference
1112002 XPET 060204 PDER-LP

390 240 530 040 080

390 240 530 160 060

‘1112579 XPET 060202 PDFRIN- ® 390 240 510 020 095

® ® [k

® ® ® |2
® ® ®| ik
® ® ® |2
® ® ®| ik

® ® [k

1112004 XPET 060216 PDER-LP

1112580 XPET 060204 PDFR-LN ® 390 240 510 040 080
1112049 XPET 060210 ZER HF _ @ © o o |© ® 390 240 - 100 080
1112259 XPHW 060208 ZER-MH @ @ ® @® 390 240 240 080 070
First choice | Primeira opgao | 12 opcion @) Stockitem | Produto de stock | Itens destock ~ (O)  Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9

Technical Data P 5
?,WEEMM g o PRA A-139 Palb’t@ SINCE ;2 ©)

MILLING

Shoulder milling




LINEPRO 20090

SP/A\RE PARTS " Complementos | Repuestos

Order separately

=z Cutter
= @Dc
= *".‘.- > D
>
E20090-10 P0180300 XT06IP DTO606IP 06
R20090 - 12-16 P0180400 XTO6IP DTO606IP 06

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GR[A\\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccion de calidades

: HB <— Wear Resistance Toughness —»
Material (Brinell)
e PH0910 PHH603 PHHI10 PHP920 PHP930 PHH930

£
= 1 Unalloyed Steel 125220 v v
B 2 Low-Alloyed Steel 2280 v e e
= 3 High-Alloyed Steel 280-380 v v 7 v
4 SS-Ferritic / Martensitic 0030 e
M 5 SS- Austenitic 200-330 v
6 SS-Austenitic-ferritic(Duplex) 230260 [l
7  Malleable Cast Iron 130-230 v v
Gl 8 GreyCastiron 0245 e
9  Nodular Castiron 160-250 v v
W 10 AluminiumandNon Ferrous  30-130 ______
11  Heat Resistant Super Alloys 200-320
I 12 Hardened Steels 40-55 HRC ______

. Good Conditions
‘ Average Conditions

8 Difficult Conditions

Technical Data

Palb’t@ M A-140 ’Q,pageA 234 ;S} page A-242



LINEPRO 20090
XPET | XPHW

REC@[M\\MEN DED CUW" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

ol <— Wear Resistance Toughness —»

(Brinell)

Material

MILLING

PH0910 PHH603 PHH910 PHP920 PHP930 PHH930
1 Unalloyed Steel 125-220 180-250 160-230
2 Low-Alloyed Steel 220-280 ____—
3 High-Alloyed Steel 280-380 180-310 140-230 140-220 120-200
4 SS-Ferritic / Martensitic 200330 ____—
M 5 SS-Austenitic 200-330 120-170
6 SS- Austenitic-ferritic (Duplex) ~ 230-260 _—_—_
7  Malleable Cast Iron 130-230 160-270 150-250
N 8 GreyCastlron 180-245 ____—
9 Nodular Castiron 160-250 120-210 100-200
10 Aluminium and Non Ferrous  30-130 ____—
11 Heat Resistant Super Alloys 200-320 30-110
12 Hardened Steels 0.5 HRC [ 200 02807 [ e

: HB Feed fz (mm/t)
Material (Brinell)
XPET 06...LP XPET 06...LN XPET 06...HF XPHW 06..MH

oo
1  Unalloyed Steel 125-220 0,05-0,07 = 0,40-0,80 = '=f
2 2 Low-Alloyed Steel 220-280 =
3 High-Alloyed Steel 280-380 =
4SS - Ferritic / Martensitic 200-330 %
M 5  SS-Austenitic 200-330 ,05-0, ,40-0,
6  SS-Austenitic-ferritic (Duplex) 230260 | 005007 | - [ 040060 | -
7  Malleable Cast Iron 130-230 0,05-0,07 = 0,40-0,80 =
QN 8  GreyCastlron 180245 005007 - 040080 -
9  Nodular Castiron 160-250 0,05-0,07 = 0,40-0,80 =
10 Aluminiumand NonFerrous  30-130 ____
S 11  Heat Resistant Super Alloys 200-320 0,05-0,07 0,40-0,60
il 12 Hardened Steels 4055 HRC [ e e assei

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) PH5... and PHS... can be used wet or dry. PH7... use only air.

(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

Operation ae Ve & fz ap (mm)
Slotting 100% <20% 1030
T N
<25% >12% 1,0-4,0

, f: a ; Technical Data
‘ pageA-234 o1y pageA-22 A1 &glg’[g@ SINGE E ? i%



LINEPRO 20090

CH " P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

) Material (B:r?ell) ; , = :
> st choise Dificult Operations
= 1  Unalloyed Steel 125-220 XPET 06... LP/HF =
3 High-Alloyed Steel 280-380 XPET 06... LP/HF XPHW 06... MH
M 5  SS-Austenitic 200-330 XPET 06... LP/HF =
6 S~ Austeniticferritic (Duplex) 230260 [ RBETGBLBHE
7  Malleable Cast Iron 130-230 XPET 06... LP/HF =
S 8 GreyCastlron 180245 | O®ETOGLRME -
9  Nodular Castiron 160-250 XPET 06... LP/HF =
N 10  Aluminium and Non Ferrous 30-130 __
) 11  Heat Resistant Super Alloys 200-320 XPET 06... LP/HF =

PR@G RA/M\\M”NG D[A\\T/A\ " Dados para programacdo | Datos para la programacion

Programming Data
Insert

1)
=
£
T
7
=
=
o
<=
(72}

XPET 06 HF 11 084 23

Pre) (73) Technical Data
Pa’b’t@ SINCE ;OE {O) A-10 ?,pageAfBA 66 page A-242



LINEPRO 20090
XPET | XPHW

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolaco helicoidal | Bajada en rampa e interpolacion circular

Ramping | DLr Helical = od—

. j <
‘ Interpolation §

MILLING

0

Blind hole
Flat bottom

Pbe @di = BDH - @Dc

Helical Interpolation

Diameter for Blind Hole,
Flat Bottom Face (1) Max PitchyRev.

@DHmin

Ramping

Shoulder milling

171,0

484

(1) using LP insert with radius 0,8 mm

Note: During helical interpolation do not exceed maximum pitch

When using HF insert or other different insert radius to calculate the ®DHmiIn and @®DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper)

- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

(On HF insert the corner radius should be corner radius programming)

PDF

, f:“' Technical Data I
A een-nt 5, e page A-242 A-143 Pab’t@ @—%



LINEPRO 20190

Proprietary milling line

©dg
bd

9
Z
T
=
=

Arbor Mounting
K,=90° | Vp=+80

Dimensions | Dimensdes | Dimensiones (mm)
Reference

Referéncia Pastilha

Referencia Inserto
181088600 040A20190-06-08-016040 16 40 022 100 080 300 A XP..1003..
181088800 063A20190-08-08-022040 63 40 043 100 080 300 A XP..1003..
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

1)
=
£
T
7
=
=
o
<=
(72}

Threaded Coupling
K,=90° | Vp=+50 ~+6°

Dimensions | Dimensdes | Dimensiones (mm)
Reference
Referéncia
Referencia

181088200 016R20190-02-05-M08025 16 25 003 100 080 300 XP..1003..

181088400 025R20190-04-05-M12035 4 35 012 100 0.8 300 XP..1003..

181149100 040R20190-06-08-M16043 40 43 025 100 080 300 XP..1003..
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Technical Data
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LINEPRO 20190 CX A F AR &R

Shouldering Facing Profiling Copying Slotting Ramp down Helical Plunging Side miling
Interpolation

MILLING

Weldon Shank
K,=90° | Y,=+50-g0

Dimensions | Dimensdes | Dimensiones (mm) Maxap (mm)
Reference

Referéncia Pastilha
Referencia Inserto

181087900 016W20190-02-05-016085 16 32 010 100 080 300 XP..1003..

181108600 017W20190-02-05-016150 36 014 100 080 300 XP..1003..

181100700 020W20190-03-05-020150 70 026 100 038 300 XP..1003.. 1_?
-—---------_- E
181088100 025W20190-04-05-025095 4 25 30 033 100 080 300 XP..1003.. é
-—---------_- 2
181108800 027W20190-04-05-025150 4 038 100 080 300 XP..1003..
-—-----------
) Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

od

—+ _

i

N o~
S ATRLATR

i

I

1

i

|
i
\ 3
|
Cylindrical Shank @\‘ %*

K,=90° | V,=+40

Dimensions | Dimenses | Dimensiones (mm) Maxap (mm)

Order code Reference Insert
Codieo Referéncia Pastilha

g Referencia Inserto
181171700  016E20190-02-05-016085 16 32 010 100 XP...1003...
181171600  020E20190-03-05-020090 20 28 021 100 30 XP...1003...
181171400  025E20190-04-05-025095 4 25 30 033 100 XP...1003...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A8 ) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

, Technical Data I
S e gy a page A-242 A-145 Pab’t@ @—%



LINEPRO 20190

=

\V/ [© ) . .
XP... 1003... || nserts | Pastilhas | Plaquitas
XPET-LP XPET-MP XPET-LN XPET-LP | MP | LN
G) (PHH-PHP grade) (PHH-PHP grade)
=z
=
é
>
XPET-HF XPHW-MH
(HiFeed geometry) (finishing geometry)

XPHW-R le

N« | N S H |
| Gradecode [ T9 | GL[X5 | T P4 X915 19 X5 [ TL[P4]10]D6]X0]x4]X6]

()

Geometry
code

£ 1113132 XPET 100302 PDER-LP 6,95 3,96 1050 0,20 1,50
1111980 XPET 100304 PDER-LP 6,95 3,96 1050 0,40 1,30
1111981 XPET 100308 PDER-LP ® @ @ e ® 6,95 3,96 1050 0,80 1,40
1112022  XPET 100316 PDER-LP ® ® ® 6,95 3,96 10,50 1,60 0,80
1111982  XPET 100304 PDSR-MP @ ® ® ® @ ® 6,95 3,96 10,50 0,40 1,10
1111983 XPET 100308 PDSR-MP @& @& ® ® 6,95 3,96 1050 0,80 1,35
1111984  XPET 100304 PDFR-LN ® 6,95 3,96 1050 0,40 0,75
1112906 XPET 100308 PDFR-LN ® 6,95 3,96 1050 0,80 1,05
1111985  XPET 100312 PDFR-LN 6,95 3,96 10,50 1,20 0,75
1112376  XPET 100312 ZDR-HF ® ©® @ ® © © ® 695 396 - 120 150
1112500 XPHW 100308 ZER-MH ® 6,95 360 300 080 1,30
1112736  XPHW 100310 ZER-MH ® 6,95 3,60 300 1,00 035
1112735 XPHW 100320 ZER-MH ® 6,95 360 3,00 1,20 1,10
1112556 XPHW 100308 R Z1 ® 6,95 360 380 080 2,30

First choice | Primeira op¢do | 12 opcién Stock item | Produto de stock | Itens destock () Available under request (see page A-9) | Disponivel sobre constita Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

P Technical Data
PQIblt@ SINCE ;OE gog A-146 \,pageA—Bd EO) page A-242



LINEPRO 20190
XPET | XPHW

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately

)
,,: =
- J "‘ ) =
A20190 - 40-63 P0250704 XT08 DT0812 12 =
R20190 - 16 P0250503 XT08 DT0812 12
W20190 - 16-17 P0250503 XT08 DT0812 12
E20190 - 16 P0250503 XT08 DT0812

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

oo
=
£
T
7
=
=
o
<=
(72}

PR@GRAMM" NG D/,A\\T/A\ " Dados para programacao | Datos para la programacion

Programming Data

Rp X b

Insert

XPET 10 HF 16 0,33 345

, S ; Technical Data
‘ pageA-234 o~ 1 é page A-242 A7 Bg[g’[g@ SINGE E ? iZA



LINEPRO 20190

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

9
=z
=
= .
= Ramping | PLr Helical
‘ Interpolation

OD

Blind hole
Flat bottom

@ Dc
@di = @DH - @Dc

Helical Interpolation

Diameter for Blind Hole,
Flat Bottom Face (1) Max Pitch,Rev.

Max Ramp a° i (Z)DHmin @DHmax

1143

1635

484

2290

62,4

440,7

984

(1) using LP insert with radius 0,8 mm

Ramping

1)
=
£
T
7
=
=
o
<=
(72}

Note: During helical interpolation do not exceed maximum pitch

When using HF insert or other different insert radius to calculate the ®DHmin and @®DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper))

- Maximum Diameter: @®DHmax = 2 x (@Dc - R corner radius)

*(5 Technical Data
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LINEPRO 20190
XPET | XPHW

C|H|||P=RE/A\|K<ER SELECT”@N GU"DE ” Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material 1
(Brinell) 1st choise Dificult Operations %
1 Unalloyed Steel 125-220 XPET 10 ... LP/HF XPET 10 ... MP =
3 High-Alloyed Steel 280-380 XPET 10 ... MP/HF 5
M 5  SS-Austenitic 200-330 XPET 10 ... LP/HF -
6  SS-Austeniticferritic(Duplex) 230260 | XPETI0.LRHE -
7  Malleable Cast Iron 130-230 XPET 10 ... LP/HF XPET 10 ... MP
9  Nodular Castiron 160-250 XPET 10 ... MP/HF =
11 Heat Resistant Super Alloys 200-320 XPET 10 ... LP/HF -

oo
=
£
T
7
=
=
o
=
(72}

GR[A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Materil HB <— Wear Resistance Toughness —» =
- (Brinell) [ "pH0910 | PH5705 | PHHG03 | PHPO10 | PHP920 | PHP930 | PHHO30 | PH5740 | PHS740 B
1  Unalloyed Steel 125-220 v v v v
N 2 Low-Alloyed Steel 220 v v e
3 High-Alloyed Steel 280-380 v v v v v
4SS - Ferritic / Martensitic 200-330 ----------
M 5 SS- Austenitic 200-330
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 ----------
7  Malleable Cast Iron 130-230
9  Nodular Cast iron 160-250
“ 10 Aluminium and Non Ferrous 30-130 ----------
11  Heat Resistant Super Alloys 200-320
I 12 Hardened Steels 40-55 HRC ----------

@ Good Conditions @ Average Conditions g, Difficult Conditions

, Technical Data I
S e gy a page A-242 A-149 Pab’t@ @—%



LINEPRO 20190

REC@MMEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

% Material (Brl?r?ell) <— Wear Resistance Toughness —»
j PH0910 | PH5705 | PHH603 | PHP910 | PHP920 | PHP930 | PHH930 | PH5740 | PHS740 | PDP410
= 1  Unalloyed Steel 125-220 - 180-250 180-250 160-230 - - 140-220 -
3 High-Alloyed Steel 280-380 - 180-310 140-230 140-220 120-200 - - 100190 =
4 SS-Ferritic / Martensitic 200330 ----------
M 5 SS-Austenitic 200-330 - 120170 -
6  SS-Austenitic-ferritic (Duplex) 230-260 ----------
7  Malleable Cast Iron 130-230 = 160-290 -  180-300 160-270 150-250 -  160-260 -
9 Nodular Cast iron 160-250 = 140200 -  150-210 120-210 100-200 - 120200 -
\BY 10 Aluminium and Non Ferrous 30-130 ----------

=
=

S Heat Resistant Super Alloys 200-320 = = 30-110 =
il 12 Hardened Steels soss e NSz I
(Note 1): Cutting conditions ag/Dc=70%.

(Note 2): PH5... and PHS... can be used wet or dry. PH7... use only air.

k5 (Note 3):
? Operation ae Ve &z ap (mm)
% Slotting 100% <20% 2,0-40
Z o S0h o 3060
Shouldering <25% >12% 7090
(Note 4):

It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

Technical Data
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LINEPRO 20190
XPET | XPHW

Feed fz (mm/t)

XPET 10... LP XPET 10... MP XPET10...LN/R71 XPET 10... HF XPHW 10... MH

1)
=
1S
T
D
=
=
o
=
(7]

PDF [/
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LINEPRO 20290

Proprietary milling line

9
Z
=
=
=

Arbor Mounting
K,=90° | Yp=+7° ~+8°

T
Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code

o Referéncia Pastilha
e Referencia @d L Inserto
181090900 040A20290-04-07-016040 4 170  XPET 1706...
-—--------_-
181091100 063A20290-06-08-027040* 170  XPET 1706...
-—-—---—-——-
181091300 100A20290-08-08-032050 170  XPET 1706...
-—--------_-
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

* For shank assembly a DIN 6920 screw is needed.

1)
=
£
T
7
=
=
o
<=
(72}

Weldon Shank
K,=90° | Vp=+60 ~+7°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Cédio Referéncia Pastilha

g Referencia od L u () Inserto
181090500 032W20290-02-06-032110 170 XPET 1706...
181090700 040W20290-03-07-032115 XPET 1706...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

) Technical Data
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)L(Lr:TEPRozozgo /4‘ i /“ g g &I

Shouldering Facing Slotting. Ramp down Helical

Plungin
Interpolation Ene

XPET 1706...

Inserts | Pastilhas | Plaquitas

XPET-LP XPET-MP XPET-LN XPET-LP | MP | LN | LS

XPET-LS
(PHH grade)

I W M R M A T Dimersies

Geometry ISO % E E % E

code Reference o o o o a
1111986 XPET 170608 PDER-LP <) ® 11,30 6,35 1750 0,80 1,80
1111988 XPET 170608 PDSR-MP & ® ® ® ® ® ® 11,30 6,35 1750 0,80 1,80
1111990 XPET 170608 PDFR-LN ) 11,30 6,35 1750 0,80 1,20
it | ez ® el
1111992 XPET 170632 PDFR-LN ® 11,30 6,35 1750 3,20 0,80
First choice | Primeira opcao | 12 opcién @) Stockitem | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9

SP/A\RE P/A\RTS " Complementos | Repuestos

W20290 - 32-40 P0451001 XT20 DT2050

A20290 - 100 P0451001 PT20 DT2050 D1603500

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

Order separately
Insert Screw - Torque Value |Retaining Screw
@Dc = Q T -
. J /.

Technical Data
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LINEPRO 20290

A GR/A\DES SELECT"@N GU"DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

(©)
=
—_
= © 0 8 % % % % %
1  Unalloyed Steel 125-220 v v v v
2  Low-Alloyed Steel 220-280 v v v v
3 High-Alloyed Steel 280-380 v v v v
4SS - Ferritic / Martensitic 200-330 v v
M 5  SS-Austenitic 200-330 v v
6  SS- Austenitic-ferritic (Duplex) ~ 230-260 % v
7  Malleable Cast Iron 130-230 v v v v v
K 8  Grey Cast Iron 180-245 v v v v v
9  Nodular Castiron 160-250 v v v v v
“ 10  Aluminium and Non Ferrous 30-130 v
11  Heat Resistant Super Alloys 200-320 v v
‘ Good Conditions ‘ Average Conditions * Difficult Conditions

C|H|||P=RE[A\\|K<ER SELECT”@N @U"DE ” Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

1  Unalloyed Steel 125-220 XPET 17... LP XPET 17... MP
2  Low-Alloyed Steel 220-280 XPET 17... LP XPET 17... MP
3 High-Alloyed Steel 280-380 XPET 17... MP =
4 SS-Ferritic / Martensitic 200-330 XPET 17... LS XPET 17... LP
M 5 SS- Austenitic 200-330 XPET 17... LS XPET 17... LP
6 SS- Austenitic-ferritic (Duplex)  230-260 XPET 17... LS XPET 17... LP
7  Malleable Cast Iron 130-230 XPET 17... LP XPET 17... MP
K 8  Grey Cast Iron 180-245 XPET 17... MP =
9  Nodular Castiron 160-250 XPET 17... MP =
P 10 Aluminium and Non Ferrous 30-130 XPET 17.. LN -
11  Heat Resistant Super Alloys 200-320 XPET 17... LS XPET 17... LP

REC@M/M\\ENDED CUTT"N@ C@ND"T”@NS " Condic@es de corte recomendadas | Condiciones de corte recomendables

1  Unalloyed Steel 125-220 = = 180-250 160-230 =
2 Low-Alloyed Steel 220-280 = = 160-230 140-210 =
3  High-Alloyed Steel 280-380 = = 140-220 120-200 =
4 SS-Ferritic / Martensitic 200-330 = = = = 140-210
M 5SS - Austenitic 200-330 = = = = 120-170
6 SS- Austenitic-ferritic (Duplex) ~ 230-260 - - - - 100-150
7  Malleable Cast Iron 130-230 = 160-290 160-270 - =
K 8  Grey Castlron 180-245 = 170-320 140-250 = =
9  Nodular Cast iron 160-250 = 140-200 120-210 = =
P 10 Aluminium and Non Ferrous 30-130 100-2000 - - - -
11  Heat Resistant Super Alloys 200-320 = = = = 30-110

(Note 1) Cutting conditions ae/DC=70%
(Note 2) Cutting conditions should be ajusted according to the machine and work rigidity.

(Note 3):
(Note 4) It's possible to occur vibrations in certain cases.
" Please reduce depth of cut and / or reduce cutting conditions in following cases:
Slotting 100% <20% 2060 - When using long shank;
houlderi <50% >8% 70-130 - When using long tool overhang with arbor type;
Shouldering <25% >12% 130-160 - When application has poor clamping rigidity or when using a low rigidity machine.

Py - ) Technical Data
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LINEPRO 20290
XPET

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

Ramping BLr Helical
‘ Interpolation

Bl

Blind hole

Flat bottom
®Dc @di=@DH - @Dc

Helical Interpolation

Diameter for Blind Hale,
Flat Bottom Face (1) Max Pitch/Rev.

(@DHmin (@DHmax

Ramping

(1) using LP insert with radius 0,8 mm

Note: During helical interpolation do not exceed maximum pitch

When using HF insert or other different insert radius to calculate the @DHmin and @DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper))

- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

Vc (m/min
(m/min) Feed fz (mm/t)

Toughness —»

PH5740 PHS740 PH7740 XPET17... LP XPET 17... MP XPET17..LN XPET17... LS

- 140-220 140-200 0,10-0,35 0,10-0,35 - -

120-200 - 100-190 0,10-0,30 0,10-0,30 = =
= = 30-100 0,10-0,20 = S 0,10-0,20

® Technical Data it
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Shoulder milling




TGPLUS 90090

Proprietary milling line

9
Z
=
=
=

Arbor Mounting
K,=90° | ¥p=-40

Reference Dimensions | Dimensdes | Dimensiones (mm)

Referéncia Insert
Referencia

Order code

Cadigo

181144400 040A90090-04-04-016040 LNXT 0904...

181144600 063A90090-07-04-022040 LNXT 0904...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

oo
=
£
T
D
2=
=
°
=
(7]

@ dg

I ~
/
// / ! \\\ \Q
S
Threaded Coupling L
K,=90° | V,=-40 @ Dc
Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code o
am Referéncia Insert
Codigo :
Referencia
181144200 025R90090-03-04-M12035 3 LNXT 0904...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Technical Data
‘, page A-234 6 3 6 page A-242
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TGPLUS 90090

/
LNXT

Shouldering

(©)
zZ
=
—
=

Weldon Shank
Ki=90° | Y,=-4°0~-6° @ Dc

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code
L

Cécigo Referéncia

Insert
Referencia

181109400 016W90090-02-06-016090 LNXT 0904...

181144100 032W90090-04-04-032110 4 32 06 70 LNXT 0904...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Shoulder milling

Cylindrical Shank
Ki=90° I Yp=-4°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code -
Referéncia
Referencia

£ 181158800 020E90090-02-04-020150 2 LNXT 0904...

181148200 032E90090-04-04-032250 32 0,7 70 LNXT 0904...

) Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Codigo

Q Technical Data
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MILLING
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TGPLUS 90090

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately

Insert Screw Key (Torx) (Torf%m) Torque Value

- D D

Proprietary milling line

d

E90090 - 25-32 P0250700 X107 DT0709 12
A90090 - 40-63 P0250700 XT07 DT0709 12

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

LNXT 0904...

LNXT-MP LNXT-LS
(PHH grade) LNXT-MP | LS

Inserts | Pastilhas | Plaquitas

|« S Dimensions
Dimensoes
-_-_- o
OGradecode | T9 | T [ G | X0 | 16 | T | G | X | (mm)

S | § | 8 8 | 8 | 8
Reference 2 % E E % E
1112225 LNXT 090404 PNER-MP ® ® ® ® ©) ® 94 45 90 04 -
s oot & 46 o o & [oaasa0lfo8]
; 1112868 LNXT 090404 PNER-LS ® ® 94 45 90 08 -
@) First choice | Primeira opcdo | 12 opcion Stock item | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

® Technical Data
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TGPLUS 90090
LNXT

GR/A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
<— Wear Resistance Toughness —»

: HB
Material A
(Brlnell) PH5320 PHP920 PHH930 PHS740 PH7740

1  Unalloyed Steel 125-220

3  High-Alloyed Steel 280-380

4 SS-Ferritic / Martensitic 200330 _—_—_
M 5 SS- Austenitic 200-330

6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—_

7  Malleable Cast Iron 130-230

9  Nodular Cast iron 160-250
S 11  Heat Resistant Super Alloys 200-320 _—_—_

‘ Good Conditions ‘ Average Conditions * Difficult Conditions

REC@MN\\EN DED CUTT" NG C@N D"T”@NS " CondicGes de corte recomendadas | Condiciones de corte recomendables

Material (Brl?r?ell) <«— Wear Resistance S Toughness —» Feed fz (mm/t)
PH5320 | PHP920 | PHH930 | PHS740 PH7740 LNXT 09... MP LNXT 09... LS
1 Unalloyed Steel 125-220 = 180-250 = 140-220 140-200 0,08-0,25
3 High-Alloyed Steel 280-380 = 140-220 = 100-190 100-170 0,08-0,15
4 SS-Ferritic / Martensitic 200330 -----_—
M 5 SS- Austenitic 200-330 = 120-170 = 0,08-0,20 0,08-0,20
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 -----_—
7  Malleable Cast Iron 130-230 150-280 160-270 - - 140-220 0,08-0,30
9  Nodular Cast iron 160-250 100-190 120-210 - - 100-190 0,08-0,20

S

e
[y

sttt spar s 200320 [0 ] SO0 O

Note 1) Cutting conditions ag/Dc=70%.
( g

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

PDF VIDEO | /
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TGPLUS 90190

Proprietary milling line

9
Z
=
=
=

@ dg

Arbor Mounting
K,=900 | Vp=-40

Reference Dimensions | Dimensdes | Dimensiones (mm)

Order code ferénci
Cédigo Ref erenc!a
Referencia
181118800 040A90190-04-04-016040 4 LNXT 1306...
181111200 050A90190-05-04-022040 LNXT 1306...

oo 181119000 063A90190-06-04-022040 LNXT 1306...

%

5 181119200 080A90190-07-04-027050 80 0,88 LNXT 1306...

2 -—--------_-
© 181119400 100A90190-09-04-032050 100 156 LNXT 1306...

181119600 125A90190-11-04-040063 LNXT 1306...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Weldon Shank
Ki=90° | Yp=-4°

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code et
Cédico Referéncia
g Referencia
181118300 025W90190-02-04-025095 2 LNXT 1306...
181118400 040W90190-04-04-032110 LNXT 1306...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

) Technical Data
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TGPLUS 90190 4 N
LNXT & . “

Shouldering Facing Slotting

MILLING

Cylindrical Shank

Ki=90° | Y, =-do el

Order code Re:erAe -
Codigo Re eréncia Insert
Referencia
181118500 025E90190-02-04-025200 25 LNXT 1306...
181118700 040E9S0190-04-04-032250 40 50 142 LNXT 1306...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)
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£
T
7
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o
=
(72}

LNXT 1306...

LNXT-MP

Inserts | Pastilhas | Plaquitas

LNXT-MP

m T Dimensions

L r ]
WD [ o D Dimesdes
"

o (=] [=]
3 | | § | & | 2
o ~ ~ n a
I I I I xI
Reference o o o a a
1112242 LNXT 130604 PNER-MP ® @) ® ® 68 130
First choice | Primeira opcdo | 12 opcion @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9

Technical Data
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TGPLUS 90190

SP/A\RE P/A\RTS " Complementos | Repuestos

g Order separately Order separately
Z
= Cutter -
- > @ - D 9 L
E90190 - 25 P0400900  XT15 DT1530 30
W90190 - 25 P0400900  XT15 DT1530 30
A90190 - 40-63 P0401200  XT15 DT1530 30
A90190 - 100 P0401200  XT15 DT1530 30 J0164110 SD6368-16

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

1)
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7
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o
<=
(72}

GR/A\DES SELECT”@N GU"DE ” Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
: HB <— Wear Resistance Toughness —»
Material (Brinell)
e PH5320 PHP920 PHS740 PH7740

1  Unalloyed Steel 125-220 v v v
N 2 Low-Alloyed Steel 22 s e
3 High-Alloyed Steel 280-380 v v v
4 SS-Ferritic / Martensitic 200-330 _—_—
M 5 SS- Austenitic 200-330 v
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—
7  Malleable Cast Iron 130-230 @ Good Condiions
9  Nodular Castiron 160-250 * Difficult Conditions

(7> Technical Data
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TGPLUS 90190
LNXT

REC@MMEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

Feed fz (mm/t)
Toughness —»

PH7740

Material HB <— Wear Resistance
PH5320

PHP920 PHS740 LNXT 13... MP

MILLING

1 Unalloyed Steel 125220 180-250 140-220 140-200 010-035

3 High-Alloyed Steel 280-380 140-220 100-190 100-170 010-0.20

4 SS-Ferritic / Martensitic 200330 _—_—_
M 5 SS-Austenitic 200-330 010-025

6  SS-Austenitic-ferritic (Duplex)  230-260 _—_—_

7 Malleable Cast Iron 130-230 150-280 170-300 140-220 010-0,35

9 Nodular Castiron 160-250  100-190 90-210 100-190 010-025

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.
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TGPLUS 90390

Proprietary milling line

)
=
=
=
=]

Arbor Mounting
K=90° | V=50

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code

Cédieo Referéncia Pastilha
g Referencia 0d L (mm) Inserto
181069200 050A90390-05-05-022040 5 40 0,315 14,0 LNXT 1506...
181051000 063A90390-08-05-022040 40 0,550 A 14,0 LNXT 1506... @
on 181052000 080A90390-10-05-027050 10 50 0,939 B 40 LNXT 1506...
E -—--------_-
E 181051100  100A90390-12-05-032050 12 100 1,690 B 40 LNXT 1506...
2 -—--------_-
- 181051200 125A90390-15-05-040063 15 125 3113 B 4,0 LNXT 1506...
181066800 160A90390-20-05-U040063 20 160 40 110 63 4,580 C 14,0 LNXT 1506... ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

SP[A\\RE P/A\RTS ” Complementos | Repuestos

Order separately Order separately

Key (Torx) (Tor:((?l‘im) Torque Value DIN 6368 Wrench
N
A90390 - 50-63 P0401200 XT15 DT1530 30

A90390 - 100 P0401200 XT15 DT1530 30 J0164110  SD6368-16

A90390 - 160 P0401200 XT15 DT1530 30

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(7> Technical Data
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TGPLUS 90390 4 N
LNXT & . “

Shouldering Facing Slotting

LNXT 15086...

Inserts | Pastilhas | Plaquitas

LNXT-HP LNXT-MP
(PHP grade) LNXT - MP | HP

MILLING

LNXT-W

- r |k [ Dimensons
S
--- oy

oo
=
£
T
7
=
=
o
=
(72}

PHP920

Reference
1111313 LNXT 150608 PNER-MP

i) W D | o MHEEFREE

1111591 LNXT 150608 PNSR-HP @ 110635150 08 18

First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9

S 3
(%) ~
T T
o o
® @

® 110635150 08 18

®

® ® |k
B ®
®|® ® |l

G R[A\\D ES SELECT"@N G U " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

HB <— Wear Resistance Toughness —»

Material :
(Brinell) PH5705 PH7910 PHP920 PH7920 PH5740 PHS740 PH7740

1  Unalloyed Steel 125-220

3 High-Alloyed Steel 280-380

7 Malleable Cast Iron 130230 -------
K 8  Grey Castlron 180-245 v

. Good Conditions ‘ Average Conditions * Difficult Conditions

Technical Data
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TGPLUS 90390

REC@M[M\\EN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables
Ve (m/min)

HB
(Brinell)

Toughness —»
PH7740
140-200

<— Wear Resistance
PH5705 PH7910
125-220 = 180-250

Material

PHP920 PH5740 PHS740

180-250

PH7920
180-240 = 140-220

Unalloyed Steel

1
2 LowAlloyed steel 2028 - 16020 160230 16020 - 120200 130180
3 High-Alloyed Steel 280-380 - 140220 140220 140210 - 100190 100-170
7 Mallable Cast ron o220 | SN N NN [N IS I
8  GreyCastlron 180245 170320 160250 140250 140240  140-240 120210
9 Nodular Castiron 030 UoW0 100 momO momo O - 1010

o . '!?r?e") Feed fz (mm/t)
LNXT 15... MP LNXT 15... HP LNXT 15... W
1  Unalloyed Steel 125-220 0,10-0,30 0,10-0,30 0,10-0,35
3 High-Alloyed Steel 280-380 0,10-0,25 0,10-0,25 0,10-0,35
7 Malleable Cast Iron 130230 010040 010040 010050
K 8  Grey CastIron 180-245 0,10-0,35 0,10-0,35 0,10-0,50

(Note 1) Cutting conditions ag/Dc=70%.
(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;

- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

1st choise Dificult Operations

Material

HB
(Brinell)

1 Unalloyed Steel 125-220 LNXT 15... MP LNXT 15... HP
3 High-Alloyed Steel 280-380 LNXT 15... MP LNXT 15... HP

K 8  Grey CastIron 180-245 LNXT 15... MP LNXT 15... HP
9

Technical Data
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TGPLUS 90390
LNXT

WIPER INSERTS

Rec. Cutting Conditions
- F\y at least 40% larger than f, (fy-FoxZ):
- Axial depth of cutis 0,5 - 0,8mm.

©)
Z
=
=
=

Example:

- The width of the parallel land (F) of the insert is 1,8mm

- With a cutter of 10 inserts and using a feed per tooth (f,) of 0,3mm, the feed per revolution () will be 3mm, i.e. 40% bigger than the parallel land.
- To obtain a good surface finish, the feed per revolution should be a maximum of 80% of 1,8mm = 1,44mm.

- The wiper insert will have a parallel land (F,,,) with a width of approximately 5,5mm.
- Result: Feed per revolution (fn) could be increased from 0,8mm to 60% of 5,5mm = 3,3mm.
Note: Other limitations, such as machine power, must be taken into consideration.

The points on the insert indicates the side that should be parallel to Wiper insert with 2 Right-hand cutting edges.
the workspace material. The side work of the insert it's indicated by points.

PDF
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ALUPRO 76090

Proprietary milling line

@ dg

)
=
=
=
=]

Arbor Mounting
K,=90° | ¥p=+110

Dimensions | Dimensdes | Dimensiones (mm) Specifications _
Reference Insert radius

Order code Pugn ! :
e Referéncia Raio da pastilha
Codigo Referencia Cutter Rayo del Inserto
Type
181094200 040A76090-03-11-016050-A 50 140 29000 0,4~32
181085300 063A76090-05-11-022050-A 40 21000 04~32
E
E 181094400 100A76090-06-11-032063-A 40 16000 0,4~32
=
wv
181094600 050A76090-04-11-022050-B 4 40 24000 4,0~50
181094800 080A76090-05-11-027050-B 5 140 19000 4,0~50
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Note: Type A cutters can only assemble inserts with a radius between 0,4 and 3,2. Type B cutters can only assemble inserts with a radius between 4,0 and 5,0.

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately

Cutter
@Dc

-".‘L— 5o D

A76090- 40-80 P0400900 XT15 DT1530 30

E76090 - 20-25 P0400803 XT15 DT1530 30

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(3) Technical Data
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ALUPRO 76090 /L& o {“ ey
~ =y

Shouldering Facing Slotting Ramp down Helical Plunging &
Interpolation Recessing

/7

MILLING

Cylindrical Shank
K,=90° | Yp=+6° ~+11°

Dimensions | Dimensdes | Dimensiones (mm) Specifications .
Reference Insert radius

Order code

or Referéncia Raio da pastilha
Codigo e Rayo del Inserto
181095000 020E76090-01-06-020150-A 1 150 40000 0,4~32
181095200 032E76090-02-09-032200-A 150 33000 0,4~32
£
181095400 020E76090-01-06-020150-8 50 40000 4,0~50 E
-—----------- 3
=
2
181095600 032E76090-02-09-032200-B 2 120 150 33000 4,0~50 -
) Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Note: Type A cutters can only assemble inserts with a radius between 0,4 and 3,2. Type B cutters can only assemble inserts with a radius between 4,0 and 5,0.

XDGX 15M5...

Inserts | Pastilhas | Plaquitas

Dimensoes

Dimensiones
o Cuter

Type

Dimensions

Geometry ISO
code Reference

1111624 XDGX 15M504 PDFR-LN

11,20 500 0,40 150

®I® ® ® @ ® ©® &Ll

1111626 XDGX 15M512 PDFR-LN 11,20 500

(11627 XDGXISMSI6PDFRIN ------
1111628 XDGX 15M520 PDFR-LN 11,20

12154 XDGXISMS30PDFRIN ------
1111629 XDGX 15M532 PDFR-LN 11,20 500 6,0 3,2 0,6

1171630 XDGXI5MBA0PDFRAN ---
1111631 XDGX 15M550 PDFR-LN @) 11,20 500 16,0 500 0,40 B

First choice | Primeira opgao | 12opcion @) Stockitem | Produto de stock | Itens destock ~ (O)  Available under request (see page A-9) | Disponivel sobre consuilta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
Technical Data
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MILLING
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ALUPRO 76090

REC@MMEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

SHOULDERING
Material HB Vi (m/min) Width of Cut ae (mm) | Depth of Cut ap (mm) Feed fz(mm/t)
(Brlnell) PH0910 P P
<50 0,35-0,40
< 25% @Dc 50-100 0,30-0,35
10,0-150 0,25-0,30
I\ 10  Aluminium and Non Ferrous 30-130 350-3000
<50 0,30-0,35
<75% @Dc 50-10,0 0,25-0,30
10,0-150 0,20-0,25
SLOTTING
. ,
Material Width of Cut ae (mm) | Depth of Cut ap (mm) Feed fz(mm/t)
PH0910
<50 0,25-0,35
I\ 10  Aluminium and Non Ferrous 30-130 350-3000 100% @Dc 50-10,0 0,20-0,30
10,0-150 015-0,25

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) Use internal coolant supply

@PERA\T"@N/A\L GU"DE " Guia operacional | Guia operativa

- The maximum allowable revolutions are shown in Table 1. Ensure that the cutter operates under the maximum allowable revolutions.
The maximum allowable revolutions for safety purposes are determined in accordance with ISO 15641 (Milling Cutters for high speed
machining-Safety requirements).

Table 1 - Maximum allowable revolutions:

40000 38000 33000 29000 24000 21000 19000 16000

- Even when operating under the maximum allowable spindle speed, if the spindle speed is equal or higher than the values shown in Table 2., it is
recommended that the balance quality (with the arbor or chuck) according ISO 1940.

Table 2 - Maximum revolutions when balancing with the arbor or chuck has not been achieved:

15000 12000 9500 8500 7600 6800 6000 5400

RPM (minl)

- When setting the spindle speed, take into consideration the maximum allowable revolutions of arbor or chuck.
- Use the specified set bolt when using the arbor type with internal coolant supply.

e 73) Technical Data
Po’b’t@ SINCE ;O? éO) A-170 ?,pageAQM 66 page A-242



ALUPRO 76090
XDGX

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

b DH

Ramping brr Helical ‘
Interpolation .

Pitch

Blind hole
Flat bottom

(di = @DH - @Dc

Helical Interpolation

Cutter Ramping Diameter for Blind Hole,
Type Flat Bottom Face (1) Max Pitch/Rev.

Max Ramp a° i (Z)DHmin @DHmax

= 216
24,5
237
62 4 256
A -——————
204
1067 984 214
156,2 16,7
2145 - 1584 172
185
384 210
213
62,4
B -—-————
178
1033 984 187
156,2 14,6
2207 158 4 151

(1) using insert radius 0,8 mm

Note: During helical interpolation do not exceed maximum pitch.

When using different insert radius to calculate the @DHmin and @DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper)

- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

PDF
S ; Technical Data
‘,pageA B4y é page A-242 A1 Bg[g’[g@ SINGE E ? iZA
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ALUPRO 77090

Proprietary milling line

Arbor Mounting ‘
K,=90° | ¥p=+70

Dimensions | Dimensdes | Dimensiones (mm) Specifications :
Reference Insert radius

G| e I

181093000 050A77090-03-07-022050-A 215 30000 08-32
-_-----------
181071600 080A77090-04-07-027063-A 4 215 23000 08-32
-_-----------
181093300 125A77090-06-07-040063-A 215 16000 08~32
-—------
181093500 063A77090-03-07-022050-B 10 25000 4,0~50
-_-----------
181093700 100A77090-05-07-032063-8 10 19000 4,0~50
-_-----------
@) Stockitem | Produto de stock | Itens de stock (O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Note: Type A cutters can only assemble inserts with a radius between 0,4 and 3,2. Type B cutters can only assemble inserts with a radius between 4,0 and 50.

SPARE PARTS " Complementos | Repuestos

Order separately Order separately

Key (Torx) (Tor)l((%m) Torque Value DIN 6368 Wrench
R

A77090 - 50-80 P0401200 XT15 DT1530 30
A77090-125 P0401200 PT15 DT1530 30 J0204610  SD6368-20

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(3) Technical Data
Bg[g{s@ @—% A-172 ‘, pageA-234 o S & PageA-242



o caveas

Shouldering Facing Slotting Ramp down Helical Plunging &
Interpolation Recessing

MILLING

Cylindrical Shank
K,=90° | ¥,=+6°

Dimensions | Dimensdes | Dimensiones (mm) Specifications :
Reference Insert radius

Referéncia Raio da pastilha
Referencia Rayo del Inserto

Order code
Codigo

181069800 032E77090-02-06-032170-A 2 32 32 170 80 038 A 215 41000 08~32 @

181094000 032E77090-02-06-032170-B 2 B 210 41000 4,0~50
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Note: Type A cutters can only assemble inserts with a radius between 0,4 and 3,2. Type B cutters can only assemble inserts with a radius between 4,0 and 5,0.

1)
=
£
T
7
=
=
o
=
(72}

XDGX 22M7...

Inserts | Pastilhas | Plaquitas

4

Dimensiones
T S R s Cuter

Type

Oimerses

Geometry ISO
code Reference

1111618 XDGX 22M708 PDFR-LN

13,00 220 2,00

1111620 XDGX 22M720 PDFR-LN

13,00 700 2,0 20 038

® ® ® & ® &Ll

1111622 XDGX 22M740 PDFR-LN 13,00
First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Q Technical Data
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ALUPRO 77090

A REC@/M\\MENDED CUTT”NG C@ND”T"@NS ” Condicdes de corte recomendadas | Condiciones de corte recomendables

SHOULDERING

(©)
zZ
=
|

E <50 0,35-0,40

50-10,0 0,30-0,35

<259 2 2 2 2

<2i(IRe 100-150 025-030

150-20,0 0,20-0,25

<50 0,35-0,40

50-10,0 0,30-0,35

-~ g g % @D ) ] ] ]

10  Aluminium and Non Ferrous 30-130 350-3000 <50% @Dc 100-150 025-030

150-200 0,20-0,25

<50 0,30-0,35

50-10,0 0,25-0,30

0,
<201 100-150 020-025
150-20,0 015-0,20
SLOTTING
<50 0,25-0,35
50-10,0 0,20-0,30
- g g 9
10  Aluminium and Non Ferrous 30-130 350-3000 100% @Dc 100-150 015-025
150-200 0,10-0,20

(Note 1) Cutting conditions ae/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) Use internal coolant supply.

QPERATHQNAL GU”DE " Guia operacional | Guia operativa

- Only use the inserts and parts provided by Palbit with this tool. Use of the correct insert clamp screws

is especially important to ensure overall tool safety. Do not use damaged or worn clamp screws.

- When tightening the clamp screws, follow the order in Figure 1. The recommended torque value is
35Nm.

- The maximum allowable revolutions are shown in Table 1. Ensure that the cutter operates under the

maximum allowable revolutions.

The maximum allowable revolutions for safety purposes are determined in accordance with ISO 15641

(Milling Cutters for high speed machining-Safety requirements).

Figure 1

Table 1 - Maximum allowable revolutions:
@32 @40 @50 063 ?80 @100 @125
41000 36000 30000 25000 23000 19000 16000
- Even when operating under the maximum allowable spindle speed, if the spindle speed is equal or higher than the values shown in Table 2., it is recommended that the balance

quality (with the arbor or chuck) according ISO 1940.

Table 2 - Maximum revolutions when balancing with the arbor or chuck has not been achieved:
032 @40 @50 063 ©80 ©100 0125
9500 7600 6000 4800 3800 3000 2400

- When setting the spindle speed, take into consideration the maximum allowable revolutions of arbor or chuck.
- Use the specified set bolt when using the arbor type with internal coolant supply.

. ) Technical Data
Palb’t@ SINCE </OZ /ozl A-174 A e 6@6 page A 202



ALUPRO 77090
XDGX

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

©)
DLr =
Rarmping Helical ﬂ
e Interpolation =
Blind hole
Flat bottom

@di = @DH - @Dc

Helical Interpolation

Rampin

CTutter e Diameter for Blind Hale, &p
ype Flat Bottom Face (1) Max Pitch/Rev. =
£
Max Ramp a° i Q)DHmin @DHmax E
= 303 3
e 624 62,4 32,9 S

229

Lo/ 98,4 241

156,0 20,9

2y 158,4 215

246,0 199

4102 - 284 203

= 22,0

108,0 34

122,0 195

1398 1244 203

196,0 158

Ay 1984 16,2

(1) using insert radius 0,8 mm

Note: During helical interpolation do not exceed maximum pitch.

When using different insert radius to calculate the @DHmin and @DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper)

- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

PDF
S ; Technical Data
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ALUPRO 08390

A
M
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) il
2 !
= o)
= e
A
\

|
/ T
Threaded Coupling S < 1

K,=90° | ¥,=0° L%_j

Rererenen Dimensions | Dimensdes | Dimensiones (mm) heen
Order code ferénci ilh
Cédigo Re eréncia Pastilha
Referencia (mm) Inserto
181019900 = 032R08390-02-M16048 2 32 M16 29 48 0,19 15,00 VCGX 22... ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

oo
=
£
T
D
2=
=
°
=
(7]

VCGX 220530 " Inserts | Pastilhas | Plaquitas

i

o
Dimensiones
@

Geometry ISO
code Reference
1121907 VCGX 220530 LN ® 12,70 560 12,7 3,00
First choice | Primeira op¢ao | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Technical Data
)69 & PageA-242
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ALUPRO 08390 Y 2" X 11K ;

Shouldering Facing Slotting Plunging & Ramp down Helical Profilng Copying
Recessing Interpolation

SP/A\RE P[A\\RTS " Complementos | Repuestos

Order separately
Key (Torx) (Tor:((gx‘\lm) Torque Value
Cutter
= AR
R08390 - 32 P0451001 XT20 DT2050 500

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

REC@M/M\\EN DED CUTT" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

_ HB Ve (m/min) Feed fz(mm/t)
Material .
(Brinel) PH0910 VCGX 22...

\ 10  Aluminium and Non Ferrous 30-130 350-1400 0,20-0,50

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 3) Use internal coolant supply

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular @ DH
@ di |
DLr ‘
Ramping Helical ] —

|8
Interpolation &
TS

Blind hole
Flat bottom
@di = @DH - @Dc
Max Ramp a° @DHmin @DHmax Max Pitch/Rev.
530 = 70
32 6.8 15,0 254 B 620 110

Note: During helical interpolation do not exceed max Pitch.

Technical Data it 7
o PALRD x| )

MILLING

1)
=
£
T
7
=
=
o
=
(72}




LINEPRO 06290

)
=
=
=
=]

Arbor Mounting ‘

K,=90° | Y,=+60 ®Dc |

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code

Codico Referéncia Pastilha
& Referencia d L Inserto
181167700  040A06290-03-06-016040 40 11 SP...1204
181167900 063A06290-05-06-027050 11 SP... 1204
on 181168100 100A06290-08-06-032050 SP...1204
E
E 181065600 160A06290-10-06-U040063 10 160 40 100 63 42 C 11 SP... 1204 ®
E @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)
=
wv

SPO oo 12@49 oo || Inserts | Pastilhas | Plaquitas

SPMX -Mpw SPGx-Msw SPGX-MP | SPMW-MS
¥

B o~ Dimensions
P
i

@ o]
Geometry code Reference

1113002  SPGX 120408 PDSR-MP

1112916 SPMX 120408 PDSR-MP ® ® 1273 438 038
First choice | Primeira op¢ao | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Note: It is possible to use other inserts - Page A - 50 H -

Page A-50

Q Technical Data

‘,pageA 24 “,7 -

P page A-242
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LINEPRO 06290 4& o
SPMT | SPMW .

Shouldering Facing

SP[A\\RE P[A\\RTS " Complementos | Repuestos

Order separately

,_* @
- “‘ )
A06290 - 40-160 P0501100 PT20 DT2050 500

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

REC@MMEN DED CUTT" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)
<— Wear Resistance Toughness —»
PHP920 PHH930

Feed fz (mm/t)

HB

Material (Brinell)

SPG(M)X... MP SPM(M)X ...MS

1  Unalloyed Steel 125-220 180-250 0,08-0,20
2 Low-Alloyed Steel 220-280 ____
3  High-Alloyed Steel 280-380 160-200 0,08-0,20
4 SS-Ferritic / Martensitic 200-330 ____
M 5  SS- Austenitic 200-330 100-160 0,08-0,20
6 SS-Austenitic-ferritic (Duplex)  230-260 ____
7  Malleable Cast Iron 130-230 170-300 0,10-0,30
@8 8 GreyCastlron 180-245 ____
9  Nodular Castiron 160-250 90-210 0,10-0,30
S 11 HeatResistant Super Aloys  200-320 ————

(Note 1) Cutting conditions ae/DC=70%
(Note 2) Cutting conditions should be ajusted according to the machine and work rigidity.
(Note 3) If chattering occurs, reduce ap and Vc by 30% and keep the same z per tooth.

CH " P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material HB
(Brinell) 1st choise Dificult Operations

1  Unalloyed Steel 125-220 .. MS .. MP

2 Low-Alloyed Steel 20280 [ aMs W

3 High-Alloyed Steel 280-380 .. MP .. MP

4 SS-Ferritic / Martensitic 200-330 [0S e
M 5SS - Austenitic 200-330 .. MS .. MS

6 SS- Austenitic-ferritic (Duplex)  230-260 [LEMS s

7  Malleable Cast Iron 130-230 ... MP ... MP

8  GreyCastlron 180245 [ MR LW

9  Nodular Castiron 160-250 .. MP .. MP

H 2
=
=

Heat Resistant Super Alloys  200-320 [ LM s

, Technical Data I
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LINEPRO 17090

9
Z
=
=
=

Arbor Mounting
K,=900 | Vp=+90

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Codico Referéncia Pastilha
g Referencia od L Inserto
181010200 040A17090-06-09-022040 40 0210 A 90 AP...1003...
181014300 063A17090-08-09-022040 40 0,560 90 AP...1003...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

oo
=
£
T
D
2=
=
°
=
(7]

W f
3
~
Weldon Shank ) %T
K,=90° | Vp=+70 ~+90 opc| |
Reference Dimensions | Dimensdes | Dimensiones (mm) Insert
Order code ferénci .
Cédigo Re eréncia Pastilha
Referencia od L 1 Inserto
181041300 016W17090-02-07-016085 2 26 0110 90 AP..1003...
181041400 020W17090-03-09-020090 28 0190 90 AP..1003...
181041700 025W17090-04-09-020150 0,340 AP..1003...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Technical Data
‘, page A-234 6 3 6 page A-242
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LINEPRO 17090 4& N ”“
APET | APKT .

Shouldering Facing Slotting. Ramp down Helical
Interpolation

MILLING

Threaded Coupling

K,=90° | Yp=+70 ~+90

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code

Codico Referéncia Pastilha

g Referencia oM L ) Inserto
181015100 016R17090-02-07-M08025 25 0,030 90 AP..1003...
181015300 025R17090-04-09-M12035 35 0110 90 AP..1003...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

oo
=
£
T
7
=
=
o
=
(72}

AP... 1003...

Inserts | Pastilhas | Plaquitas

APET-LN APKT - X APKT - X1 APET-LN | APKTX | APKTX1
R T 4

S Dimensions

S

Imensiones

68 66 | 66 | 63 66 o

Reference
1112043 APET 100305 PDFR-LN

670 350 1000 050 120

1112167 APKT 100305 PDSR-X1 ® ® ® @) 35 1000 05

1111044 APKT 100308 PDSR-X @ 35 1000 08

1111072 APKT 100312 PDER-X ©) ® ® @ @) 6,70 350 1000 1,20 -
s ooz - w0 ow o
1111045 APKT 100312 PDTR-X ® ® ® @) 6,7 350 1000 1,20 -

First choice | Primeira opcao | 12 opcién @) Stockitem | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9

Technical Data
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LINEPRO 17090

SP/A\RE P/A\RTS " Complementos | Repuestos

Order separately
Insert Screw

Key (Torx) (Tor:((?me) Torque Value

3 N
T 22D

W17090 - 16-25 P0250503 XT08 DT0812 12
A17090 - 40-63 P0250503 XT08 DT0812 12

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GR/A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

o HB <— Wear Resistance Toughness —»
ateria :
(Brinell) PH0910 PH6920 PH6930

1  Unalloyed Steel 125-220 v v
2 2 Low-Alloyed Steel 20280 e
3  High-Alloyed Steel 280-380
4SS -Ferritic / Martensitic 200-330
M 5 SS- Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex)  230-260 [
7  Malleable Cast Iron 130-230 v v ‘ Good Conditions
@8 8 GreyCastlron o245 e
9  Nodular Cast iron 160-250 v v @ Average Condiions

=z
=
o

Aluminium and Non Ferrous 130 v a8, Difficult Conditions

Technical Data
& PageA-242
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LINEPRO 17090
APET | APKT

CH "P=RE/A\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material HB : = :
(Brinell) 1st choise Dificult Operations G
1  Unalloyed Steel 125-220 APKT 10... PDER-X APKT 10... PDTR-X %
2 Low-Alloyed Steel 220280 APKTIO.PDSRX  APKTIO.PDSRX 2
3  High-Alloyed Steel 280-380 APKT 10... PDSR-X - =
4 SS-Ferritic / Martensitic 20033 [ APKTI0.PDERX -
M 5  SS- Austenitic 200-330 APKT 10... PDER-X =
6  SS-Austeniticferritic (Duplex) 230260 | APKT10.PDERX -
7  Malleable Cast Iron 130-230 APKT 10... PDER-X APKT 10... PDSR-X
@ 5 GreyCastion 160205 | ARTIOLPOSRX
9  Nodular Castiron 160-250 APKT 10... PDSR-X
10 Aluminium and Non Ferrous ~ 30-130 __

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

Ramping Helical
Interpolation

oo
=
£
T
7
=
=
o
=
(72}

Blind hole
@ Dc Flat bottom

(@di = @DH - @Dc

Helical Interpolation

Diameter for Blind Hole,
Flat Bottom Face (1) Max Pitch,Rev.

Max Ramp a° i @DHmin @DHmax
292 =

Ramping

396,6

8594

2062,6

(1) using LP insert with radius 0,8 mm

Note: During helical interpolation do not exceed maximum pitch

When using HF insert or other different insert radius to calculate the @DHmin and @DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper))

- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

Technical Data
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LINEPRO 17090

REC@M[M\\EN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

Toughness —»
PH6930

<«— Wear Resistance
PH0910

: HB
Material (Brinell)

PH6920

1 Unalloyed Steel 125220 - 180-240 160-220

3 High-Alloyed Steel 280-380 - 140210 120-190

4 SS-Ferritic / Martensitic 20030 | - | 1020 | 140200
M 5 SS-Austenitic 200-330 - 130-180 120160

6  SS-Austeniticferritic(Duplex) 230260 | = 10460 | 100140 |

7 Malleable Cast Iron 130-230 i 160-260 150-240

9  Nodular Cast iron 160-250 i 120-200 100-190

N

=
(@]

(Note 1) Cutting conditions ag/Dc=70%.
(Note 2) Cutting conditions for slotting and shouldering operations:

Operation ae Ve & fz ap (mm)
Slotting 100% <20% 3,0-40

iy % B 5060
<25% >12% 70-80

(Note 3) Cutting conditions should be adjusted according to the machine and work rigidity.

(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(Note 5) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

, Technical Data
? pageA-234 o e page A-242
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LINEPRO 17090
APET | APKT

Feed fz (mm/t)

APKT 10... PDERX/X1 APKT 10... PDS(T)RX/X1 APET 10... PDFR-LN

1)
=
1S
T
D
=
=
o
=
7

Technical Data
'\,pageA-RA v o page A-242

A-185




LINEPRO 18090

)
=
=
=
=]

Arbor Mounting
K,=90° | ¥, =+8° ~+10°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code

Codico Referéncia Pastilha

& Referencia d L (mm) Inserto
181031200 040A18090-04-08-016040 40 0,180 14,5 AP..1604
181031300 063A18090-06-09-022040 0,530 45 AP..1604
181031500 100A18090-08-10-032050 1,680 45 AP..1604
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

1)
=
£
T
7
=
=
o
<=
(72}

VIV
Vv 3
— 1
Weldon Shank @ ! ﬁ
K,=90° | Vp=+6° ~+80 opc | |
Reference Dimensions | Dimensdes | Dimensiones (mm) Insert
Order code N .
Cécigo Referenc!a Pastilha
Referencia d L 1 (mm) Inserto
181041800 025W18090-02-06-025100 44 0,310 14,5 AP..1604
181041900 032W18090-03-07-032110 50 0,560 14,5 AP..1604
181042000 040W18090-04-08-032115 0,670 AP..1604
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

(3) Technical Data
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riper TGS wR

Shouldering Facing Slotting Ramp down Helical
Interpolation

SP/A\RE P/A\RTS H Complementos | Repuestos

Order separately

G)

r Z

) =

, i -~ @ =

=]
W18090 - 25-40 P0400900 XT15 DT1530 30
A18090 - 40-80 P0400900 XT15 DT1530 30
A18090-100-125  P0400900 PT15 DT1530 30

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

AP... 1604...

Inserts | Pastilhas | Plaquitas

APKT -X APKT - X1 APKT - X2 APKT - LN APKT-X | X1 | X2 | LN
F
R s
=\
T |
iC S
APHT - LN APHT-LN
s+ [
{L_“\ I~
| ;
T + TR
| @Gradecode | 68 | G4 | 66 | P3 | 66 | P3 | 68 | G4 | 66 | P3 | 10 |
1112159 APKT 160408 PDER-X1 @ @ ® ® 945 535 16,00 080 180
1112464 APKT 160408 PDER-X2 ® @ ® @) ® 945 535 16,00 080 180
1112158 APKT 160408 PDSR-X1 @ ® ® ® 945 535 16,00 080 180
1112367 APKT 160408 PDSR-X2 @ ® ® 945 535 16,00 080 180
1111923 APKT 160408 PDFR-LN ® 945 535 16,00 080 080
1111074 APKT 160416 PDER-X 945 535 1600 160 1,20
1111050 APKT 160416 PDSR-X (&) 945 535 16,00 160 120

®

1111075 APKT 160432 PDER-X 945 535 1600 3,20 -

1111052 APKT 160432 PDSR-X ® ® 945 535 1600 3,20 =
1111924 APHT 1604 PDFR-LN @ 945 535 1600 - =
First choice | Primeira opg3o | 12 opcion Stock item | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina
*For inserts with radius above 2.0 mm, the cutter must be adjusted A9)

@ Technical Data 2
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Shoulder milling

LINEPRO 18090

GRAD ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

HB <«— Wear Resistance Toughness —»

Material i
(Brinell) PH0910 PH7(6)920 PH7 (6)30

1  Unalloyed Steel 125-220 v v
2N 2 Low-Alloyed Steel 20280 v v
3 High-Alloyed Steel 280-380
4SS - Ferritic / Martensitic 200-330
M 5  SS-Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex) 230260 [ s
7  Malleable Cast Iron 130-230 v v . Good Conditions
Q8 8 GreyCastlron 0245 v v
9  Nodular Cast iron 160-250 v v @ Average Conditions

=z
=
o

Aluminium and Non Ferrous 30-130 _— * Difficult Conditions
REC@MMENDED CUTT” NG C@ND"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Vc (m/min)
<— Wear Resistance Toughness —»

Material

PH0910 PH7(6)920 PH7(6)930
1  Unalloyed Steel 125-220 = 180-240 160-220
2 Low-Alloyed Steel 20280 - [ 16020 | 140200
3 High-Alloyed Steel 280-380 = 140-210 120-190
4 SS-Ferritic / Martensitic 200330 [ o000
5 SS- Austenitic 200-330 = = 120-160
6 SS-Austenitic-ferritic (Duplex) 230260 [ e 10040
7  Malleable Cast Iron 130-230 = 160-260 150-240
8  Grey Castlron 0245 |- | Mo0240 | 1020
9  Nodular Castiron 160-250 = 120-200 100-190
10 AuminumandNonFerrous 304130 [12002000 = s

Feed fz (mm/t
Material L)

APKT 16... PDER-X/X2 APKT 16... PDS(T)R-X/X2 AP..T16... PDFR-LN

1  Unalloyed Steel 125-220 0,07-0,15 0,10-0,25 =
28 2 Low-Alloyed Steel 20280 | 0070100 | 010020 [ -
3 High-Alloyed Steel 280-380 0,07-0,10 0,10-0,20 =
4 SS-Ferritic / Martensitic 20033 [ eor010 - -
M 5  SS- Austenitic 200-330 0,07-0,10 = =
6  SS-Austenitic-ferritic (Duplex) 230260 [ 007000 e
7  Malleable Cast Iron 130-230 0,07-0,15 0,10-0,25 =
@8 8 GreyCastlron 180245 | 007015 | 01005 | -
9  Nodular Castiron 160-250 = 0,10-0,20 =

N

=
o

Aluminium and Non Ferrous 30-130 [ e e 0070200

(Note 1) Cutting conditions ag/Dc=70%.
(Note 2) Cutting conditions for slotting and shouldering operations:

Operation ae Ve &fz ap (mm)
Slotting 100% <20% 50-6,0
doudeng % B8 e0%0
<25% >12% 10,0-125

(Note 3) Cutting conditions should be adjusted according to the machine and work rigidity.

(Note 4) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

Technical Data
767"’ page A-242
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LINEPRO 18090

APKT | APHT

CH ||P=RE/A\\|K<ER SELECT"@N GU" DE " Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

O 00 N O U~ W N P

Unalloyed Steel
Low-Alloyed Steel
High-Alloyed Steel

SS - Ferritic / Martensitic

SS - Austenitic

SS - Austenitic-ferritic (Duplex)

Malleable Cast Iron
Grey Cast Iron
Nodular Cast iron

Material

HB

(Brinell)
125-220
220-280
280-380
200-330
200-330
230-260
130-230
180-245
160-250

1st choise
APKT 16... PDER-X(X2)

APKT 16... PDSR-X(X2)
APKT 16... PDER-X(X2)
APKT 16... PDSR-X(X2)

APKT 16... PDSRX(X2)

APKT 16... PDSR-X(X2)

Chip-Breaker Application

Dificult Operations
APKT 16... PDSR-X(-X2)

Aluminium and Non Ferrous

H
[
o

0L ATIGPORIN  ABIGPORIN

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacao helicoidal | Bajada en rampa e interpolacién circular

b DH
Ramping Dir Helical —1s
Interpolation \ —a
[ T
T

10 - _ _«;I_ \\\\\
Blind hole
Flat bottom
200 @di = @DH - ODc
Helical Interpolation
Ramping : :
Diameter for Blind Hale,
Flat Bottom Face (1) Max Pitch/Rev.
Max Ramp a° @DHmin
46,1 -
145 276,7 484
5537
1221
9773 124,4
196,1
1661,5 1984

(1) Using insert radius 0,8 mm

Note: During helical interpolation do not exceed maximum pitch

When using different insert radius to calculate the @DHmin and @DHmax use the equation below:
- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper))

- Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

Q Technical Data
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W-PRO 62090 N N
roprietary milling line

. 2

Iy
p

«
A\

»
0y

)
=
=
=
=]

L1

Cylindrical Carbide Shank

 ToleranceR  Runout Tolerance 2 @ﬂ '

+0015 R002 Rl
Reference Dimensions | Dimensdes | Dimensiones (mm)
Or(t:igcrﬁcg%de Referéncia Insert
Referencia
181156600 008E62090-02-U008140 140 128 35 0,09 08 WCR08./WCL08...
-—------------_-
181156800 010E62090-02-U010180 97 180 166 45 018 10 WCR10.../WCL 10...
-—------------_-
181156900 012E62090-02-U012200 12 12 11,7 200 182 55 029 60 40 12 12 WCR12./WCL12..
-—------------_-
181157100 016E62090-02-U016250 2 16 16 157 250 230 65 067 50 16 16 WCR16../WCL16..

- 181157300 020E62090-02-U020250 2 20 20 197 250 223 70 100 100 60 20 20 WCR20../WCL20..
- -—------------_-
:.l_: @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

o

Threaded Steel Shank

+0,015 R 0,02

"L

Reference Speaflcatlons
Oréiggli;%de Referéncia max Ae max Insert Stock
Referencia mm)
181167000 010R62090-02-UM06030 2 10 5 6,5 M6 0011 5 30 1, O 1 0 WCR10.../WCL 10...
181167200 016R62090-02-UM08030 2 85 M8 0028 50 16 16 WCR16../WCL16..
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

(7> Technical Data
Palblt @ SINGE g? <S A-190 ‘, page A-234 ‘,,v page A-242
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W-PRO 62090 w I &
WCR | WCL ~ . s

Profiling Copying Shouldering Facing

SP/A\RE P/A\RTS Complementos | Repuestos

Order separately

PECN-
P0300726 XT08 DT0812 12

P0501025 XT20 DT2050 50

20 P0601725 XT25

&)
Z
=
=
=

WCR " Inserts | Pastilhas | Plaquitas

WCR w WCR

ALY
|/

®Dc

“ Dimensions
Dimensoes

Dimensiones
o

Profile milling

8 2 8 S| 8|8 |8|8

. o (<)} O [e)] (o} (<)} o (<)}

: 2 I E(£|Z|2 £ %2
Geometry code Reference o o o o o o o o
1112900 WCR 08 ® & & & ® e ®
1112099 WCR 12 ® ® & & ®
1112101 WCR 20 ®& & &8 & &8 B® ® 0,0

First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(cor)\sulte a pagina A-9) | Disponible bajo consulta (mire pagina
A9

PDF VIDEO | /
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W-PRO 62090 N

Proprietary milling line

WCL " Inserts | Pastilhas | Plaquitas

- Y

b

Ve

\\

—

M Dimensions

PVD P Dimensoes

Grade code Dimensiones

=
o) g
EEEEEEE
1112879 WCL-08 RO.3 ® ® & ®& ® ®& ® ©
1112853 WCL-08 R1.0 ® ® 6 e
1112882 WCL-10 RO5 ® & ®& & ® ®& ® ®©
1112883 WCL-10R15 ® ® e ®& ® ©® e
1112885 WCL-12 R0.3 ® ® ® & 6 6
——@@M----

1112096 WCL-12 R1.0 ® @® e ® © e
1112888 WCL-12 R2.0 ®@ & &6 5 ®&5 ®& ® ©
1112890 WCL-16 R0.3 ® ® ® ® ® @
1112097 WCL-16 R1.0 ® ® 6 e
1112893 WCL-16 R2.0 ® @® e ® 6 e
1112895 WCL-20 RO.3 ® 6 ®@ ® ® ® ®
1112098 WCL-20 R1.0 ® ® ® & 6 6
1112898 WCL-20 R2.0 ® ® ® e e

@) First choice | Primeira opgdo | 12 opcion Stock item | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(cor)\sulte a pagina A-9) | Disponible bajo consulta (mire pagina
A9

73\ Technical Data
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W-PRO 62090 w B —
WCR | WCL ~ . a

Profiling Copying Shouldering Facing

GR/A\\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

<— Wear Resistance Toughness —»

Material
PHH603 PHH910

&)
Z
=
=
=

1  Unalloyed Steel 125-220
P 2  Low-Alloyed Steel 220-280

3  High-Alloyed Steel 280-380

4SS - Ferritic / Martensitic 200-330
M 5 SS- Austenitic 200-330

6  SS- Austenitic-ferritic (Duplex) ~ 230-260

7  Malleable Cast Iron 130-230 v v . Good Conditions
QN 8 GreyCastlron 180-245 ——

9

Nodular Cast iron 160-250 ‘ Average Conditions

Hardened Steels 40-55 HRC _— ag, Difficult Conditions

T
=
N

REC@MMEN DED CUTT" NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

Feed fz (mm/t)

HB

(Brinell) Toughness —»

PHH910

<— Wear Resistance
PHH603

Material

1 Unalloyed Steel 125-220 180-310 140-270 015-0,45 010-0.30
2 Low-Alloyed Steel 220-280 180300 140-260 015040 010025
3 High-Alloyed Steel 280-380 180-280 140-220 010-0,40 010-0.25 =
4 S5~ Ferritic / Martensitic 200330 170300 | 130260 | 015035 | 010025 |
M 5  SS-Austenitic 200330 160-290 120-250 015-0.35 010-0.25 £
6 SS- Austeniticferritic (Duplex) 230260 [ 150270 | 110230 | 015030 | 008020
7 Malleable Cast Iron 130-230 200-380 180-370 010050 010-0.35
S8 8 GreyCastlron 180245 180360 180350 010045 010030
9 Nodular Castiron 160-250 160-310 160-290 010-0.40 010-0,30
12 Hardened Steels 4654HRC 90270 80260 005020 005015
[ 13 Hardened Steels 5562 HRC 80-200 70-180 005-015 004-0,12
14 Hardened Steels 6370HRC 70480 70160 004012 004010

PR@CEDURES F@R CL/A\N\\P"NG SCREWS " Procedimentos para parafusos de aperto | Procedimientos para sujetar tornillos

1. Check the insert seat. . =
Before assembly cutter it is important to ensure that the insert seat has not been damaged during machining or handling. H'Igh precision
clamp screw
2. Clean the insert seat.
Make sure that the insert seat is free from dust or chips from previous machining. If necessary, clean the insert seat with
pressurised air.

3. Position the insert.
Position the insert with the top face marking in the direction of screw placement and couple the insert into the cutter.

Top face marking

4. Lubricate the insert screw.
Apply sufficient screw lubrication to prevent seizure. Lubricant should be applied in small quantity to the screw threads.

5. Always use a torque wrench to ensure that screws are correctly tightened ( please confirm torque data ). Excessive torque will negatively affect the performance of the
tool and can cause screw and insert breakage. Unsufficient torque leads to insert movement, vibration and degrade the cutting result. Dedicated adjustable torque
wrench can be ordered separately. Please do not press down the insert during tightening process.

Note: Always replace worn or damaged screws.

Technical Data
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BALLPRO 93090

9
Z
=
=
=

Threaded Coupling
Reference Dimensions | Dimensdes | Dimensiones (mm) | Specifications
Order code o
o Referéncia Insert Insert 2
Cadigo :
Referencia
181125000  032R63090-02-M16052 2 32 319 Mi6 29 52 48 0168 XPGT3206 DCMW11T3 @
Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

XPGT 3206

XPGT w

—

—

oo
=
- - AN
= 2
s (@ Grade code
o o
0 150
Geometry code Reference
1112485 XPGT 3206-MP ® ® ® 12,576 7 30,6 16
First choice | Primeira opcdo | 12 opcion @) Stockitem | Produto de stock | Itens de stock (O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(cor)\sulte a pagina A-9) | Disponible bajo consulta (mire pagina
A9

DCMW 1173

DCMW Re

iC

C rre——— Sa——

0 150
Geometry code Reference
1120305 DCMW 117304 ® 9525 397 04 44
@) First choice | Primeira opgdo | 12 opcion Stock item | Produto de stock | Itens de stock O (Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

cor;sulte a pagina A-9) | Disponible bajo consulta (mire pagina
A9

7> Technical Data
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BALLPRO 63090 sﬂ s
XPGT | DCMW

Profiling Copying

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately

Key Torx Nm) | Torque Value
Insert

G
Z
|
-
=

,-;' D)
e - )
XPGT P0501302 PT20 DT2050 50Nm

G R[A\\D ES SELECT" @N GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades

HB <— Wear Resistance Toughness —»

L (Brinell) PH7920 PH7740

1 Unalloyed Steel 125-220

P 2 Low-Alloyed Steel 220-280
3 High-Alloyed Steel 280-380
4 SS - Ferritic / Martensitic 200-330

M 5 SS - Austenitic 200-330
6  SS-Austeniticferric(Duplex) 230260 | E
7 Malleable Cast Iron 130-230 v =
8 Grey CastIron 180-245 _— @ Good Condiions
9 Nodular Cast iron 160-250 ‘ Average Conditions |

Heat Resistant Super Alloys 200-320 _— o, Difficuit Condtions

H 2
=
=

REC@MN\\EN DED CUTT" NG C@N D"T”@NS " Condicdes de corte recomendadas | Condiciones de corte recomendadas

Ve (m/min)

Material H <— Wear Resistance Toughness —» | Feed fz (mm/t)
PH7920 PH7740

1 Unalloyed Steel 125220 190-350 140300 010-0,90
N > Low-Alloyed Steel 220280 180260 130230 010085
3 High-Alloyed Steel 280-380 150-220 100-180 005080
4 SS - Ferritic / Martensitic 200330 | - | 120260 | 005080 )
M 5 S5 - Austenitic 200330 - 100-200 005080
6 SS - Austenitic-ferritic (Duplex) 230-260 _—_
7 Malleable Cast Iron 130-230 240-380 - 0,15-0,90
& s Grey Cast Iron 180245 220320 - 015090
9 Nodular Cast iron 160-250 180-280 - 0,10-0,80
I HestRessmmtsuperAlys 200320 [0S sgaioaioos |\_PDF

‘, pageA-234 ¢

Q Technical Data
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PLUS 49095

Proprietary milling line

Threaded Coupling
K,=95° | ’Yp =-
Dimensions | Dimensdes | Dimensiones (mm Specifications
Order code FI:efferS = | | (mm) Pastilh

Cédigo eferéncia astilha

Referencia M L Inserto
181030400 016R49095-02-07-M08023 2 23 0,024 0,30 WNHU 047310
181030500 025R49095-04-07-M12030 4 0,082 0,3 WNHU 047310

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pAgina A-8) | Disponible bajo consulta (mire pagina A-8)

WN|H|U ©4T31@ " Inserts | Pastilhas | Plaquitas

I T Dimensions
Dimenses
Dimensiones

(mm)

® IS0 2
I
Geometry code Reference -
1110783 WNHU 047310 @ ® ® ® ® ® 6,35 350 2,80 1,00
First choice | Primeira opg&o | 12 opcién Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9.

SP/A\\RE P/A\RTS " Complementos | Repuestos

Order separately

Key (Torx) (Torf%m) Torque Value
b L 2 D

R49095 - 16-35 P0250704 XT08 DT0812 12

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

Technical Data
‘,pageA 24 4 67" page A-242
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mﬁ 49095 ﬁ é i

Profiing Copying Facing

GR[A\D ES SELECT”@N GU" DE " Guia para seleccao de graus | Tabla para seleccién de calidades

Grades
: HB <— Wear Resistance Toughness —» )
Material : Zz
(Brinell) PHH603 PHP910 PH7920 =
=
=
1  Unalloyed Steel 125-220
2 2 Low-Alloyed Steel 220-280 ___
3 High-Alloyed Steel 280-380
7 Maleable Cast ron 130:230 ——— © cooscoion
K 8  Grey Castlron 180-245
9 Nodular Cast ron 160-250 ___ B erage Conatins
P 12 Hardened Steels 40-55 HRC v o, Difficuit Conditions

(Note 1) Grade PHH603 must be used only on finishing operations.

REC@M/M\\EN DED CUTT" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables
Ve (m/min)

HB
(Brinell)

Toughness —»
PH7920

<— Wear Resistance
PHH603

Material

PHP910

1 Unalloyed Steel 125220 180-250 180-240
2 Low-Alloyed Steel 220280 [0S 2602401 360220
3 High-Alloyed Steel 280-380 180-310 140-230 140-210
7 Malleable Cast Iron 130230 .~ - | 180300 | 160260
@ 8 GreyCastlron 180-245 160-250 140-240
9  Nodular Cast iron 160-250 _—_
Hardened Steels 40-55 HRC 70-270

(Note 1) Grade PHH603 must be used only on finishing operations.

Feed f5 (mm/t)

o
=
£
o
=
[=]
B
o

Roughing Finishing

WNHU 047310 0.15-0.25 0.10-0.20 0.10-0.50

(Note 1) Cutting conditions should be adjusted according to the machine and work rigidity.
(Note 2) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

, ,: > Technical Data I
‘ pageA-234 o~ 1 é page A-242 A-197 Bg‘g’[Q@ SINGE E ? i%



PLUS 45095

Proprietary milling line

)
=
=
=
=]

Threaded Coupling
Ki=95° | Vp=-6°

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code

Codico Referéncia Pastilha
& Referencia M L Inserto
181037500 025R45095-02-06-M12030 0,079 0,50 WNHU 060410
181037700 042R45095-04-06-M16035 4 42 35 0,219 0,50 WNHU 060410
) Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

WNHU 060410 " Inserts | Pastilhas | Plaquitas

Profile milling

Dimensiones
Grade code
o 150
Geometry code Reference
1111424 WNHU 060410 ® ® @ ® 9,53 476 3,40 1,00
@ First choice | Primeira op¢&o | 12 opcion Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

SP/A\\RE P/A\RTS " Complementos | Repuestos

Order separately

.J J
- "‘ @
R45095 - 25-42 PO350002  XT10 DT1020 20

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

® Technical Data

‘,pageA 24 “,7 -

P page A-242
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mﬁ 45095 ﬁ é i

Profiing Copying Facing

GR[A\D ES SELECT”@N GU" DE " Guia para seleccao de graus | Tabla para seleccién de calidades

Grades
: HB <— Wear Resistance Toughness —» (©)
Material . Zz
(Brinell) PHH603 PHP910 S
=
=
1  Unalloyed Steel 125-220
2 2 Low-Alloyed Steel 220-280 ——
3 High-Alloyed Steel 280-380
7 Maleable Cast ron 130:230 —— © cooscoriin
K 8  Grey Castlron 180-245
9 Nodular Cast ron 160-250 —— B erage Conatins
B 12 Hardened Steels 40-55 HRC o, Difficuit Conditions

(Note 1) Grade PH6103 must be used only on finishing operations.

REC@M/M\\EN DED CUTT" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

HB
(Brinell)

Toughness —»
PHP910

Wear Resistance
PHH603

Material

1  Unalloyed Steel 125-220 180-250
2 Low-Alloyed Steel 220260 [0S 602240
3 High-Alloyed Steel 280-380 180-310 140-230
7 Malleable Cast Iron 130230 . - 180300
K 8  Grey Cast Iron 180-245 160-250
9 Nodular Castiron 160:250 S 50200
“ 12 Hardened Steels 40-55 HRC 70-270 60-250

(Note 1) Grade PHH603 must be used only on finishing operations.

Feed f5 (mm/t)

o
=
£
o
=
[=]
B
o

Roughing Finishing

WNHU 060410 0.15-0.30 0.10-0.25 0.10-0.50

(Note 1) Cutting conditions should be adjusted according to the machine and work rigidity.
(Note 2) If chattering occurs, reduce ap and V¢ by 30% and keep the same fz per tooth.

, ,: > Technical Data I
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B
(-

TOROMILL 33590 | 33690 | 33790 | 33890 | 33990

Proprietary milling line

@ Dc2
Cylindrical Shank
y ) Dc
Vo= +5°
Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code o .
Codico Referéncia Pastilha
g Referencia Inserto
33590
181122500 016E33590-02-04-016160 16 160 0,23 40 RD...0802 MOE
181122700  025E33590-04-05-025200 4 200 0,65 RD...0802 MOE
33690
181123500  025E33690-03-05-025200 0,76 RP...10T3 MOE
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)
o
Threaded Coupling ez )
V= +5° obe
Reference Dimensions | Dimensdes | Dimensiones (mm) Insert
Order code ferénci Pastilh
Cédigo Ref eréncia astilha
Referencia (mm) Inserto
33590
181098600 016R33590-02-04-M08020 13 20 0,03 40 RD...0802 MOE
181122900 025R33590-04-05-M12030 M12 0,14 RD...0802 MOE
33690
181110600 020R33690-02-05-M10032 2 M10 16 32 0,10 50 RP...10T3 MOE
181110800 032R33690-04-05-M16035 M16 0,31 RP...10T3 MOE

O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

) Technical Data
Palblt @ SINGE g? (S A-200 ‘, page A-234 “,6 page A-242



TOROMILL 33590 | 33690 | 33790 | 33890 | 33990 ﬁ s s 4“ e .
RDHT | RPHT - T

Profiiing Copying Facing Slotting Ramp dowin Helical
Interpolation

pdg
od I
)
=z
L] =
é
>

Arbor Mounting
Yp=+5°
Or(t:jlecrrcode Referéncia Pastilha
odigo Referencia (mm) Inserto
33690
181123700 042A33690-06-05-016040 42 40 0,16 50 RP...10T3 MOE
-—---------_-
181123900 052A33690-07-05-022040 52 40 0,30 50 RP...10T3 MOE
33790
-—---------_-
181111500 050A33790-04-05-022040 4 40 0,20 A 6,0 RP...1204 MOE
-—---------_-
181122100 063A33790-06-05-022040 40 0,36 A 6,0 RP...1204 MOE
---------_-
181124400 080A33790-07-05-027050 0,68 6,0 RP.1204 MOE O
Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

oo
=
£
=
=
[=]
e
=%

‘, pageA-234 o

Q Technical Data
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TOROMILL 33590 | 33690 | 33790 | 33890 | 33990

Proprietary milling line

A
pdg
od
)
=z
S I
=
>

Arbor Mounting
Vo= 5°

Order code Reference

Codico Referéncia Pastilha
g Referencia (mm) Inserto
33890
181124500 050A33890-04-05-022040 4 40 0,21 A 80  RP..1605 MOE
181114900 063A33890-05-05-022040 40 037 A 80  RP..1605MOE
181124800 080A33890-06-05-027052 27 52 0,85 A 80  RP..1605MOE
181122200 125A33890-08-05-040052 125 52 212 A 80 RP...1605 MOE
oo 33990
=
‘E 181099800 100A33990-06-05-032063 162 00  RP..2006 MOE
- -—-----------
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

(7> Technical Data
Palblt @ SINGE g? <ZZ A-202 ‘, page A-234 ‘,,v page A-242



TOROMILL 33590 | 33690 | 33790 | 33890 | 33990
RDHT | RPHT

RDHT " RPIHT ” Inserts | Pastilhas | Plaquitas

RDHT RPHT

MILLING

@®

o
s|lglzglglglglgla
Geometry ISO a ey
code Reference x =
1112152 RDHT 0802 MOE-LS ® 8,00 2,38
1112772 RPHT 10T3 MOE-LS ® <) @ @ ® @ ® 10,00 3,97
1112766 RPHT 1204 MOE-LS ® ® ® ® ® @ ® ® 12,00 4,76
1112951 RPHT 1605 MOE-LS ® ® @ ® ® ® ® 16,00 556
First choice | Primeira opgao | 12 opcion @) Stockitem | Produto de stock | Itens destock ~ (O)  Available under request (see page A-9) | Disponivel sobre consuilta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Profile milling

SP/A\RE P/A\RTS ” Complementos | Repuestos

Order separately
Key (Torx) (Tor)l((s{lm) Torque Value
Cutter
@Dc - )
! w -~ @
33590 P0250503 XT08 DT0812 1,20
33790 P0350800 XT15 DT1530 3,00

33990 P0501302 PT20 DT2050 500

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

Technical Data
‘,pageAQaA v e page A-242
¢
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TURBOMILL 34190

Proprietary milling line

| pdg

O
=z
=
=
=]

Arbor Mounting
Yp=5°
181160100 042A34190-06-05-016040 6 42 32 16 36 40 016 A 5 RPHT 10T3MOE-LS(4) @
181160200 050A34190-06-05-022039 6 50 40 22 42 40 026 A 5 RPHT 10T3MOE-LS(4) @
181160700 052 A34190-07-05-022040 7 52 42 22 42 40 030 A 5 RPHT 10T3MOE-LS(4) @
Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)
TUR LL 3429 q
o) . - .
—”_URQMHLL 3429@ Proprietary milling line
Arbor Mounting
Yp=5°

181159600 040A34290-04-05-016040 4 40 28 16 36 40 015 A 6 RPHT 1204 MOE-LS(4) @&

181159500 052A34290-05-05-022040 5 52 40 22 42 40 0,25 A 6 RPHT 1204 MOE-LS(4) @

181160400 063A34290-06-05-022040 6 63 51 22 48 40 0,36 A 6 RPHT 1204 MOE-LS(4)

181160500 066A34290-06-05-027050 6 66 54 27 48 50 0,40 A 6 RPHT 1204 MOE-LS(4) @

181160600 080A34290-07-05-027050 7 80 68 27 60 50 0,68 A 6 RPHT 1204 MOE-LS(4)
Stock item | Produto de stock | Itens de stock (O Available under request (see page A-8) | Disponivel sobre consulta (consuite a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

. - (o) Technical Data
e} -
PQIblt@ SINGE { ) o A- 204 7 pageA-234 o717y pageA-242



TURBOMILL 34190 | 34290
RPHT

SP[A\\RE P/A\RTS Complementos | Repuestos

Order separately

Cutter
@Dc

,1 Q
- "‘ Q
34190 P0O300800 XT09 DT0914 1,40

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

9
=z
=
=l
=]

RPHT-LS " Inserts | Pastilhas | Plaquitas w

RPHT-LS4w RPHT-LS w RPHT-LS | LS4
1

GIGN - I

s
R T s -
Dimensiones

-------- (rm)

o
=
£
o
=
[=]
B
o

0
® No] g % § % § % é
Geometry code Reference o z z z z z z
1112772 RPHT 10T3MOE-LS ® @ @ 10,00 3,97
1112766 RPHT 1204 MOE-LS ® ® ® ® ® @ ® ® 12,00 4,76
First choice | Primeira opcao | 12 opcion @) Stockitem | Produto de stock | ltens destock () Avallable under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

consulte a pagina A-9) | Disponible bajo consulta (mire pagina

PDF

Technical Data
‘,pageA 234 éé page A-242 A-205 BQIQ&@ SINGE § ? iZA



TURBOMIILL 34190 | 36290 | TOROMILL 33590 | 33690 | 33790 | 33890 | 33990

GR[A\D ES SELECT" ON GU ” DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
N <— Wear Resistance Toughness —»
% S PHP920 PHH930 PHP530 PHH530 PHP808 PHH808 PHS740
-
= 1 Unalloyed Steel 125-220 v
AN 2 Low-Alloyed Steel 220-280 _______
3  High-Alloyed Steel 280-380 v
4 SS-Ferritic / Martensitic 200330 _______
M 5 SS- Austenitic 200-330
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_—_—_
S 11  Heat Resistant Super Alloys 200-320
‘ Good Conditions ‘ Average Conditions * Difficult Conditions

REC@MMEN DED CUTT" NG C@N D"T”@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Vc (m/min)

Toughness —»
PHS740

<— Wear Resistance
PHP920 PHH930

Material

HB
(Brinell)

PHP530 PHH530 PHP808 PHH808

1  Unalloyed Steel 125-220 180-250 R F 180-350
2 Low-Alloyed Steel 220280 160230 - 180340 - 180340 - 180340
3 High-Alloyed Steel 280-380 140-220 = 180-330 = 180-330 = 180-340
4 SS-Ferritic / Martensitic 200330 - 140210 | 150270 170280 | - | 160270 = -
M 5  SS-Austenitic 200-330 = 120-170 = 160-280 = 160-270 =
6 SS-Austenitic-ferritic (Duplex) 230-260 = [ 100450 | - [ 150260 - [ 150250 | -
Heat Resistant Super Alloys 200-320 = 30-110 = 30-150 = 30-140 =

Feed fz (mm/t)

HB
(Brinell)

Material

Profile milling

RDHT 08.. RPHT 10.. RPHT 1. RPHT16... RPHT 20...
1 Unalloyed Steel 125220 005035 005-040 005-045 008-055 010-0,55
2 Low-Alloyed Steel 20280 005035 005040 005045 008055 010055
3 High-Alloyed Steel 280380 005030 005-035 005-040 008-050 010-055
4 SS-Ferritic / Martenstic 200330 005025 005030 005035 008045 010050
M 5  SS-Austenitic 200330 005025 005-0,30 005-035 0,08-045 010-0,50
6 S5- Austenitic-ferritic (Duplex) 230260 005025 || 005030 | 005035 | 008045 | 010045
S 11 HeatResistantSuper Alloys 200320  005-020 005-025 005-030 008-035 010-0,40

(Note 1) Cutting conditions ag/Dc=70%.

Technical Data
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F

TURBOMILL 34190 | 34290 ﬁ . e Q
RDHT | RPHT | ‘ Fs » -2 -
"NSERT "NF@RMAT”@N ” Informacio de pastilha | Informacién del inserto

RPRT-LS

(©)
=z
=
[ » =
RPHT-LS =]
13° : |
M

6 cutting edges insert Insert Geometry
- Insert with 6 cutting edges for a higher productivity. - Improved geometry for low cutting force;

- Positive insert with a brand new edge positioning system.

The maximum depth of cut using 6 cutting edges (LS)

TURBOMILL 34190 TURBOMILL 34290
TOROMILL 33590

RPHT 10T3MOE-LS RPHT 1204 MOE-LS

RDHT 0802...

Profile milling

TOROMILL 33890 TOROMILL 33990

RPHT 1605 MOE-LS RPHT 2006...

390 mm

Technical Data P
?, page A-234 6@6 page A-242 A-207 Bglg’[g @ SINGE FO? io%



TURBOMIILL 34190 | 34290
RPIRT=LS4

>

RPHT-LS4 B v

O
Z
=
=
=

4 cutting edges insert | Insert Geometry
- Insert with 4 cutting edges for higher depth of cut. - Improved geometry for low cutting force;

- Positive insert with a brand new edge positioning system.

The maximum depth of cut using 4 cutting edges

TURBOMILL 34190 TURBOMILL 34290
RPHT 10T3MOE-LS4 RPHT 1204 MOE-LS4

4,90 mm 590 mm

GEOMETRY FEATURES " Caracteristicas geométricas | Caracteristicas geométricas

Geometry LS
General machining

Geometry LS4
General machining

Optimized geometry for stainless steel and HRSA. Suitable for alloy steel machining.

Optimized geometry for stainless steel and HRSA. Suitable for alloy steel machining. 4 Cutting edges version.

. Technical Data
PQIblt @ SINCE 7OE ( O} A-208 / page A-234 ‘-?‘-? page A-242



TURBOMILL 34190 | 34290 TOROMILL 33590 | 33690 | 33790 | 33890 | 33990
RDHT | RPHT

RAMPING AND HELICAL INTERPOLATION

DLr

Blind hole

Flat bottom
‘ @di = @DH - @Dc

Max Ramp a° i i Max Pitch/Rev.
33590

0. 08 _______

33690 | 34190

RP. 10 _______

104

Insert

34290

1145

o _______

1374 132

33890

_____&_
126
RP. 16 _______

1832 250
33990
140
RP. 20 ______
2290 250

Note: During helical interpolation do not exceed max PItCh

Technical Data
?,pagema‘l g o PRA A-200 Palb’t@ SINCE ;2 ©)
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TOROMILL X2 35190

Proprietary milling line

Arbor Mounting
Yp=-7°
Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code Aot .

Codico Referéncia Pastilha

g Referencia Inserto
181111600 040A35190-04-07-016040 4 40 32 16 32 40 020 A 30 RNHX 1204 MOE...
181128800 063A35190-06-07-022050 49 22 48 50 055 A 30 RNHX 1204 MOE...
181175600 100A35190-09-07-032050 100 70 1,00 30 RNHX 1204 MOE...
) Stock item | Produto de stock | ftens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

@dg

£
N
BN

Threaded Coupling
Yp=-7°
el Dimensions | Dimensdes | Dimensiones (mm) Specifications [een
Order code

Codico Referéncia Pastilha
8 Referencia Inserto

181128500 (032R35190-03-07-M16040 40 016 RNHX 1204 MOE...

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

Technical Data
‘, page A-234 6 3 6 page A-242
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TOROMILL X2 35190 sﬂ é s /il e ‘
RNHX — ®

Profilng Copying Facing Slotting Ramp down Helical
Interpolation

MILLING

Weldon Shank
Yo=-7°

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications

Orggziczde Referéncia Pastilha
g Referencia (mm) Inserto
181087000 032W35190-03-07-032125 3 32 32 125 42 0,98 30 RNHX 1204 MOE... @
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta (consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

o
=
£
o
=
[=]
B
o

RNHX 1204...

Inserts | Pastilhas | Plaquitas

RNHX-LP RNHX-MP RNHX-LP | MP

I M Dimensions

S

Imensiones

| OGradecode [ 1| M| 2 | X9 | 2| e
RI8|8| 8|8 BIE

@ 1SO
Geometry code Reference

1112030  RNHX 1204 MOE-LP @

s meoomeew o > s

First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code
(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

® [lEE]

®
®

12,00 4,76

Technical Data P 5
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TOROMILL X2 35190

SP/A\\RE P/A\RTS ” Complementos | Repuestos
Order separately

-
? " -~ 2m)
35190 P0401065 XT15 DT1530 3,00

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

9
Z
=
=
=

G R/A\D ES SELECT" @N GU " DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

HB <— Wear Resistance Toughness —»

Material :
(Brinell) PHP920 PHP930 PHH930 PHP530 PHH530

bo
=
% 1  Unalloyed Steel 125-220 v v v
P 2 LowAloyedsSteel 220-280 e
£ 3 High-Alloyed Steel 280-380 v v v
400 IS5 et Martensiae 200330 I
M 5  SS-Austenitic 200-330 v v
6 S5-Austenitic-ferritic (Duplex)  230-260 [y
7  Malleable Cast Iron 130-230 v v
88 8 GreyCastlron 180245 v v
9  Nodular Cast iron 160-250 v v
11  Heat Resistant Super Alloys 200-320 _—_—

’ Good Conditions ‘ Average Conditions * Difficult Conditions

REC@[M\\ME N D E D CUTT" N G C@ N D "T" @ NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

: HB : Ve (m/min) Feed fz (mm/t)
Material (Brinell) <— Wear Resistance Toughness —»
PHP920 | PHP930 | PHH930 | PHP530 | PHH530 RNHX 12... LP RNHX 12... MP
1  Unalloyed Steel 125220 180-250 160-230 = 180-340 = 0,15-0,45 0,15-0,50
AN 2 Low-Alloyed Steel 220280 160230 140210 - 180340 - 015045 015050
3 High-Alloyed Steel 280-380 140-220 120-200 = 180-330 = 0,15-0,45 0,15-0,45
4 SS-Ferritic / Martensitic 20033 - - 140210 150270 170280 010035 -
M 5SS - Austenitic 200-330 = = 120-170 = 160-280 0,10-0,35 =
6 SS-Austenitic-ferritic (Duplex) 230260 | = |- 100450 = -  [150-260 | 010035 | = -
7  Malleable Cast Iron 130-230 = 150-280 = = = = 015-0,55
O 8  GreyCastlron 180245 - 130230 - | - [ - [ - 01505
9  Nodular Castiron 160-250 = 80-190 = = = = 0,15-0,50
0 11 HeatResistantSuperAlloys 200320 [ = |- [30410 | - (3045 = 005030 | -

Technical Data
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TOROMILL X2 35190
RNHX

C|H|”P=RE/A\|K<ER SELECT”@N GU"DE ” Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

Material HB
(Brinell) 1st choise Dificult Operations

1  Unalloyed Steel 125-220 LP MP

2 Low-Alloyed Steel 20280 kW

3  High-Alloyed Steel 280-380 MP =

4 Ss-Ferritic / Martensitic 200330 [
M 5SS - Austenitic 200-330 LP =

6  SS-Austenitic-ferritic (Duplex)  230-260 [P e

7  Malleable Cast Iron 130-230 MP =
Sl 8 GreyCastlron 180245 MR s

9  Nodular Castiron 160-250 MP =

Heat Resistant Super Alloys 200320 [ LR e

H
=
[

RAMP"NG " Descida em rampa | Bajada en rampa

DLr

Ramping

Max Ramp a°®

1719

2148
RNHX 1204

286,5

PDF

Q Technical Data
P page A-242 A-213 &g!glg@ M
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MILLING

Profile milling
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TOROMILL 24590 | 25090 | 25190

3
&
Weldon Shank ooz o=
C.
Yp=0° @ Dc
Reference Dimensions | Dimensdes | Dimensiones (mm) Insert
Order code forénci ih
Cédigo Re eréncia Pastilha
Referencia Inserto
24590
181047000  015W24590-02-U016160 2 - 160 60 40 0220 35 RD...0702...
25090
181047200  020W25090-02-020160 2 20 10 20 - 160 60 - 0322 RD...1003...
25190
181047500  025W25190-02-032230 2 25 13 32 - 230 130 80 1,015 6,0 RD... 12T3... @
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

M

Threaded Coupling

Yp=0°
Reference Dimensions | Dimensdes | Dimensiones (mm) ificati Insert
Order code ferénci ih
Codigo Re eréncia Pastilha
Referencia (mm) Inserto
24590
181015400 015R24590-03-M08020 3 20 0019 BlS RD...0702... ®
181037900 016R24590-03-M08020 3 20 0019 35 RD... 0702...
25090
181011500 020R25090-02-M10025 2 20 10 M10 18 25 0041 50 RD... 1003... ®

181049900 042R25090-05-M16040 5 42 32 M16 29 40 0243 50 RD... 1003... ®
25190
181011800 024R25190-02-M12032 2 24 12 M12 21 32 0072 6,0 RD... 12T3... ®
181012000 042R25190-04-M16042 4 42 M16 29 42 0232 6,0 RD..12T3.. ®
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

(c3) Technical Data
39!915@ @—% A-214 ‘, pageA-234 o S & PageA-242



TOROMILL 24590 | 25090 | 25190 ﬁ = e
RDHT | RDMW . . “

Profiiing Copying Facing Slotting Helical
Interpolation

@dg
Od

MILLING

Arbor Mounting
Yp=00 (++7°)

Reference Dimensions | Dimensoes | Dlmen5|ones mm
Order code

Codico Referéncia Pastilha
g Referencia Inserto
25090
181010600  042A25090-06-016044 42 32 16 44 0254 A 50 RD...1003... ®
_—---------_-
25190
181051900 050C25190-05-07-022050* 5 0,312 6,0 RD... 12T3...
_—---------_-
181010800  052C25190-05-07-022050* 0335 6,0 RD... 12T3...
_—---------_-
181010900  066C25190-06-07-027050* 27 48 0600 A 6,0 RD... 12T3...
_—----- ---_-
181016600 080C25190-07-07-027052* 7 27 525 1000 A 6,0 RD... 12T3... ®
) Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

o
=
£
o
=
[=]
B
o

SP[A\\RE P/A\RTS " Complementos | Repuestos

Order separately Order separately

,ﬂ Q

W24590 - 15 P0250503 XT08 DT0812 12
______
W25090 - 20 P0350800 XT15 DT1530
______
A25090-42-52  P0350800 XT15 DT1530 30
_---
R25190-24-42  P0350800 XT15 DT1530

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

=5

=N
==
fopre)

) Technical Data
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TOROMILL 25290 | 25390

A
Ddg
@d
g
= RN
é | |
>

Arbor Mounting
Yp=00 (*+7°)

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code

Referéncia
Referencia

181016200 080C25290-06-027052 6 80 64 27 60 52 0910 A 80 RD... 1604... ®
181017300 125C25290-08-07-U040052* 8 125 109 40 52 2,340 80 RD... 1604...
25390
8o 181026400 080C25390-05-07-027050%* 5 80 60 27 60 50 0840 A 100 RD... 2006... ®
E 181020500 125C25390-07-07-U040052* 7 125 105 2,030 00 RD... 2006...
2 _—---------_-
) Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pAgina A-8) | Disponible bajo consulta (mire pagina A-8)

Threaded Coupling
Yp=0°
Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications
Order code ferénci Pastilh
Cédigo Re eréncia astilha
Referencia (mm) Inserto
25290
181002600  032R25290-02-M16040 M16 0162 RD... 1604...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

(3) Technical Data
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TOROMILL 24590 | 25090 | 25190 | 25290 | 25390 i A o
RDHT | RDMW q e ' & ,@' ! .\# !

Profilng Copying Facing Slotting Helical Ramp down Plunging
Interpolation

RDo oo || Inserts | Pastilhas | Plaguitas
RDHT RDHW RDMT RDMW RDHT | RDHW | RDMT | RDMW
(G
Z
=
=
@
Geometry
code

1110548 RDHW 0702 MOT @ e 6 ® @ ® 700 238

1110087 RDHW 1003 MOT ® e © ® ® @ ® 1000 318

1110082 RDHT 1003 MOT ® ® 10,00 318

1110583 RDMT 1003 MOT ® ® 10,00 318

1110549 RDMW 1003 MOT ® ® ® 10,00 318

1110090 RDHW 12T3 MOT ® ® ® ® ® ® B 10,00 318

1112040 RDHT 12T3 MOS-MP ® ® ® 10,00 318

1110083 RDHT 1273 MOT 12,00 397

1110558 RDMT 1273 MOT ® ® 12,00 397

1110096 RDMW 12T3 MOT ® ® ® 12,00 397

1110092 RDHW 1604 MOT ® ® ® ® ® 16,00 4,76

1112039 RDHT 1604 MOS-MP ® ® ® ® 16,00 4,76

1110084 RDHT 1604 MOT ® 16,00 4,76

1110556 RDMT 1604 MOT ® 16,00 4,76

1110097 RDMW 1604 MOT ® ® ® ® 16,00 4,76

1110869 RDMW 2006 MOT ® 20,00 6,35

First choice | Primeira opcao | 12 opcion Stock item | Produto de stock | Itens destock () Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)

Technical Data

Q. P
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TOROMILL 24590 | 25090 | 25190 | 25290 | 25390

SP[A\\RE P/A\RTS ” Complementos | Repuestos

Order separately Order separately

Insert Screw Torx Nm TorqueVaIue Screw Clamp |  Washer | Washer Screw %

)
=
=
=
=]

J"t'.‘ﬁr‘@-"@’ﬁf

W24590 - 15 P0250503 XT08 DT0812 12

_---_- )

W25090 - 20 P0350800 XT15 DT1530

A25090 - 42-52 P0350800 XT15 DT1530

R25190 - 24-42 P0350800 XT15 DT1530 30

R25290 - 32-35 P0451001 X120 DT2050

(€25290-125-160  P0451001 X120 DT2050 50 - HC01200 P0451001

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

Profile milling

Grades
: HB <— Wear Resistance Toughness —»
Material (Brinell)
e PH6103 | PH6910 | PH6920 | PH6125 | PH6135 | PH6740

1  Unalloyed Steel 125-220 v
2 Low-Alloyed Steel 220-280 ------
3 High-Alloyed Steel 280-380 v
7 Mallable Cast ron 130230 ------ © coos ot
K 8  Grey Castlron 180-245
9 Nodular Cast iron 160-250 ------ B erage Concivons
12 Hardened Steels 40-55 HRC v “. Difficult Conditions

O Technical Data
POIblt@ SINCE ;2 ©) A-218 ?,pageA Bl gy e A2



TOROMILL 24590 | 25090 | 25190 | 25290 | 25390
RDHT | RDMW

C|H|”P=RE/A\|K<ER SELECT”@N GU"DE ” Guia para aplicacdes do quebra-aparas | Guia para aplicacién del rompevirutas

(Brinell) 1st choise Dificult Operations =
1  Unalloyed Steel 125-220 RD..T ... RD.W. ... E
2 Low-Alloyed Steel 20280 [ RDT.
3 High-Alloyed Steel 280-380 RD..W ... =
7 Malleable CastlIron 130230 | RD.T. | R.W..
8  Grey Castlron 180-245 RD..W ... =
9 Nodular Cast iron le0250 [ RDWL. e
12 Hardened Steels 40-55 HRC RD..W ... =

o
=
£
o
=
[=]
B
o

@ Technical Data P
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TOROMILL 24590 | 25090 | 25190 | 25290 | 25390

A REC@[/\V/\\MEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve (m/min)

Material <«— Wear Resistance

HB
(Brinell) Toughness —»

]
Z
= PH6103 PH6910 PH6920 PH6125 PH6135 PH6740
= 1 Unalloyed Steel 12520 180300 180250 150230 160190 150180  130-160
2 Low-Alloyed Steel 220280 180250 170210 140220 140180 140170 120150
3 High-Alloyed Steel 280380 180230 160200 130180 130160 120150 100130
7 Malleable Cast Iron 130-230 ______
8  Grey Castlron 180-245 150250 130230 110-220
9 Nodular Castiron 160-250 ______

12  Hardened Steels 40-55HRC  120-240

: HB RD... 07 RD...10 RD...12
Material (Brinell)

1  Unalloyed Steel 125-220 <0,18 <150 <0,24 <2,50 <0,27 <2,50
2N 2 Low-Alloyed Steel 220280 <018 <150 <024 =250 <025 =250
3 High-Alloyed Steel 280-380 <015 <1,50 <0,21 <250 <0,20 <250
7 Malleable Cast Iron 13030 <020 <150 <025 <250 <024 =250
K 8  Grey Cast Iron 180-245 <0,20 <1,50 <0,25 <2,50 <0,24 <2,50
9 Nodular Cast iron 160250 <018 <150 <022 =250 <022 =250
12  Hardened Steels 40-55 HRC <012 <150 <018 <2,50 <018 <250

RD...16 ... 20

1  Unalloyed Steel 125-220 <O 33 <3 50 <O 33 <5 OO
2  Low-Alloyed Steel
3 High-Alloyed Steel
7  Malleable Cast Iron
8
9

Profile milling

Material (Bglr?ell

Grey Cast Iron
Nodular Cast iron
H 12  Hardened Steels 40-55 HRC <0,25 <350 <0,20 <5,00

(Note 1) Cutting conditions ag/Dc=70%.

(Note 2) Cutting conditions should be adjusted according to the machine and work rigidity.

(Note 3) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases:
- When using long shank;
- When using long tool overhang with arbor type;
- When application has poor clamping rigidity or when using a low rigidity machine.

(7> Technical Data
Palblt @ SINGE g? <S A-220 ‘, page A-234 *v page A-242



TOROMILL 24590 | 25090 | 25190 | 25290 | 25390
RDHT | RDMW

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

Ramping i Helical %j 5
Interpolation a

MILLING

Blind hole
Flat bottom

@di=@DH - ®Dc

Helical Interpolation

Profile milling

1800
= 230
1526 320,0 26,0

Note: During helical interpolation do not exceed max Pitch.

, Technical Data
‘ pageA-234 o1y pageA-22 A1 BQ[Q’[g@ SINGE § ? i%
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LINEPRO 40095 | 40595 | 41095

Arbor Mouting
K,=950 | ¥p=+70

Reference Dimensions | Dimensdes | Dimensiones (mm)
Order code

Cédico Referéncia Pastilha
g Referencia 0d L (mm) Inserto
40595
181027700 052C40595-05-07-022050 5 50 0342 A 10 XD...10T3...
181027900 080C40595-07-07-027050 7 50 0972 A 1,0 XD... 10T3...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)
Threaded Coupling ]

K,=95° | yp=+7° (*+9)

Reference Dimensions | Dimensdes | Dimensiones (mm) Specifications Insert
Order code

Cédico Referéncia Pastilha
8 Referencia oM L Inserto
41095
181012400 010R41095-02-09-M06020* 0,010 XD... 0401...
40095
181012100 016R40095-02-07-M08023 2 23 0,022 XD...0602...
181015600 025R40095-03-07-M12030 0,081 XD... 0602...
40595
181015700 025R40595-02-07-M12035 2 35 0,077 XD... 10T3.. ®
181016900 042R40595-04-07-M16043 4 43 0,230 10 XD...10T3..
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

(3) Technical Data
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LINEPRO 40095 | 40595 | 41095
XDHW

4

Helical
Interpolation

Ramp down

XD|H|W " Inserts | Pastilhas | Plaquitas

XDHW

XDHW - PCD & PCBN
(HARDMILL)

MILLING

Dimensions
Dimensoes
Dimensiones
Geometry ISO § g % g g §
code Reference o o o o o a
1110905 XDHW 040105 @) @) @) O ©) @) 40 159 4,00 050 g_}”
1112316 XDHW 040110 FN ©) E
(L0 XOHW 000N, e --
1110532 XDHW 060210 ® ® ® ® ® ® @ ® 6,50 2,38 6,20 1,00
IS XOHW0S020FN. ® es0 23 620 100
1111875 XDHW 060210 SN 6,50 2,38 6,20 1,00
1112320 XDHW 10T310 FN ® 10,00 3,97
A XOHWIOTIOSN ® ----
First choice | Primeira opgao | 12opcion @) Stockitem | Produto de stock | Itens destock ~ (O)  Available under request (see page A-9) | Disponivel sobre consuilta Insert order code = (1) Geometry Code + (2) Grade Code

~r =\ Technical Data

‘,pageA 234 6[‘ & PageA-202

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
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LINEPRO 40095 | 40595 | 41095

SP/A\RE P/A\RTS " Complementos | Repuestos

Order separately Order separately

Key (Torx) (Tor>l((€¥\lm) Torque Value | Screw Clamp
-
R41095 - 10-12 P0180401 XT06 DT0606 06

R40595 - 25-42 P0350800 XT15 DT1530 30
Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GR/A\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

Grades
: PCD PCBN
<— Wear Resistance Toughness —»

Material (B HB 1)
(i3 PHD103 | PH6103 | PH6910 | PH6125 | PH6135
PDP410 | PBH920

1  Unalloyed Steel 125-220
2 2 Low-Alloyed Steel 220-280 -------
3  High-Alloyed Steel 280-380
7 Malleable Cast Iron 130230 -------
K 8  Grey Cast Iron 180-245 ‘ Good Conditions
9  Nodular Cast iron 160-250 -------
N 10  Aluminium and Non Ferrous 30-130 v @ Average Condiions
H 12  Hardened Steels 40-55 HRC ------- * Difficult Conditions

REC@//\V/\\MEN DED CUTT” NG C@N D "T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Ve i
: HB : PCD PCBN
Material (Brinell) <— Wear Resistance Toughness —»

PHD103 PH6103 PH6910 PH6125 PH6135 PDP410 PBH920

1  Unalloyed Steel 125-220 = 180-300  180-250  160-190  150-180
2 Low-Alloyed Steel 220-280 _______
3 High-Alloyed Steel 280-380 = 180-230 160200  130-160 120-150 =
7 Malleable Cast Iron 130-230 _______
8  Grey CastIron 180-245 = = 150-250 140-240
9 Nodular Castiron 160-250 _______
10  Aluminium and Non Ferrous 30-130  300-1000 = = 800-3000 =
12 Hardened Steels 40:55 HRC [0 20360 O O e 126056001
Feed fz (mm/t)
Insert
Roughing Finishing
XD...04 0,10-0,20 010-015 01-05
XD...10 0,15-0,35 010-030 02-08

(Note 1) Cutting conditions should be ajusted according to the machine and work rigidity.
(Note 2) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per tooth.

O Technical Data
39!915@ M& A-224 ?,Page/\ 284 P page A-242




LINEPRO 40095 | 40595 | 41095
XDHW

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacio helicoidal | Bajada en rampa e interpolacion circular

o DH

Ramping Dir Helical

&)
Z
=
=
=

Interpolation

[ 2

hui

Blind hole
Flat bottom
(di = @DH - @Dc
Insert
Max Ramp a° @DHmin @DHmax Max Pitch/Rev.
10 73 08 62 e o 2’3
30,0 = 6,2
16 8 10 71 . . 5
oo
480 - 51 =
25 4 1,0 14,3 ) 500 55 E
T
=
68,0 94 -
35 52 1,0 11,0 ) 700 100
XDHW 10... 52 ; » o 1020 - 8o
’ ’ = 104,0 8,6
158,0 = 77
80 18 10 318 ) 1600 79

Note: During helical interpolation do not exceed max Pitch.

Technical Data P
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HARDMILL 72090

” NSERTS C@D" F"C[A\T"@N SYSTEM " Sistema de codificacdo de pastilhas | Sistema de codificacién de insertos

XNHW 12 05 04 P VA F R - 015 030

9
Z
T
=
=

Pre) (73) Technical Data
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PCD RANGE " Gama de produtos PCD | Rango de productos PCD

O
=z
=
=
=]

XNHW 120504 PZFR-0150045 XNHW 120504 PZFR-000080 XNHW 120508 PZFR-015045 XNHW 120508 PZTR-015045
XNHW 120508 PZTR-000080 XNHW 1205 PZFR-020120 XNHW 1205 PZFR-030045 XNHW 1205 PZTR-030045
. Cutting edge Type (radius, chamfer) Wipper cutting edge . Edge Preparation (F, T)

=) Technical Data -
3 Q (@)
A-234 o ° A-242
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HARDMILL 72090

)
=
=
=
=]

Arbor Mounting
K,=90° | V,=0°

Ordgcrrcode Referéncia Pastilha
Gl Referencia d L Inserto
181129700  040A72090-04-016040 40 032 32000 XNHW 1205...
-—--------_-
181129900  050A72090-05-022040 5 40 037 A 32000 XNHW 1205...
-—--------_-
181130100  063A72090-07-022040 0,62 29 000 XNHW 1205...
-—--------_-
181130300  080A72090-09-027050 117 A 26000  XNHW 1205...
-—--—-—--——-
181130500  100A72090-12-032050 180 24000 XNHW 1205...
-—--------_-
181130700  125A72090-14-040063 14 63 2,60 A 22000 XNHW 1205...
-—--------_-
181135600  160A72090-16-040063 16 160 545 A 18000  XNHW 1205...
@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

SP/A\RE P[A\\RTS " Complementos | Repuestos
Order separately

Cutter
= El

A72090 - 40-160 P0401100 XT15 DT1530 3,00 SETDEV AS 04 00

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

(7> Technical Data
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HARDMILL 72090 N 4&
XNHW .

Facing Shouldering
VN L . .
XNIHW 12©5°°° Inserts | Pastilhas | Plaquitas
G
XNHW 1205 PZFR-020120 XNHW 120508 PZTR-000080 XNHW 120508 PZTR-015045 XNHW =
ﬁ
— 1 =
d{i '
W__N_RICh
s

[N Dimensions

PCD Dimensoes
Dimensiones
GGradecode | B | D6 | s

ISO
Reference

1112564 XNHW 120504 PZFR-015045

12,25 4,50 150

O O|® ® ®|® O O [lZlE
GNOIGNONGNIGIONO) PDP410

1112566 XNHW 120508 PZFR-015045 12,25 5,40 45 48 08 15
1112551 XNHW 120508 PZTR-015045 _---
1112552 XNHW 120508 PZTR-000080 12,25 5,40 8,00 4,80 0,80 =
1112553 XNHW 1205 PZFR020120 ______
1112567 XNHW 1205 PZFR-030045 12,25

1112568 XNHW 1205 PZTR 030045 ______
First choice | Primeira opcao | 12 opcién @) Stockitem | Produto de stock | Itens de stock () Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(corisulte a pagina A-9) | Disponible bajo consulta (mire pagina
A9

REC@/M\\MEN DED CUTT" NG C@N D "T” @NS ” Condicdes de corte recomendadas | Condiciones de corte recomendables

(Brinell)

Work piece material Type of treatment / alloy PDP403 XNHW 12...
- 80 300 - 4000
Aluminium wrought alloys 9%
<12%Si 130 300-5000
Aluminium cast alloys <12%Si 90
>12%Si 100 300-1000
[\ brass, red bronze 100 _ 005-040
bronze = 100-1500
lead-free copper and electrolytic copper = ~ 300-3000
thermosetting plastics = 80-300
Non-metallic materials fibre-reinforced plastics 200-320 _
hard rubber 80-300

PDF [/

, Technical Data I
S e gy a page A-242 A-229 Pab’t@ @—%



O
=z
=
=
>

.
<2
£
<
P
(@)
-
T
]
S
(]

CENTER & CHAMEFER

@dg

Tmax.
%

Reference imensi i imensi Insert
Referéncia : Pastilha
Referencia - - - Inserto

Order code
Cadigo

Designation
Designacao Toolholder Holder designation inserts Pastilha

Designacion Inserto

1410286G4 PK SOMT 117308 CHTS16H CHT S16H N11-45 SOMT 117308

Order code NO - Ne Insert

Cadigo

@ Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

SQ...T 11T3..

oM - w SOMT | SOGT
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Dimensions
Dimensoes
Dimensiones
(mm)
(=]
o
® IS0 g
I
Geometry code Reference o
1112425 SOMT 117308 ® ® ® 10,87 397 11,00
S oumwe sogTumes . e o @ ____
First choice | Primeira opgdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9
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Center & chamfer
so.T

T@@L SELECT"@N " Seleccdo de ferramenta | Seleccién de herramienta

Internal Chamfering

Grooving Spot Drilling
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Engraving
Chamfering

SPARE PARTS ” Complementos | Repuestos

Order separately

InsertScrew | Key (Torx) (Tor)l((%m) Torque Value

A )
" - - @
CHT S16... P0350800 XT15 DT1530 30

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.
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REC@MMEN DED CUTT" NG C@N D”T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

: HB Feed fz (mm/t)
Material (Brinell)
PH7920 SOMT 111308 SOGT 117303

1  Unalloyed Steel 125-220 120-150 0,04-0,08 0,05-0,10
2 Low-Alloyed Steel 220280 | 100420 | 003007 | 005010 )
3 High-Alloyed Steel 280-380 60-100 003-0,06 004-0,08
4 SS-Ferritic / Martensitic 200330 100150 004007 003006
M 5  SS-Austenitic 200-330 80-120 003-0,06 003-0,06
6  SS-Austenitic-ferritic (Duplex) 230260 [ 5090 | 003006 | 003008
7 Malleable Cast Iron 130-230 90-150 005-0,10 005-0,10
Q8 & GreyCastlron 180245 80120 005008 005008 PDF
9  Nodular Castiron 160-250 70-110 0,04-0,08 0,04-0,08
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Note: Hole previously drilled

Reference Dimensions | Dimensdes | Dimensiones (m Insert
Order code

i Referéncia Pastilha
Referencia Inserto
181150100 SP91 D10-W10/100-01-05 1 0,048  SPKX 057104
181150300 SP91 D13-W16/100-01-06 0116  SPKX 060204
181150500 SP91 D17-W20/120-01-07 0224  SPKX (070308
181150700 SP91 D20-W20/140-01-09 0303  SPKX 090308
181150900 SP91 D25-W25/150-01-11 1 25 25 150 40 0,473 SPKX 110408 @
Stock item | Produto de stock | Itens de stock O Available under request (see page A-8) | Disponivel sobre consulta (consulte a pagina A-8) | Disponible bajo consulta (mire pagina A-8)

SPIKX " Inserts | Pastilhas | Plaquitas

(PHC grade)

Dimensoes
PVD Dl e

= o

@

G 50 ~ S =
eometry | © e %
code Reference 5 == &
1111635  SPKX 057104 ® ® 198 2,20 0,40
e oo 6 @ 8 o o [@ @ ----
1111636  SPKX 070308 ® ®
6 SPX0%0308 C ® ----
1111285  SPKX 110408 ® ® ® ® ® ® ® ® ® 11,50 48 4,40 08
First choice | Primeira opcdo | 12 opcién @ Stock item | Produto de stock | Itens de stock O Available under request (see page A-9) | Disponivel sobre consulta Insert order code = (1) Geometry Code + (2) Grade Code

(consulte a pagina A-9) | Disponible bajo consulta (mire pagina A-9)
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Spot face
SPKX

Spot Facing

SPARE PARTS ” Complementos | Repuestos

Order separately

Cutter
@Dc

,J" @
- “" @
10-11 P0200400 XT06 DT0606

17-18 P0250704 XT08 DT0812

P0400900 XT15 DT1530 30

Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-241.
Check the procedures for the clamping screws on the page A-241.

GR[A\\D ES SELECT"@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades

o HB <— Wear Resistance Toughness —»
ateria ;
(Brinell) PH6920 PH6930 PHC930

1 Unalloyed Steel 125-220
P 2 Low-Alloyed Steel 220-280
3 High-Alloyed Steel 280-380
4 SS - Ferritic / Martensitic 200-330
M 5 SS - Austenitic 200-330 ‘ Good Conditions
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 _—_
8  GreyCastlron 180-245 @ verage Conditons
9 Nodular Cast iron 160-250 _—_ ’. Difficult Conditions

REC@[M\\MEN DED CUTT" NG C@N D"T"@NS " Condicdes de corte recomendadas | Condiciones de corte recomendables

Material (BrIEInBeII) <— Wear Resistance Toughness —»
PH6920 PH6930 PHC930
1 Unalloyed Steel 125-220 180-250 160-240 160-240
A 2 Low-Alloyed Steel 20280 | 160220 | 140200 | 140200
3 High-Alloyed Steel 280-380 130-180 110-160 110-160
4 SS-Ferritic / Martensitic 20033 [ 170230 | o210 [ 140210
M 5) SS - Austenitic 200-330 160-200 130-200 130-200
6 SS-Austenitic-ferritic (Duplex)  230-260 140480 120490 | 120490
8 Grey Cast Iron 180-245 180-250 150-220 150-220
9 Nodular Castiron l60250 | 130200 | 10480 | 10480

Feed fz (mm/t)

: HB
Material (Brinell)

SPKX 05... SPKX 06... SPKX 07... SPKX 09... SPKX11...

1 Unalloyed Steel 125220 005008 006-0,10 006-0,12 007013 008-0.15
2 Low-Alloyed Steel 20280 006012 008015 010018 012022 012025

3 High-Alloyed Steel 280380  006-010 008-0.15 010-020 012-023 012-026
4 S5-Ferritic / Martensitic 200330 005010 006012 008015 009016 010020

M 5  SS-Austenitic 200330 004008 005-0.10 006-0,12 007013 008-0.18
6  SS-Austenitic-ferritic (Duplex) ~ 230-260 | 004008 | 005011 = 006013 | 007014 = 008019

8  GreyCastlron 180-245  006-012 008-0.16 012020 015-0,25 015-0,30
9 Nodular Cast ron 160250 ~ 006-010 008015 010018 012020 015025
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SPARE PARTS

A

MULTIFIT DENSIMET ANTISVIBRATION | shank | adaptador | Fijacion
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Dimensions (mm)

order code Reference

1191008A0  AC-RI-D12-M06-L040-AV

1191021A0 AC-RI-D12-M06-L080-AV

1191011A0 AC-RI-D16-M08-LO60-AV

1191013A0 AC-RI-D16-M08-L100-AV

1191014A0 AC-RI-D20-M10-LO40-AV

1191016A0 AC-RI-D20-M10-LO80-AV

1191018A0 AC-RI-D20-M10-L120-AV

1191027A0 AC-RI-D20-M10-L100-D17,8-AV

1191023A0 AC-RI-D25-M12-L060-AV

1191025A0 AC-RI-D25-M12-L100-AV 0,8

@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta

Spare Parts

Palbit @ 1515



Complementos | Repuestos

MULTIFIT CARBIDE ANTI-VIBRATION || shani | adaptador | Fiacion

cEl ] —————i o

Dimensions (mm)

order code Reference
M

219102600  AC-RI-D12-M06-L100-HW

219102800  AC-RI-D16-M08-L100-HW

219103000  AC-RI-D20-M10-L150-HW

219103200  AC-RI-D25-M12-1150-HW

219103400  AC-RI-D32-M16-L250-HW

@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta
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SPARE PARTS

A

MULTIFIT CYLINDRICAL IN STEEL | san | adptador | iacion
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Dimensions (mm)

order code Reference

229000500 AC-RI-D12-M06-L020

229000700 AC-RI-D20-M10-L045

229000900 AC-RI-D32-M16-L050

@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta

MULTIFIT EXTENSIONS FOR THREADED TYPE CUTTER | shank | Adaptador | ijacion

M1

Dimensions (mm)

order code Reference

Spare Parts

229003200 AL-M08-L.040-M08

229003700 AL-M12-L060-M12

@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta



Complementos | Repuestos

MULTIFIT REDUCERS FOR THREADED T
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Dimensions (mm

order code Reference

229012100 AL-M08-L040-M06

229012300 AL-M12-L040-M10

@ Stock item | Produto de stock | Itens de stock O Available under request | Disponivel sobre consulta | Disponible bajo consulta

Spare Parts

palbit@ .14
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SPARE PARTS

SHIM SCREW

' EE
L.
L

SW MI ME @D L L2

order code

ADJUSTMENT SCREW

49 .
L2, L1

M @D A° L

order code

290051500 F0601441 T-20 M6 x 1,0 63 50 136 85 32

DIFFERENCIAL SCREW

Y, (e

MR ML L L1

order code

290016300 F0701800 T-20 M7 x 0,75 M7 x 0,75 18 75 75

INSERT SCREW

4

order code

290013900 P0400925 M4 x0,5
290014400 P0501325 M5x0,5

_______



Complementos | Repuestos

INSERT SCREW

Dimensions (mm)

order code

290078800 P0180300 T-GIP M1,8 x 0,35 2,45 60°

290011300 P0180401 M18 x 0,35

290030600 P0220500 M2,2 x 0,45 3,20

290048900 P0250601 M25 x 0,45 345

290031300 P0250704 M25 x 0,45

290081700 P0350702

290027100 P0350902 M35 x 06

290075200 P0350904 M35 x 0,6

119198800 P0400803 M4 x 0,7

290075600 P0401065 M4 x 0,6

290047500 P0401200 T-15 M4 x 0,7 55

290006700 P0451400 T-20 M45 x 0,75 7.2

290031700 P0501300 M5 x 0.8

290048300 P0601402 T-20 M6 x 1,0 84
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Spare Parts

SPARE PARTS

ADJUSTMENT SCREW

order code

290014200 P0350750 T-15

WASIHER SCREW

M35 x 0,6

Dimensions (mm)

800 72 40

order code

290075600 P0401065 M4 x 0,6

?D

L1

Dimensions (mm)

290011000 P0601765 M6 x 1,0

i
OTIHERS
Washer Order Code Reference Cartridge Screw Order Code Reference
119200900 HC01200
290002900 HC01800
Torx Keys Order Code Reference Order Code Reference
XT 290058600 XT 061P 160022218 5130300
290012900 XT07 o
290060300 CT220300
T mowm  xie
290025700 XT 09 Spring Pin Order Code Reference
Wedge (Insert) Order Code Reference
290014800 PT 15
119200100 SETDEV AS 04 00

A-240



Complementos | Repuestos

290061000 WA7002 290078300  DTO606IP 6IP 06
- 290061200 WA7004 290059600 DT0606 6 06

290059700 DT0709 7 09

(©)
Z
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290059800 DT0812 8 12

290059900 DT0914 9 14

5 290021200 SS40
290060000 DT1020 10 20
TS 200021300 SS50 290047800 DT1530 15 30
290078400 DT2050 20 50

290058700 TS40
290058000 SD6368-12
290058100 SD6368-16
290058200 SD6368-20

119163000 J0123510 12 379

119163100 10164110 16 450 390087700 D1603500
119163200  J0204610 20 54,8 290087800 D2004000

PROCEDURES FOR CLAMPING SCREW'S

1. Always use a torque wrench to ensure that screws are correctly tightened (please confirm
torques data on catalogue). Torque that is too high will negatively affect the performance of the
tool and can cause screw and insert breakage. Torque that is too low will cause insert movement,
vibration and degrade the cutting result. Dedicated adjustable torque wrench can be ordered
separately (please see above).

2. Clean the insert seat.
Make sure that the insert seat is free from dust or chips from the machining. If necessary, clean
the insert seat with compressed air.

3. Check the insert seat.
Before assembly cutter it is important to ensure that the insert seat has not been damaged
during machining or handling.

4. Apply sufficient screw lubrication to prevent seizure. Lubricant should be applied to the screw
threads as well as to the screw head face.

5. Replace worn or damaged screws.

A-241 Palb’t@ SINCE gm@l



