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ISO turning

Product range overview of indexable inserts for ISO turning:
Tiger-tec® Silver grades and geometries

. Negative basic sh
Machining steel ISO P I Negative basic shape

T {7 Positive basic shape

@ good | @ medium | & unfavourable 1o b 3p [mml Depth of cut 5 & _ap (mm Depth of cut
A
3 10 10
c H H
2 i i 63 63
@ . ;
?
o 40 40
g : 25 MES 25 MP4/
PP10S o | FPS L Q
-tec® Silver 10 10 FP4
WPP20S 063 063
e O
Tiger-tec® Silver WPP30S 0 0
Tiger-tec® Silver 025 0.25
016 0.16
> R fImm] Feed rate o f[mm] Feed rate
THE = Coated cermet Toughness 0025 0063 016 004 10 T 25 0025 0083 1016 04 10 25

RP5: For universal machining
RP7: For interrupted cuts,
cast skin/forged skin

Cast iron machining ISO K

MP4: For universal machining, copy turning
FP6: For semi-finishing operations

@ good | @ medium a unfavourable A ap (mm] Depth of cut A 3 (mm] Depth of cut
H H 16 16
A ; ;
3 H H 10 10
G : RK5
:“Z" 6.3 63
8 40 MK5 40
o RK4&
25 25
= MK4
WKK20S 15 16
Tiger-tec® Silver 10 10 FK6
WKP30S
: - 04 04
Tiger-tec® Silver
0.25 0.25
016 0.16
> 01 f [mm] Feed rateF 0 f [mm] Feed rateF
0025 0,063 016 0.4 10 2! 0,025 0,063 016 0.4 10 2.
Toughness 0.04 01 025 063 16 0.04 01 025 0563 16

Stainless steel ISOM

@ good ! @ medium 8 unfavourable 5 & ap (mm] Depth of cut 15 & ap (mmi Depth of cut
A
5] H 10 10
g i
e 63 RM5 *
£ WSMo01 40 40 RM4
8 ‘ 25 MM5 25 MM&/
WSM10S "
Tiger-tec® Silver WSM20S 10 i 10 Fnz‘ll'
063 063
WAL
Tiger-tec® Silver WSM30S 0 0
H Tiger-tec® Silver 025 025
H 016 016
» f [mm] Feed rate f [mm] Feed rate
Ll 01 F 01 F
Toughness 0,025 nmu,uss o1 016 o0 04 o 10 s 2! 0,025 00 0,063 o1 %16 o5 04 oo 10 16 2!

4 1SO turning

MM4: For universal machining, copy turning
FM6: For semi-finishing operations
! Circumference fully ground



I1SO turning
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NF metals ISO N

Wear resistance

High-

Wear resistance

@ good @ medium

WDN10*

a unfavourable

WK13

»

1 DP = polycrystaline diamond (PCD)
2 HC = coated carbide (PVD - HIPIMS)
3 HW = uncoated carbide

Toughness

temperature alloys and titanium alloys ISO S

@ good @ medium a unfavourable

WSM20S
Tiger-tec® Silver WSM30S
Tiger-tec® Silver
ToughnessV

Positive basic shape

ﬁ] Positive basic shape

Carbide PCD
A ap [mm] Depth of cut A a3, [mm] Depth of cut
16 P 16 P
10 10
63 63
40 MN2! 40
25 FN2! 25 .CGW...FS-1
16 16
.CGW...

10 10 FS-M1
063 063
04 04
025 0.25
016 - 016
01 flmmlFeedrate ., .CGT...FS-1 f [mm] Feed rate

0025 | 0063 016 04 10 25 0025 | 0063 ' 016 04 10 25

0,04 01 0.25 063 16 004 01 025 063 16

! Circumference fully ground

m Negative basic shape

Ni, Co and Fe-based alloys

YT 1/ Positive basic shape

Ni, Co, Fe and
titanium-based alloys

A &, [mm] Depth of cut A 3, [mm] Depth of cut
16 P 16 P
10 10
63 NRS 63
40 40
25 NMS/ 25 RM4
16 MS3 16 MM4&/
FM6
10 10
063 NS 063
’ ’ FM&/
04 04 FM2!
025 025
016 016
f[mm] Feed rate f [mm] Feed rate
01 » 01 >
0025 ' 0063 ' 0l6 04 10 25 0025 ' 0063 ' 016 04 10 25
004 01 025 083 16 004 01 025 063 16

NMS: For universal machining
MS3: For low cutting pressure

Titanium-based alloys
A ap [mm] Depth of cut

63 NRT

25 NMT

1 NFT!

f[mm] Feed rate
»

0.
0.025 0,063 016 0.4 10 25
0,04 01 025 063 16

! Circumference fully ground

MMAé: For universal machining, copy turning
FMB6: For semi-finishing operations
! Circumference fully ground

Technical information — Turning 5
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Negative rhombic 80°
CNMG / CNGG / CNMA

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC HW
=|82|8|2|8\2 - |8|8/8\8|2 /8 =|8/8/8
r f ap AEEEEEHEEEEEE AR
Designation mm mm mm A A A A A
CNMG120404-NF 0.4 0,10-0.40 04-20 & S S S S
CNMG120408-NF 0,8 0,15-0,55 05-30 & &S S S
Wiper
CNMG120404-NFT 04 0,08-0,17 04-15 S S &
CNMG120408-NFT 0,8 0,10-0.20 0,5-2,0 S S &
CNMG120402-FM5 0.2 0,03-0.10 0,1-1,0 G 1G]
CNMG120404-FM5 0.4 0,05-0,15 02-15 OO DD G
CNMG120408-FM5 0,8 0,07-0.20 0,4-1,5 OS DD 1G]
CNMG120412-FM5 12 0,10-0.25 0,5-2,0 S S
CNMG120408-NM 0,8 0,20-0,55 0,8-3,0 G0 S S S
CNMG120412-NM 1.2 0,25-0,70 1.5-4,0 S S 9B S
CNMG120404-MS3 0.4 0,12-0.25 0,6-3,0 DD oGRS
CNMG120408-MS3 08 0,15-0,30 0,8-3.0 S SDOD S DSOS
CNGG120401-MS3 01 0,02-0,06 02-25 S S
CNGG120402-MS3 02 0,05-0,12 0,4-25 S S
CNGG120404-MS3 0.4 0,10-0.25 0,6-3.0 S S
CNGG120408-MS3 08 0,12-0.30 0,8-3.0 S S
CNMG120408-NMT 0.8 0,12-0.30 0,8-4,0 S S &
CNMG120412-NMT 12 0,15-0.32 1,0-4,0 S S &
CNMG120404-NMS 0.4 0,10-0.24 0,6-25 SODS SO
CNMG120408-NMS 08 0,13-0,32 0,8-35 OO SO
CNMG120412-NMS 12 0,16-0.36 1,0-3,5 DS DS
CNMG090304-MP3 04 0,06-0,20 03-2.2 X
CNMG090308-MP3 0,8 0,10-0.28 0,6-3,0 COICIE S
CNMG120404-MP3 0.4 0,08-0.22 0,3-2.5 Gk
CNMG120408-MP3 08 0,12-0.32 0,6-32 GRS
CNMG120412-MP3 12 0,16-0.40 0,8-35 DOSH
See the IS0 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

DS B/ x New addition to the product range

6 Indexable inserts
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Negative rhombic 80° .
CNMG / CNGG / CNMA T
Tiger-tec® Silver Bo‘i — in

Indexable inserts

P M K s
HC HC HC HC HW
5 Bl28888:288288:288.
r f ap A EEEEHEEREEE R
Designation mm mm mm A A A A A
CNMG120404-MM5 0.4 0.10-0,20 05-3.0 OO OO G
CNMG120408-MM5 038 0,15-0,32 0.8-3,0 OO OO CoC0E S
CNMG120412-MM5 1.2 0.15-0,35 0.8-35 OO OO IS
CNMG120416-MM5 16 0,15-0,40 1.0-4,0 S| oIk
CNMG160608-MMS 0.8 0,15-0,35 0.8-45 S OO CoCCR
CNMG160612-MM5 1.2 0,18-0.40 0.8-45 SO SO CoC0E S
CNMG160616-MM5 16 0,20-0,45 1.0-4,5 S & S
CNMG090308-MK5 0.8 0,10-0,20 0.2-3.0 Y6
CNMG120404-MK5 0.4 0,16-0,25 06-5.0 D
CNMG120408-MK5 0.8 0,25-0,50 08-5.0 CoCOE
CNMG120412-MK5 1.2 0,30-0,50 12-50 GRS
CNMG120416-MK5 16 0,35-0,50 15-5.0 DS
CNMG160608-MK5 0,8 0,25-0,50 0,8-7.0 1G]
CNMG160612-MK5 1.2 0,30-0,60 1.2-7.0 CoCCR
CNMG160616-MK5 16 0,35-0,60 15-7.0 GRS
CNMG190612-MK5 1.2 0,30-0,65 12-80 DS
CNMG190616-MK5 16 0,35-0,80 1,5-8,0 )
CNMG120408-NRT 0,8 0,18-0,35 1,0-6,0 S S &
CNMG120412-NRT 1.2 0,20-0,40 1.2-6.0 S S &
; CNMG160612-NRT 1.2 0,28-0,55 15-75 S S &
CNMG190616-NRT 16 0,35-0,70 2.0-9.0 S & &
CNMG120408-NRS 0.8 0.16-0.35 1.0-4,0 COCAC I C)E CCIC R
CNMG120412-NRS 1.2 0.18-0.40 1.2-4,0 COCAC )R YR
CNMG160612-NRS 1.2 0.21-0.45 1.2-65 S TR CoCTE S
CNMG160616-NRS 16 0,23-0,50 15-6,5 S 1)
CNMG190608-NRS 0,8 0,20-0,45 1,0-8,0 DD DS
CNMG190612-NRS 12 0,23-0,50 1.2-85 SS )
CNMG120408-RM5 038 0,20-0,40 1,2-5.0 D O OO IS
CNMG120412-RM5 1.2 0.25-0,50 1.5-5.0 DD O OOHSs GG
CNMG120416-RM5 16 0,30-0,55 2.0-5.0 S o)k
CNMG160608-RM5 0.8 0.22-0,45 1.2-7.0 OO B® IS
CNMG160612-RM5 1.2 0.25-0,60 1.5-7.0 O OO OO GG
CNMG160616-RM5 16 0,30-0,65 20-70 DS &S S = S
CNMG190612-RM5 1.2 0,25-0,60 1.5-8.0 OO OB CoCTE S
CNMG190616-RM5 16 0.30-0,80 2.0-80 OO OB CCTE S
See the IS0 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

Optimum indexable insert for

o © B

or
Good Average P
onditions

machining ¢

Indexable inserts 7
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Negative rhombic 80°
CNMG / CNGG / CNMA

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC HW
=|8/2/88/8 82888888 =z888.
r f ap AEEEEEHEEEEEE AR
Designation mm mm mm A A A A A
CNMA120404-RK5 0.4 0,16-0.25 0,6-5,0 S
CNMA120408-RK5 08 0,25-0,50 0,8-5.0 S B S
— CNMA120412-RK5 12 0.30-0,50 1.2-50 1)
CNMA120416-RK5 16 0,35-0,70 15-5,0 DS
CNMA160612-RK5 12 0,35-0,70 1.2-7.0 DS
CNMA160616-RK5 16 0,35-0.80 15-7.0 DS
CNMA190612-RK5 12 0,30-0,65 1,2-8.0 1G]
CNMA190616-RK5 16 0,35-0,80 1,5-8.0 DS
CNMA190624-RK5 2.4 0,40-0,90 2.5-8,0 S
See the IS0 1832 designation key for dimensions HC = Coated carbide
HW = Uncoated carbide
Negative rhombic 80° -
CNMG Perform %
80&‘ -— - s
Indexable inserts
P M K S
HC HC HC HC
81881882588 88/88 858
r f ap AEEEBEEHEEEEE A
Designation mm mm mm A A A A A A
CNMG120404-FV5 0.4 0,05-0,20 02-15 DS
CNMG120408-FV5 08 0,08-0,25 0,4-2,0 )
CNMG120404-MV5 0.4 0,10-0,20 05-35 DS
CNMG120408-MV5 08 0,15-0,32 0.8-4,0 S
CNMG120412-MV5 12 0,18-0,40 0,8-4,0 DS
CNMG160612-MV5 12 0,20-0,45 0,8-5.0 1G]
CNMG120408-RV5 0.8 0,20-0,40 1,0-5.0 1G]
CNMG120412-RV5 12 0,25-0,55 1,0-5.0 G
CNMG160612-RV5 1.2 0,25-0,55 2,0-6.0 1G]
CNMG160616-RV5 16 0,35-0,60 2,0-6.0 1G]
See the IS0 1832 designation key for dimensions HC = Coated carhide

DS B/ x New addition to the product range

8 Indexable inserts



I1SO turning

Negative rhombic 55°
DNMG / DNGG

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC HW
=|az|a2l85)52)85)8/8/2|=|818/2
r f ap TIE&&&SS2333EE83 33303
Designation mm mm mm A A A A A
DNMG110408-NF 0,8 0,15-0,50 05-20 @ [& S S
DNMG150408-NF 0,8 0,15-0,50 05-3.0 |&@ &
DNMG150608-NF 0,8 0,15-0,50 05-30 |&@ & S S
DNMG150404-NFT 04 0,06-0,16 04-1,5 S S &
DNMG150604-NFT 04 0,06-0,16 04-15 S S &
DNMG150608-NFT 0.8 0,08-0,19 05-2.0 S S &
DNMG110404-FM5 0.4 0,05-0,15 02-10 (-] 1) S
DNMG110408-FM5 08 0.07-0,20 0.4-15 OS S GG
DNMG150404-FM5 0.4 0,05-0,15 02-15 S 1) CoC)
DNMG150408-FM5 0,8 0,07-0,20 0,4-1,5 CC0) G
DNMG150602-FM5 02 0,03-0,10 0,1-1,0 S S
DNMG150604-FM5 0.4 0,05-0.15 02-15 S OB )G
DNMG150608-FM5 08 0,07-0,20 04-15 O SDS S
DNMG110408-MS3 08 0,12-0,30 0,8-2,5 S CoN)
DNMG150404-MS3 0.4 0,12-0.25 0,6-2.5 ) CYC)
DNMG150408-MS3 08 0,15-0,30 0,8-2.5 S S Y]
DNMG150604-MS3 04 0,12-0.25 06-25 ) oY)
DNMG150608-MS3 0,8 0,15-0,30 0,8-2.5 S ) )
DNGG150402-MS3 0.2 0,05-0,12 0,4-2.0 S S
DNGG150404-MS3 04 0,10-0,25 0,6-2,5 S S
DNGG150408-MS3 08 0,12-0,30 0,8-25 S S
DNMG110404-NMT 0,4 0,08-0,22 0,4-2,5 S S
DNMG110408-NMT 0,8 0,12-0,28 0,6-3.2 S S
DNMG150408-NMT 0,8 0,12-0.28 0,6-4,0 S S &
DNMG150608-NMT 0,8 0,12-0.28 0,6-4,0 ) DO &
DNMG150612-NMT 12 0,15-0,30 0,8-4,0 S
DNMG150404-NMS 0.4 0,09-0,22 0,6-2.5 ) DS
DNMG150408-NMS 038 0,11-0,30 0.8-35 ) G
DNMG150604-NMS 04 0,09-0,22 0,6-2,5 )G DS
DNMG150608-NMS 0,8 0,11-0,30 0,8-3,5 o ICNE DOD S
DNMG110404-MM5 0.4 0.10-0,18 05-2.0 OO OO G
DNMG110408-MM5 0.8 0,15-0,25 0,8-3.0 OO OB CoCTE S
DNMG 150404-MM5 0.4 0.10-0,18 05-25 OO OO CoC0E S
DNMG150408-MM5 0.8 0.15-0,25 0.8-3.0 OO OO GG
DNMG150412-MM5 12 0,18-0.30 0,8-3,0 S S
DNMG150604-MM5 0.4 0.10-0,18 05-2.5 OS OB GGk
DNMG150608-MM5 038 0,15-0.25 0.8-3.0 SO SO CoC0E S
DNMG150612-MM5 12 0,18-0,30 08-3.0 OO SON IR
See the IS0 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

@S B/« New addition to the product range

Indexable inserts 9
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Negative rhombic 55°
DNMG / DNGG

Tiger-tec® Silver

Indexable inserts

P M K s
HC HC HC HC HW
=|8la|2|a819/=|53|2|8/8|2ls|2/8/8]
r f ap SIEE RS SFZEZZEEEEEEEE
Designation mm mm mm A A A A A
DNMG150408-NRS 08 013-032 1.0-4,0 OHSd DS S
DNMG150608-NRS 08 0,13-0,32 1.0-4,0 HSd DS S
DNMG150612-NRS 1.2 0.15-0.35 1.2-40 1) 1)
DNMG110408-RM5 08 0.20-0,40 1.2-35 S S S
DNMG110412-RM5 1.2 0.25-0,50 15-35 S S S8 S
DNMG150408-RM5 08 0,20-0,40 1.2-4,0 o) o S %
DNMG150608-RM5 0.8 0,20-0,40 1.2-4,0 DS ODON CoCOE
DNMG150612-RM5 12 0,25-0,50 15-4,0 oG IR S
See the ISO 1832 designation key for dimensions HC = Coated carbide
HW = Uncoated carbide
Negative rhombic 55°
DNMG Perform
s |-
Indexable inserts
P M K S
HC HC HC HC
SEHENEENENEEEEEEE
r f ap olalaja S ala|lsnnn i annn
Designation mm mm mm A A A A A A
DNMG110404-FV5 0.4 0,05-0,20 02-15 G
DNMG110408-FV5 08 0,08-0.25 0.4-2.0 S
DNMG150408-FV5 08 0,08-0.25 04-2.0 S
DNMG150604-FV5 0.4 0,05-0,20 0,2-1,5 DS
DNMG150608-FV5 08 0,08-0.25 0.4-2.0 )G
DNMG110408-MV5 08 0,15-0,32 08-3.0 G
DNMG150408-MV5 08 0.15-0,32 08-35 S
DNMG150608-MV5 0.8 0,15-0,32 0,8-3,5 1G]
DNMG150608-RV5 0.8 0,15-0,40 1,0-45 1G]
DNMG150612-RV5 12 0,20-0,50 1.0-45 S
See the ISO 1832 designation key for dimensions HC = Coated carbide

10 Indexable inserts



I1SO turning
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Negative round
RNMG / RNMA

Tiger-tec® Silver

Indexable inserts

»

P M K S
HC HC HC HC HW
0n Nin QAN LA n@ n woana v
N ER R R R EEE A
d £ a olaojlala|lE 2= X X222
p ajlalala|Z2| 22| nnn ¥ xxnnunn
Designation mm mm mm A A A A
RNMG120400-RP5 12,7 0,20-0,60 12-50 @ @
RNMA120400-RK5 12,7 0,15-0,60 12-4,0 @

HC = Coated carbide
HW = Uncoated carbide

Indexable inserts 11
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Negative square
SNMG

Tiger-tec® Silver

Indexable inserts

P M K 5
HC HC HC HC  |HW
A EEE HEEEEE BEEER
r f ap AEEEEHEBEEEEEEAEA
Designation mm mm mm A A A A
SNMG120408-FM5 0.8 0,07-0.20 0,4-1,5 DD 1G]
@ SNMG120412-FM5 1.2 0.10-0,25 05-2.0 CCC TG CoYC)
A SNMG120404-MM5 0.4 0,10-0,18 0,5-2,0 S
SNMG120408-MM5 08 0.15-0,25 0.8-3.0 COC GRS CoCOE
| SNMG120412-MM5 1.2 0,18-0.30 0,8-3,5 GGG S
SNMG090308-MK5 0.8 0,10-0.20 0,2-3,0 DS
SNMG120408-MK5 0.8 0,25-0,50 0,8-5.0 S
SNMG120412-MK5 1.2 0,30-0,50 1,2-5.0 GRS
T SNMG120416-MK5 16 0,35-0,50 15-50 Y
SNMG150612-MK5 1.2 0,30-0.60 1.2-7.0 1G]
SNMG150616-MK5 16 0,35-0,60 15-7.0 LX)
SNMG190612-MK5 12 0,30-0,65 12-8,0 1)
SNMG190616-MK5 16 0,35-0,80 15-8,0 LX)
SNMG120412-NRT 12 0,25-0,50 0,8-6.0 S S &
SNMG150612-NRT 12 0,30-0,60 1.0-7.5 S & &
SNMG150616-NRT 1.6 0,35-0.70 12-75 S S
SNMG190616-NRT 16 0,40-0,80 15-9,0 )
- SNMG120408-NRS 0.8 0,20-0.40 0,8-5.0 )RS GO )E
SNMG120412-NRS 1.2 0,22-0.45 1,0-5.0 DO COICEIE S
| SNMG150616-NRS 1.6 0,24-0,55 1,2-7.0 SS N
SNMG190612-NRS 12 0,24-0,55 1,0-9,0 S S DS
SNMG190616-NRS 1.6 0,27-0,60 1,2-9.0 DS DS
. SNMG120408-RM5 08 0,20-0,40 1.2-50 SS W e
SNMG120412-RM5 1.2 0,25-0,50 1,5-5.0 SS O S
SNMG120416-RM5 1.6 0,30-0.55 2.0-5,0 S S
- SNMG150612-RM5 1.2 0.25-0.60 1.5-7.0 SO & O
SNMG150616-RM5 1.6 0,30-0,55 2.0-7,0 OS O S
SNMG190612-RM5 1.2 0,25-0,60 1,5-8.0 S O S
SNMG190616-RM5 1.6 0,30-0,80 2.0-8,0 SS O S
See the ISO 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

DS B/ x New addition to the product range

12 Indexable inserts



1SO turning

Negative square
SNMG Perform

Indexable inserts

P M K S

HC HC HC HC
0 0nin| v v 0nivlu
812/8|85=/s|5 552888853
£ a olalo|al& >SS xe =222
r p olala|lalZ|a|la(2nnun X Xonnn
Designation mm mm mm 2222|2222 22222222

SNMG120408-MV5 08 0.15-0.32 0,8-4.0 )
See the ISO 1832 designation key for dimensions HC = Coated carbide

Optimum indexable insert for

11
Good Average Poo
machining conditions

Indexable inserts 13
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Negative triangular 60°
TNMG

Tiger-tec® Silver

Indexable inserts

P M K s
HC HC HC HC HW
8lalala|a|al5|8|4 5l2|8|4l2|2/8|8]
r f ap AEEEEEHEHERE S EHEE AR
Designation mm mm mm A A A A A A
TNMG160404-FM5 0.4 005-0,15 0.2-10 OSd OO 1)
V TNMG160408-FM5 08 0,07-0,20 04-15 OD O o)
TNMG160412-FM5 12 0.25-0,50 15-45 S S
TNMG160304-MS3 0.4 0.12-0,25 06-3.0 S
v TNMG160308-MS3 0.8 0.15-0,30 0.8-3.0 S
TNMG160404-MS3 0.4 0.12-0,25 06-3.0 S S S
TNMG160408-MS3 0.8 0,15-0.30 0,8-3.0 DS S S
TNMG220404-MS3 0.4 0.12-0,25 06-3.0 S S S
TNMG220408-MS3 0.8 0,15-0.30 0.8-3.0 S B S S
TNMG160404-NMT 0.4 0,08-0,20 06-3.0 S & &
v TNMG160408-NMT 08 0.12-0.30 1.0-4,0 S S &
TNMG160404-NMS 0.4 0.09-0,22 06-2.5 NGRS G IC TR
v TNMG160408-NMS 08 0,11-030 0.8-35 OO G NG TR
] TNMG160404-MM5 0.4 0,10-0,18 05-2.0 D OO CoCOE
v TNMG160408-MM5 08 0.15-0.25 0.8-3.0 S SODON CIC)ES
; TNMG160412-MM5 1.2 0,18-0,30 0.8-35 OO OO CoCOE
TNMG160416-MM5 16 0.20-0,35 1.0-4.0 S S
aen TNMG160412-NRS 12 0.25-0,50 15-45 DS )G
TNMG160408-RM5 0.8 0.20-0,40 1.2-40 SO SO CICIESS
TNMG160412-RM5 12 0.25-0,50 1,5-4,0 S S S ColE
TNMG220408-RM5 08 0.20-0,40 1.2-40 O OB DO
TNMG220412-RM5 12 0.25-055 1,5-5,0 S S S & ColE
See the IS0 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

DS B/ x New addition to the product range

14 Indexable inserts



I1SO turning

Negative triangular 60°
TNMG Perform

Indexable inserts

P M K S
HC HC HC HC
n nlnlv n NN alpnununannwn
NN EREERRERE
r f a [ N o > | > 222X\ ¥|a|2=2 =2
p olaolala(l2a|a=2nunn X xXnnn
Designation mm mm mm A A A -
TNMG160404-FV5 0.4 0,05-0.20 0,2-1,5 DS
TNMG160408-FV5 08 0,08-0.25 0,4-2.0 1)
TNMG160404-MV5 0.4 0,10-0.20 0,5-3,5 DS
TNMG160408-MV5 08 0.15-0.32 08-35 1)
TNMG160408-RV5 08 0.15-0,40 1.0-45 S
See the IS0 1832 designation key for dimensions HC = Coated carbide
H t for
Optimum indexable inser
o © 8
Good Average poo
machining conditions
Indexable inserts 15



— ||UJl=II_TER 150 tuming

Negative rhombic 35°
VNMG / VNGG

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC HW
0 0ninl|vav 0nivalin nl n 0 vlu
A INNEIEHEEIHEEE R R
f alaalale S =SS SEIXAZSS=S=SS
r ap glaojlaa|2|S|nnnnnannnwn
Designation mm mm mm A A A A A A
VNMG160404-NFT 0.4 0.05-0.15 02-15 S S &
g VNMG160408-NFT 0,8 0,07-0.18 0,3-2.0 S S &
VNMG160402-FM5 02 0.03-0,10 0.1-1,0 1) CoYC)
; VNMG160404-FM5 0.4 0,05-0.15 02-1.0 S DS
VNMG160408-FM5 0.8 0,07-0.20 0.4-15 1G] )
VNMG160404-FP5 0.4 0,04-0,22 01-15 S
VNMG160408-FP5 0.8 0,08-0.25 0,2-2.0 DS
VNMG160412-FP5 12 0.12-0,28 03-25 S
VNMG160404-MS3 0.4 0,10-0.20 0,6-2.5 = S S
VNMG160408-MS3 0,8 0,12-0.25 0,8-2.5 = () S
’ VNGG160401-MS3 01 0,02-0,06 02-2.0 S S
VNGG160402-MS3 02 0,05-0.12 0.4-2.0 S S
VNGG160404-MS3 04 0,10-0,20 06-2.0 S S
®  VNMG160404-NMS 0.4 0,08-0.16 05-15 1G] DS
; VNMG160408-NMS 0.8 0,10-0.22 0.8-2.2 G 1G]
VNMG160404-MM5 0.4 0,10-0.18 0,5-2.0 SS DO COICEIE S
; VNMG160408-MM5 0,8 0,15-0.25 0,8-3.0 OO OO GRS
See the IS0 1832 designation key for dimensions HC = Coated carbide
HW = Uncoated carbide
. . °
Negative rhombic 35
VNMG Perform
S |-
Indexable inserts
P M K S
HC HC HC HC
0n niun uvnuwuvn 0ni v un
8121885 |2/5|5/2/5/5/8/8|2/28|8
dlalala|l S >SS SX|¥Xa=2==
r f ap alalajla S ala|ls|nnnExnnn
Designation mm mm mm 2222222222 (222|222
i VNMG160404-FV5 0.4 0,05-0,20 02-15 DS
R
_ VNMG160408-FV5 0.8 0,08-0.25 0,4-2.0 1G]
See the IS0 1832 designation key for dimensions HC = Coated carbide

DS B/ x New addition to the product range

16 Indexable inserts



150 tuming —1 ||UJl=II_TEI=!

Negative Trigon 80°
WNMG

Tiger-tec® Silver

Indexable inserts

P M K s
HC HC HC HC HW
=|8(88/8|8/8=2888588:z2888.
r f » [ S 2 2 7 2
Designation mm mm mm A A A A A
WNMG060404-NF 0.4 0,10-0,40 04-20 |&@ [& S S
WNMG060408-NF 0,8 0,15-0,50 05-3.0 |&@ & S S
WNMGO080404-NF 0.4 0,20-0,40 04-20 |&@ |& S S
WNMG080408-NF 08 0,25-0,55 05-30 |@ |& S S
WNMG080412-NF 1.2 0,25-0,70 0.8-3.0 S
WNMGO60404-FM5 0.4 0,05-0,15 02-1.0 S CoC
WNMG060408-FM5 0.8 0,07-0,20 04-15 1) CoC
WNMGO80404-FM5 0.4 0,05-0,15 02-15 OO BOS CoC
WNMG080408-FM5 08 0,07-0,20 04-15 &S D GG
WNMG080412-FM5 1.2 0,10-0.25 0,5-2,0 ) G
WNMG060408-NM 08 0,20-0,55 0,8-3.0 S S
WNMG060412-NM 1.2 0,25-0,55 1.5-4,0 S S
WNMG080408-NM 0.8 0,20-0,55 0.8-3.0 S o S S
WNMG080412-NM 1.2 0,25-0,70 1.5-4.0 oY) S 9 S
WNMG080404-MS3 0.4 0.12-0.25 06-3.0 S = O B
WNMG080408-MS3 0.8 0,15-0,30 0.8-3.0 S = S B
WNMG080408-NMT 0,8 0,12-0.30 0,8-4,0 S S &
WNMG080412-NMT 1.2 0,15-0,32 1.0-4,0 S
WNMG060408-NMS 0,8 0,10-0,30 0,8-3,0 ) DS
WNMGO080404-NMS 0.4 0.10-0.24 06-25 NGRS DO
WNMG080408-NMS 0.8 0,13-0,32 08-35 GRS CCXC TR
WNMG060404-MM5 0.4 0,10-0,18 05-2.0 OO SDOB S
WNMG060408-MM5 08 0.15-0.25 0.8-2.5 O OB GGk
WNMG060412-MM5 12 0,18-0,30 08-3.0 S o)k
WNMG080404-MM5 0.4 0,10-0,20 05-3.0 OO OO )
WNMG080408-MM5 0.8 0.15-0,32 0.8-3.0 OO OO GG
WNMG080412-MM5 1.2 0.15-0,35 0.8-3.5 OS OB s GG
WNMG080416-MM5 16 0,15-0,40 1.0-4,0 o S %
WNMG100608-MM5 08 0,18-0,40 08-45 S Co)E
WNMG100612-MM5 1.2 0,20-0,45 0.8-45 S B S8
See the ISO 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

@S B/« New addition to the product range

Indexable inserts 17




— ||UJl=II_TER 150 tumning

Negative Trigon 80°
WNMG

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC HW
=|82|8|2|8\2 - |8|8/8\8|2 /8 =|8/8/8
r f ap AEEEEEHEEEEEE AR
Designation mm mm mm A A A A A
WNMGO60404-MK5 0.4 0.16-0,25 0.6-4.0 S
WNMGO60408-MK5 0.8 0,20-0,40 0.8-4,0 S
WNMGO60412-MK5 1.2 0,16-0,45 0.6-4.0 S
' WNMG080404-MK5 04 0,16-0,25 0,6-5,0 DS
WNMG080408-MK5 08 0,20-0.45 1,2-5,0 SN
WNMG080412-MK5 12 0,22-0,50 1,5-5,0 GRS
WNMG080416-MK5 16 0,25-0,55 2,0-5,0 1G]
WNMG100608-MK5 0.8 0,25-0,50 0,8-7,0 DS
WNMG100612-MK5 12 0,30-0,60 1.2-7.0 DS
WNMG100616-MK5 16 0,35-0,60 1,5-7.0 1G]
WNMG080408-NRS 0.8 0,16-0.35 1,0-4,0 CoC I )R S OO
V WNMG080412-NRS 12 0,18-0.40 1.2-4,0 CoC I )R S CC RS
WNMG060408-RM5 0.8 0,20-0,40 12-35 S S
WNMG080408-RM5 0,8 0,20-0,40 1.2-45 DS S SN OGRS
WNMG080412-RM5 12 0,25-0,50 1,5-45 DO S S S
WNMG080408-RP7 0,8 0,16-0.45 1,0-5.0 COICIE S =
WNMG080412-RP7 12 0,20-0.45 1,5-5,0 DS =
WNMG100608-RP7 0,8 0,30-0,50 0,8-6,0 S
WNMG100612-RP7 12 0,35-0,60 1.2-6.0 COICIE S
WNMG100616-RP7 16 0,40-0,60 1,5-6,0 S B
See the IS0 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

Optimum indexable insert for

o © 8

or
Good Average Po
onditions

machining ¢

18 Indexable inserts



I1SO turning

Negative Trigon 80°
WNMG Perform

Indexable inserts

P K S
HC HC HC HC

(%2} niunun wn 0ni v n

288855283888 283

£ glalajlac SIS =X alS==

r ap glalajla S|l |nnn X annn

Designation mm mm mm A A A -
WNMG080408-FV5 0.8 0,08-0.25 0,4-2,0 DS
WNMG060408-MV5 0,8 0,15-0.32 0,8-3,0 DS
WNMG080404-MV5 0.4 0,10-0.20 0,5-35 1)
WNMG080408-MV5 08 0.15-0,32 0.8-4,0 S
WNMG080412-MV5 12 0,18-0.40 0,8-4.0 S
WNMG080408-RV5 08 0,20-0.40 1,0-5,0 1)
WNMG080412-RV5 12 0.25-0.55 1,0-5,0 S

See the IS0 1832 designation key for dimensions HC = Coated carbide
Indexable inserts 19



— ||UJl=II_TER 150 tuming

Positive rhombic 80°
CCMT / CCGT

Tiger-tec® Silver o L
Indexable inserts
P M K |N 5
HE HC HC HC [HC HC
=z8888 888288 zz2588
! r f a |BIEEEIEISEZEZGEEE23 33
Designation mm mm mm mm A A A A A A
CCMT060204-PF 6,45 0.4 005-0,30 | 03-20 DS oIk S
CCMT060208-PF 6,45 0.8 0,09-0,35 | 0,3-2.0 DS S S
CCMT09T304-PF 9,67 0.4 007-0,30 | 03-30 DS IR S
CCMT09T308-PF 9,67 0.8 0,12-0.45 | 0,3-3.0 SOS S S
CCGT060201-FN2 6,45 01 002-0,06 | 01-15 S
ﬁ CCGT060202-FN2 6,45 0.2 005-012 | 02-20 S
CCGT060204-FN2 6,45 0.4 008-025 | 02-25 S
CCGTO9T301-FN2 9,67 0.1 002-0,06 | 01-15 S
CCGTO9T302-FN2 9,67 0.2 005-0,12 | 02-20 S
CCGTO9T304-FN2 9,67 0.4 008-025 | 02-25 S
CCGT09T308-FN2 9,67 08 010-0,30 | 03-30 S
CCGT120404-FN2 12,90 0.4 008-025 | 02-30 S
CCGT120408-FN2 12,90 08 010-0,30 | 03-35 S
CCGT060201-FM2 6,45 01 002-0,06 | 01-15 S S
a CCGT060202-FM2 6,45 0.2 0,05-0,12 | 0,2-2.0 S & S S
% ] CCGT060204-FM2 6,45 0.4 0,08-025 | 02-2.5 S & S &
CCGT09T301-FM2 9,67 01 002-0,06 | 01-15 S ")
CCGT09T302-FM2 9,67 0.2 005-0.12 | 0.2-2.0 S S S &
CCGTO9T304-FM2 9,67 0.4 008-025 | 02-25 )G DSOS
CCGTO9T308-FM2 9,67 0.8 0,10-0,30 | 0,3-3.0 GG DD
CCGT120404-FM2 12,90 0.4 008-025 | 02-30 S S
CCGT120408-FM2 12,90 08 010-030 | 03-35 S S
— CCMT060202-FP4 6,45 0.2 004-012 | 01-10 |& &S
a CCMT060204-FP4 6,45 0.4 005-016 | 01-15 & | &S
CCMT060208-FP4 6,45 08 008-020 | 01-15 DS
CCMT09T302-FP4 9,67 0.2 004-012 | 01-10 |& S S
CCMT09T304-FP4 9,67 0.4 005-016 | 01-15 & &S
CCMTO09T308-FP4 9,67 0.8 008-020 | 01-15 & | S S
CCMT120404-FP4 12,90 0.4 005-0,16 | 01-15 DS
CCMT120408-FP4 12.90 0.8 008-020 | 0.1-15 DS
CCMT060204-FM6 6.45 0.4 0,08-025 | 0,3-1,6 SN SN
a CCMT060208-FM6 6.45 0.8 0,12-030 | 05-1.6 S S
; CCMT09T304-FM6 9,67 0.4 0,08-025 | 0,3-2.0 SN ol
CCMT09T308-FM6 9,67 0.8 0,12-032 | 05-2.0 S SN
CCMT120408-FM6 12,90 0.8 012-032 | 05-25 S B o
See the ISO 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

DS B/ x New addition to the product range

20 Indexable inserts



150 tuming —1 |IUJl=II_TEI=! Al

Positive rhombic 80°
CCMT / CCGT

Tiger-tec® Silver

Indexable inserts

P M K |N S
HE HC HC HC |HC HC
gg§§§§§s§§§§§ss§§§
I r f ap HEEEEEHHEEEE AR
Designation mm mm mm mm A A A A A A
CCGT060201-MN2 6.45 01 002-006 | 05-15 S
CCGT060202-MN2 6,45 0,2 0,05-0,12 | 0,5-2.0 S &S
CCGT060204-MN2 6,45 0.4 0,08-0.25 | 0.6-3.0 S )
CCGTO9T301-MN2 9,67 01 002-006 | 05-15 S
CCGT09T302-MN2 9,67 0.2 005-0.12 | 05-2,0 S S
CCGTO9T304-MN2 9,67 0.4 0,08-025 | 06-40 S &S
CCGTO9T308-MN2 9,67 0,8 0,10-035 | 0,8-4,0 S )
CCGT120402-MN2 12,90 02 005-012 | 05-20 S
CCGT120404-MN2 12,90 04 008-025 | 06-50 S
CCGT120408-MN2 12,90 08 010-035 | 08-50 S
CCMT060204-MM4 6.45 0.4 0,08-0.20 | 0,4-2.0 S SO GRS
CCMT060208-MM4 6,45 0,8 0,12-025 | 05-2.0 S S S S
CCMTO09T304-MM4 9,67 0.4 0,08-025 | 0,4-3.0 S DO SO
CCMT09T308-MM4 9,67 08 012-032 | 05-3.0 O OSS GRS
CCMT120404-MM4 12,90 0,4 0,12-0,25 | 0.4-35 C-oG) S S
CCMT120408-MM4 12,90 0.8 0,12-032 | 05-3.5 O DS 1)
CCGT060204-MM4 6.45 0.4 0,08-020 | 0.4-2,0 S & S &
CCGT060208-MM4 6.45 08 012-025 | 05-20 S & S &

" CCGTO9T304-MM4 9,67 0.4 0,08-025 | 0.4-3.0 S & S &
CCGT09T308-MM4 9,67 08 012-032 | 05-3.0 S & S S
CCGT120408-MM4 12,90 08 012-032 | 05-35 S S

See the IS0 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

Optimum indexable insert for

o 6 8

or
Good Average P
onditions

machining ¢

Indexable inserts 21



— ||UJl=II_TER 150 tuming

Positive rhombic 80°
CPMT / CPGT / CPMW

Tiger-tec® Silver ]
Indexable inserts
P M K 5
HC HC HC HC
g/@ial88) 28808888
! r f ap A EEHEEEEEEHEAE R
Designation mm mm mm mm A A A
— CPMT050204-FM4 5,64 0.4 0,05-0.16 0,1-1,5 S S ) S
a CPMT060204-FM4 6,45 0.4 0,05-0.16 0,1-1,5 S S S S
CPMT09T304-FM4 9,67 0.4 0,05-0.16 0,1-1,5 S S ) S
CPMT09T308-FM4 9,67 0,8 0,08-0,20 0,1-1,5 S S S S
— CPMT050204-FP4 5,64 04 0,05-0,16 01-15 |&
a CPMT060204-FP4 6.45 0.4 0,05-0,16 01-15 |&
CPMT09T304-FP4 9,67 0.4 0,05-0,16 01-15 |&
CPMT09T308-FP4 9,67 08 0,08-0.20 01-15 |&®
CPMTO4T104-MM4 484 0.4 0,06-0,16 03-15 S S
CPMT060204-MM4 6.45 0.4 0,08-0.20 04-2.0 S S
- CPMT060208-MM4 6.45 08 0,12-0,25 05-2.0 S S
CPMT09T304-MM4 9,67 0.4 0,08-0,25 04-3,0 S S
CPMT09T308-MM4 9,67 08 0,12-0,32 0,5-3,0 S S
CPGT050204-MM4 5,64 0.4 0,08-0,20 04-15 S S
5 CPGT060201-MM4 6.45 0.1 0,04-0,12 01-2.0 S S
: i CPGT060202-MM4 6.45 02 0,06-0,16 02-2.0 S S
CPGT060204-MM4 6,45 0.4 0,08-0.20 0,4-2,0 S & S &
CPGT060208-MM4 6,45 0.8 0,12-0.25 0,5-2.0 S & S &
CPGT09T301-MM4 9,67 01 0,06-0.20 0,1-3.0 S S
CPGTO9T304-MM4 9,67 0.4 0,08-0.25 0,4-30 S & S &
CPGT09T308-MM4 9,67 08 0,12-0,32 05-3,0 S & S &
CPMTO4T104-MP4 4,84 0.4 0,06-0,16 0,3-15 S
a CPMT060204-MP4 6.45 04 0,08-0,20 04-2,0 S
: CPMT060208-MP4 6.45 08 0,12-0,25 05-2.0 S
CPMT09T304-MP4 9,67 0.4 0,08-0,25 0.4-3,0 S
CPMT09T308-MP4 9,67 08 0,12-0,32 05-3,0 S
CPMW050204-RK6 5,64 0.4 0,12-0,25 0,4-25 S GO
H CPMW060204-RK6 6.45 04 0,12-0,25 04-25 S
CPMWO9T304-RK6 9,67 0.4 0,12-0.25 0,4-3.0 S
CPMWO09T308-RK6 9,67 08 0,16-0,35 05-4,0 S
See the IS0 1832 designation key for dimensions HC = Coated carbide

DS B/ x New addition to the product range

22 Indexable inserts
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Positive rhombic 55°
DCMT / DCGT

Tiger-tec® Silver

Indexable inserts

P M K |N S
HE HC HC HC |HC HC
gg§§§§§s§§§§£ss§§§

I r f ap SEEIEESSZEZZEE20 885
Designation mm mm mm mm A A A A A A
DCMT070204-PF 775 04 005-025 | 03-20 DS S| CE
DCMT070208-PF 7,75 0,8 0,05-0.25 | 0,3-2.0 S B S B
- DCMT11T304-PF 11,63 0.4 0,07-030 | 0,3-3.0 DD S B S B
SEIpBL DCMT11T308-PF 11,63 0,8 0,12-040 | 0,3-3,0 SOS S B S B
DCGT070201-FN2 775 01 002-006 | 01-15 S
DCGT070202-FN2 775 02 005-012 | 02-20 S
DCGT070204-FN2 775 04 008-025 | 02-25 S
DCGT11T301-FN2 11,63 01 002-006 | 01-15 S N
DCGT11T302-FN2 11,63 02 005-012 | 02-20 S
DCGT11T304-FN2 11,63 04 008-025 | 02-25 S
DCGT11T308-FN2 11,63 08 010-030 | 03-30 S
DCGT070201-FM2 775 01 002-006 | 01-15 S S
E DCGT070202-FM2 7.75 0.2 0,05-0,12 | 02-2.0 S | & S &
DCGT070204-FM2 775 04 008-025 | 02-25 S & S S
DCGT11T301-FM2 11,63 01 0,02-006 | 01-15 S S
DCGT11T302-FM2 11,63 0,2 0,05-0,12 | 02-2.0 S | S &
DCGT11T304-FM2 11,63 0.4 0,08-025 | 02-2.5 e DD
DCGT11T308-FM2 11,63 0,8 0,10-030 | 0,3-3.0 GG SOS
= DCMT070202-FP4 7,75 0.2 004-012 | 01-10 & S S
g DCMT070204-FP4 7.75 0.4 005-016 | 01-15 |& |& S
DCMT070208-FP4 775 08 008-020 | 01-15 LX)
DCMT11T302-FP4 11,63 0.2 004-012 | 01-10 & S
DCMT11T304-FP4 11,63 04 005-016 | 01-15 |& |& S
DCMT11T308-FP4 11,63 0,8 0,08-020 | 01-15 & &S
F  DCMT070204-FM6 775 04 008-025 | 03-16 S B S
ﬂ DCMT11T304-FM6 11,63 0.4 0,08-0.25 | 0,3-2.0 S B S B
- DCMT11T308-FM6 11,63 0,8 0,12-032 | 06-2.0 S S
DCMT11T304-PM 11,63 0,4 0,12-040 | 0,5-4,0 S S S S
g DCMT11T308-PM 11.63 08 015-050 | 0.5-4,0 S S O S
Wiper
; DCGT070201-MN2 775 01 002-006 | 05-15 S
p DCGT070202-MN2 7.75 0.2 005-0.12 | 05-2,0 S oY)
DCGT070204-MN2 7.75 0.4 008-025 | 06-25 S )
DCGT11T301-MN2 11,63 01 002-006 | 05-15 S
DCGT11T302-MN2 11,63 0.2 0,05-0,12 | 05-2.0 S oG]
DCGT11T304-MN2 11,63 04 008-025 | 06-30 S M)
DCGT11T308-MN2 11,63 0,8 0,10-030 | 0.8-3.5 S oG]
See the IS0 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

Optimum indexable insert for

o © B

oor
Good Average )
onditions

machining ¢

Indexable inserts 23



— ||UJl=II_TER 150 tuming

Positive rhombic 55°
DCMT / DCGT

Tiger-tec® Silver

Indexable inserts

P M K |N 5
HE HC HC HC [HC HC
=z8888 888288 zz2588

! r f a |BIEEEIEISEZEZGEEE23 33
Designation mm mm mm mm A A A A A A
DCMT070204-MM4 7.75 0.4 008-020 | 04-20 OO OO GRS
ﬂ DCMT070208-MM4 7,75 0.8 0,12-025 | 05-2.0 S D DS
DCMT11T302-MM4 11,63 0.2 0,04-0,12 | 02-2.0 S S
DCMT11T304-MM4 11,63 0.4 0,08-025 | 04-3.0 OS SO GRS
DCMT11T308-MM4 11,63 0.8 012-032 | 05-3.0 O OSS GRS
DCMT11T312-MM4 11,63 12 015-0,35 | 05-30 S S
DCGT070204-MM4 7,75 0.4 008-020 | 04-20 S & S &
g DCGT11T302-MM4 11,63 0.2 0,04-0,12 | 02-2.0 S & S B
DCGT11T304-MM4 11,63 0.4 0,08-025 | 04-3.0 DS COCe)G)
DCGT11T308-MM4 11,63 0.8 012-032 | 05-3.0 DD DS

See the IS0 1832 designation key for dimensions HE = Coated cermet
HC = Coated carhide

Positive rhombic 55°

DPMT / DPGT / DPMW

Tiger-tec® Silver 5

Indexable inserts

P M K 5
HC HC HC HC
R EEEEEE REEE
! ' f S EE R
Designation mm mm mm mm A AR A A
= DPMT070204-FM4 7,75 0.4 0,05-0,16 0,1-15 ) S S
g DPMT11T304-FM4 11,63 0.4 0,05-0.16 0,1-1,5 S S S S
DPMT11T308-FM4 11,63 0.8 0,08-0.20 0,1-1,5 S S S S
= DPMT070204-FP4 7,75 04 0,05-0,16 01-15 |&
g DPMT11T304-FP4 1163 0.4 0,05-0,16 01-15 |&
DPMT11T308-FP4 11,63 08 0,08-0.20 01-15 |&
DPGT070204-MM4 7,75 0.4 0,08-0,20 0,4-2,0 S S &

g DPGT11T304-MM4 11,63 04 0,08-0.25 04-3.0 S & S S

DPGT11T308-MM4 1163 08 0,12-0,32 05-3,0 S S &

ﬂ DPMW11T308-RK6 11,63 08 0,16-0,35 05-4,0 S

See the IS0 1832 designation key for dimensions HC = Coated carbide

DS B/ x New addition to the product range

24 Indexable inserts



ISO turning — |IUJl:l_TEF! Al
Positive round
RCGT @ 7.%

Indexable inserts

P M K |N S
HC HC HC |HC HC
0ninnlann 0ninn
R HREEEE B EEE
d F a olola|l22 SIS X Z=2=22
p clala(2 2 nnunxxZununon
Designation mm mm mm A A A
RCGT0602M0-MN2 6 0,10-0,55 0,6-25 S
RCGT0803MO-MN2 8 0,12-0,60 0,7-3.0 S
RCGT10T3MO-MN2 10 0,15-0,70 0,8-4,0 S
RCGT1204M0-MN2 12 0,18-0,80 1,0-5,0 S
RCGT120400-MN2 12,7 0,18-0,80 1,0-5,0 S
See the IS0 1832 designation key for dimensions HC = Coated carbide

Indexable inserts 25



— ||UJl=II_TER 150 tuming

Positive square P
SCGT / SCMT

Tiger-tec® Silver

%H
!

i

f

:

Indexable inserts

P M K |N 5
HC HC HC |HC HC
818388 z5888838<z2888

! r f a |R|E|RISISZZZZEE233 33
Designation mm mm mm mm A A A A
SCGT09T304-FN2 9,53 04 0,08-0,25 02-2.5 S
SCGT09T308-FN2 9,53 08 0,10-0,30 03-3.0 S
SCGT120408-FN2 127 08 0,10-0,30 03-3.0 S
SCGT09T304-FM2 9,53 04 0,08-0,25 02-2.5 S S
SCGT09T308-FM2 9,53 08 0,10-0,30 03-3.0 S S
SCGT120408-FM2 127 08 0,10-0,30 03-3.0 S S
SCMT060204-FM4 6.35 04 0,05-0,16 01-15 o)) S S
SCMT09T304-FM4 953 0.4 0.05-0.15 01-15 S S CE S
SCMT09T308-FM4 9,53 08 0,05-0,18 01-18 CoC) S8 S
SCMT120404-FM4 127 04 0,05-0,15 01-15 S & S
SCMT120408-FM4 127 08 0,05-0,18 01-18 IR S
SCMT060204-FP4 6,35 04 0,05-0,16 01-15 |@
SCMT09T304-FP4 9,53 04 0,05-0,15 01-15 |&@ &
SCMT09T308-FP4 9,53 08 0,05-0,18 01-18 |® S
SCMT120404-FP4 127 04 0,05-0,15 01-15 |@ &
SCMT120408-FP4 127 08 0,05-0,18 01-18 |® &
SCMT120412-FP4 127 12 012-0,32 03-18 @S
SCMT09T304-FM6 9,53 04 0,08-0,25 03-2.0 = =
SCMT09T308-FM6 9,53 08 0,12-0,30 05-2.0 1 S
SCMT120408-FM6 127 08 012-0,32 05-2.5 S & S
SCGT09T304-MN2 9,53 04 0,08-0,25 0,6-4,0 S S
SCGTO9T308-MN2 9,53 08 0.10-0.35 0.7-40 S S
SCGT120408-MN2 127 08 0,10-0,40 0.8-6.0
SCMT09T304-MM4 953 0.4 0.08-0,25 0.4-3,0 S OO N CoCOE S
SCMT09T308-MM4 9,53 0.8 0.12-032 05-3.0 OO SDOW CoC0ES
SCMT120408-MM4 12,7 0,8 0,12-0,32 0,5-3.5 S S S S
SCGT09T304-MM4 9,53 04 0,08-0,25 04-3,0 S & S &
SCGT09T308-MM4 9,53 08 0.12-0.32 0,5-3.0 S & S &
SCGT120408-MM4 127 08 0.12-0,32 05-3,5 S & S &

See the IS0 1832 designation key for dimensions HC = Coated carbide

Optimum indexable insert for

o © 8

or
Good Average Po
onditions

machining ¢
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150 tuming —1 |IUJl=II_TEI=!

Positive square P

SPMT / SPGT / SPMW I /©\'
l 11°
S

Tiger-tec® Silver

Indexable inserts

P M K 5
HC HC HC HC
0n v 0niunun 0niunwn
81882<iz|gg|8|8/8|2 288
| r £ a alalalxlesSs=ssE =SS
p ol (ST N nnnunn nn
Designation mm mm mm mm A A
SPMT120408-FP4 127 08 0,05-0,18 01-18 |@®
SPMT09T304-MM4 9,53 0.4 0,08-0,25 0,4-3.0 S S
SPMT09T308-MM4 9,53 08 0,12-0,32 0,5-3.0 S S
SPGT09T304-MM4 9,53 0.4 0,08-0,25 0,4-3.0 S S
SPGT09T308-MM4 9,53 08 0,12-0,32 0,5-3.0 S S
SPMT09T304-MP4 9,53 0.4 0,08-0,25 0,4-3.0 S
SPMT09T308-MP4 9,53 08 0,12-0,32 0,5-3.0 S
SPGT09T304-MP4 9,53 0.4 0,08-0,25 04-30 B S
SPGT09T308-MP4 9,53 08 0,12-0,32 05-30 &S
SPMT09T304-MK4 9,53 0.4 0,08-0,25 0,4-3.0 S
SPMT09T308-MK4 9,53 08 0,12-0,32 0,5-3.0 S
SPGT09T304-MK4 9,53 0.4 0,08-0,25 0,4-3.0 S
SPGT09T308-MK4 9,53 08 0,12-0,32 0,5-3.0 S
SPMW09T304-RK6 9,53 0.4 0,12-0,25 0,4-3.0 S
SPMWO09T308-RK6 9,53 0,8 0,16-0,35 0,6-4,0 () S D
SPMW120408-RK6 127 08 0,16-0,40 0,6-5.0 S
See the ISO 1832 designation key for dimensions HC = Coated carbide

@S B/« New addition to the product range

Indexable inserts 27



— ||UJl=II_TER 150 tuming

Positive triangular 60° AN S/
TCGT / TCMT *L )
Tiger-tec® Silver i

Indexable inserts

P M K |N 5
HE HC HC HC [HC HC
=888 8 8z88x838<=z25l88

! r f a |BIEIEEISSEEEGGEE223 33
Designation mm mm mm mm A A A A A A
TCGTO6T101-FN2 6,62 01 002-0,06 | 01-15 S
TCGTO6T102-FN2 6,62 0.2 005-012 | 02-20 S
TCGTO6T104-FN2 6,62 0.4 008-025 | 02-25 S
TCGT090202-FN2 9,37 0.2 005-012 | 02-20 S
TCGT090204-FN2 9,37 0.4 008-025 | 02-25 S
TCGT110202-FN2 1074 0.2 005-012 | 02-20 S
TCGT110204-FN2 1074 0.4 008-025 | 02-25 S
TCGT16T304-FN2 16,50 0.4 008-025 | 02-25 S
TCGT16T308-FN2 16,50 08 010-0,30 | 03-30 S
TCGTO6T101-FM2 6,62 01 002-0,06 | 01-15 =
TCGTO6T102-FM2 6,62 0.2 005-0,12 | 02-20 =
TCGTO6T104-FM2 6,62 0.4 0,08-025 | 02-2.5 () = S
TCGT090202-FM2 9,37 0.2 005-012 | 02-20 S S
TCGT090204-FM2 9,37 0.4 008-025 | 02-25 S S
TCGT110201-FM2 10,74 0.1 002-006 | 0.1-15 S S
TCGT110202-FM2 10,74 0.2 0,05-0,12 | 0,2-2.0 S B S S
TCGT110204-FM2 10,74 0.4 0,08-025 | 02-2.5 S B S &
TCGT16T302-FM2 16,50 0.2 005-012 | 02-20 S ")
TCGT16T304-FM2 16,50 0.4 008-025 | 0.2-25 S S S &
TCGT16T308-FM2 16,50 0.8 0,10-0,30 | 0,3-3.0 S B S &
TCMT06T102-FM4 6,62 0.2 002-0,10 | 01-10 =
TCMT06T104-FM4 6,62 0.4 004-017 | 01-10 =
TCMT090202-FM4 937 02 004-012 | 01-10 D = G-I
TCMT090204-FM4 937 0.4 005-0,16 | 0,1-15 DS B GG
TCMT090208-FM4 9,37 0.8 0,08-0,20 | 0,1-1,5 DS 1)
TCMT110202-FM4 10,74 02 004-012 | 01-1,0 S B CoCOE S
TCMT110204-FMé 10,74 0.4 005-0.16 | 01-15 O S | CoCOE S
TCMT110208-FM4 1074 08 008-020 | 01-15 D = GG
TCMT16T302-FM4 16,50 02 004-012 | 01-10 DS B CoC )R
TCMT16T304-FM4 16,50 0.4 0,05-0,16 | 0,1-1,5 OS DS B )R
TCMT16T308-FM4 16,50 0.8 008-020 | 0.1-15 OSD SO =B IR

See the IS0 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

Optimum indexable insert for

o B

¥
Average Poo

od
Go onditions

machining ¢
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150 tuming —1 |IUJl=II_TEI=!

Positive triangular 60° AN J
TCGT / TCMT L ‘O
Tiger-tec® Silver .

Indexable inserts

P M K |N S
HE HC HC HC |HC HC
=/8/8/888z88x8388=z288

! r f a |BIEIEEISSEEEGGEE223 33
Designation mm mm mm mm A A A A A
TCMT06T102-FP4 6,62 02 002-010 | 01-10 S
TCMTO6T104-FP4 6.62 04 004-017 | 01-10 & |&
TCMT090202-FP4 9,37 02 004-012 | 01-10 S
TCMT090204-FP4 9,37 04 005-016 | 01-15 &S S
TCMT090208-FP4 9,37 08 008-020 | 01-15 S
TCMT110202-FP4 1074 02 004-012 | 01-10 DS
TCMT110204-FP4 10,74 0.4 0,05-016 | 01-15 & S S
TCMT110208-FP4 1074 08 008-020 | 01-15 DS
TCMT16T302-FP4 16,50 02 004-012 | 01-10 S
TCMT16T304-FP4 16,50 0.4 005-0.16 | 0.1-15 DS
TCMT16T308-FP4 16,50 08 008-020 | 01-15 &S S
TCMT110204-FM6 10,74 0.4 0,08-025 | 0,3-1.6 S B S
TCMT110208-FM6 10,74 0.8 0,12-030 | 05-1.6 S B S B
TCMT16T304-FM6 16,50 04 008-025 | 03-20 S B o)
TCMT16T308-FM6 16,50 08 012-032 | 05-25 S S
TCGT110201-MN2 1074 01 002-006 | 05-15 S
TCGT110202-MN2 1074 02 005-012 | 06-20 S
TCGT110204-MN2 1074 04 008-025 | 06-30 S M)
TCGT16T302-MN2 16,50 02 005-012 | 05-20 S
TCGT16T304-MN2 16,50 0.4 0,08-025 | 06-4,0 S &S
TCGT16T308-MN2 16,50 08 0,10-035 | 0.8-4,0 S &S
TCGT090204-MM4 9,37 04 008-020 | 04-20 S S
TCGT110204-MM4 10,74 0.4 0,08-0.20 | 0.4-2.0 S & S &
TCGT110208-MM4 10,74 08 012-030 | 05-2,0 S & S &
TCGT16T304-MM4 16,50 04 008-025 | 0.4-30 S S
TCGT16T308-MM4 16,50 08 012-032 | 05-30 S S
TCMT090204-MP4 9,37 04 008-020 | 0.4-20 DS
TCMT090208-MP4 9,37 08 012-025 | 05-20 DS
TCMT110204-MP4 10,74 0.4 0,08-020 | 04-2,0 DS
TCMT110208-MP4 1074 08 012-030 | 05-20 DS
TCMT16T304-MP4 16,50 04 008-025 | 0.4-30 DS
TCMT16T308-MP4 16,50 08 012-032 | 05-30 DS
TCMT220408-MP4 22,00 08 012-032 | 05-35 S

See the IS0 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

@S B/« New addition to the product range

Indexable inserts 29



— ||UJl=II_TER 150 tuming

Positive triangular 60° AN S/
TPMT / TPGT / TPMW / TPMR / TPGN i /O\
Tiger-tec® Silver st

Indexable inserts

P M K S
HC HC HC HC HW
g/8ia|8/8) 2820|888
! r f a |E|EIRISS333FEE32333
Designation mm mm mm mm A A A A
TPMT110204-FM4 11,00 0.4 0,05-0,16 01-15 S S S S
TPMT16T304-FM4 16,50 0.4 0,05-0,16 0,1-15 S S S S
TPMT110204-FP4 11,00 0.4 0,05-0,16 01-15 |@
TPMT16T304-FP4 16,50 0.4 0,05-0.16 01-15 |@
TPGT110204-MM4 11,00 0,4 0,08-0,20 0,4-2.0 S & S &
TPGT110208-MM4 11,00 08 0.12-0.30 05-2,0 S S S &
TPGT16T304-MM4 16,50 0.4 0,08-0.25 04-30 S & S O
TPGT16T308-MM4 16,50 08 0.12-0.32 0,5-3.0 S & S &
TPMT090204-MP4 9,62 0.4 0,08-0,20 04-20 S
TPMT110204-MP4 11,00 0.4 0,08-0,20 0,4-2,0 S
TPMT110208-MP4 11,00 08 0,12-0.30 05-2,0 S
TPMT16T304-MP4 16,50 0.4 0,08-0.25 04-30 S
TPMT16T308-MP4 16,50 08 012-032 0,5-3.0 S
TPMT220408-MP4 22,00 08 0.15-0,32 05-35 S
TPMT090204-MK4 9,62 0.4 0,08-0.20 04-20 )
TPMT090208-MK4 9,62 08 0,12-0.20 05-2.0 S
TPMT110204-MK4 11,00 0.4 0,08-0.20 04-20 )
TPMT110208-MK#4 11,00 08 0,12-0,30 0,5-2.0 S
TPMT16T304-MK4 16,50 0.4 0,08-0.25 04-30 S
TPMT16T308-MK4 16,50 08 0,12-032 0,5-3.0 S
TPMW110204-RK6 11,00 0.4 0,12-0.25 04-25 S
TPMW110208-RK6 11,00 08 0.16-0.30 0,6-3.0 )
TPMW16T304-RK6 16,50 0.4 0,12-0.25 04-30 S
TPMW16T308-RK6 16,50 08 0.16-0.35 0,6-4,0 S
TPMR110308 11,00 08 0.16-0,30 0,6-3.0 S
TPMR130308 13,75 08 0.16-0,30 06-3.0
TPMR160304 16,50 0.4 012-0.25 04-30
TPMR160308 16,50 08 0.16-0.30 0,6-4,0
TPGN090204 9,62 0.4 0.10-0.18 04-20 S
TPGN090208 9,62 08 0,12-0.20 08-20 S
TPGN110308 11,00 08 0.12-0.20 08-2.0 S
TPGN160304 16,50 0.4 0,10-0.25 04-30 S S S S &
TPGN160308 16,50 0,8 0,12-0,30 0,8-3.0 S S ()
TPGN220404 22,00 04 0,10-0,25 0.4-4,0 S )
TPGN220408 22,00 08 0,12-0,30 0,8-4,0 S S
See the IS0 1832 designation key for dimensions HC = Coated carbide

HW = Uncoated carbide

30 Indexable inserts



150 tuming —1 |IUJl=II_TEI=!

Positive rhombic 35° » s
VCGT / VCMT / VBMT ‘ »

{ ,
Tiger-tec® Silver “ L N,

Indexable inserts

P M K |N S
HE HC HC HC |HC HC
(81888 8288888 =z2E88
! r f a |B|&|& &S S3 33 EFEE23 3553
Designation mm mm mm mm A A A -
VCGT110301-FN2 11,07 0.1 002-006 | 01-15 S
0 VCGT110302-FN2 11,07 02 005-012 | 02-20 S
VCGT110304-FN2 11,07 0.4 008-025 | 02-25 S
VCGT160402-FN2 16,61 02 005-012 | 02-20 S
VCGT160404-FN2 16,61 0.4 008-025 | 02-25 S
VCGT160408-FN2 16,61 08 010-030 | 03-30 S
VCGT110301-FM2 11,07 0.1 002-006 | 01-15 S S
! VCGT110302-FM2 11,07 0.2 0,05-0,12 02-2.0 S S S S
VCGT110304-FM2 11,07 0.4 0,08-0,25 02-25 ICXC) (I
VCGT160402-FM2 16,61 0.2 0,05-0,12 02-2.0 S S S S
VCGT160404-FM2 16,61 0.4 008-025 | 02-25 I )
VCGT160408-FM2 16.61 08 0,10-030 | 03-3.0 1) S
VCMT110302-FP4 11,07 0.2 0,04-0,12 01-10 |® DB
g VCMT110304-FP4 11,07 0.4 005-016 | 01-15 |& S S
VCMT160402-FP4 16,61 0.2 004-012 | 01-10 &S S
VCMT160404-FP4 16,61 0.4 0,05-0,16 01-15 &S S
VCMT160408-FP4 16,61 08 008-020 | 01-15 |& S S
I VBMT110304-FM6 11,07 0.4 008-020 | 03-16 AR CoCCTE
_ VBMT110308-FM6 11,07 08 012-030 | 05-16 CXCTE IR
VBMT160404-FM6 16,61 0.4 0,08-025 | 03-20 G CoCCTE S
VBMT160408-FM6 16,61 08 012-030 | 06-25 CIC)E CoC0E S
VBMT160412-FM6 16,61 1.2 015-030 | 1.0-25 R GRS
VCGT110301-MN2 11,07 0.1 0,02-006 | 05-15 S
0 VCGT110302-MN2 11,07 02 005-012 | 05-20 S
VCGT110304-MN2 11,07 0.4 0,08-025 | 06-25 S
VCGT110308-MN2 11,07 08 010-035 | 08-3.0 S
VCGT130301-MN2 131 0.1 002-006 | 05-15 S
VCGT130302-MN2 131 02 005-012 | 05-20 S
VCGT130304-MN2 131 0.4 008-025 | 06-3.0 S
VCGT160404-MN2 16,61 0.4 0,08-0,25 06-35 S S
VCGT160408-MN2 16,61 08 010-035 | 08-35 S SS
VCGT160412-MN2 16,61 1.2 0,10-045 | 10-35 S
VBMT110304-MM4 11,07 0.4 008-020 | 04-15 O S 1)
” VBMT110308-MM4 11,07 08 012-025 | 05-15 1) CoC]
VBMT160404-MM4 16,61 0.4 0,08-020 | 04-20 O S CoCOE
VBMT160408-MMé 16,61 08 012-030 | 05-20 OO S CoCOE S
VBMT160412-MM4 16,61 12 0,12-0.32 0,5-2.0 0] 1)
See the IS0 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

@S B/« New addition to the product range

Indexable inserts 31



— ||UJl=II_TER 150 tumning

Positive rhombic 35°
VCGT / VCMT / VBMT

Tiger-tec® Silver

Indexable inserts

P M K |N 5
HE HC HC HC [HC HC
o 8/88|84z88828=z888
I r f W |BEIE|RISSEGZEEEZ2335 53
Designation mm mm mm mm A A A
VCGT110302-MM4 11,07 0,2 0,05-0.12 0,2-1,5 S & S &
’ VCGT110304-MM4 11,07 0.4 0,08-0.20 0.4-1,5 S & S &
VCGT160402-MM4 16,61 0,2 0,05-0.12 0,2-2,0 S & S &
VCGT160404-MM4 16,61 0.4 0,08-0.20 0,4-2,0 S & S &
VCGT160408-MM4 16,61 0.8 0,12-0.30 0,5-2,0 S & S &
VBMT110304-MK4 11,07 0.4 0,08-020 | 04-15 1)
” VBMT110308-MK4 11,07 0.8 012-025 | 05-15 1)
VBMT160404-MK4 16,61 0.4 0,08-020 | 04-20 DS
VBMT160408-MK4 16,61 0.8 0,12-030 | 05-20 X0
VBMT160412-MK4 16,61 12 012-032 | 05-20 1)
See the IS0 1832 designation key for dimensions HE = Coated cermet

HC = Coated carbide

Optimum indexable insert for \

o © 8

or
Good Average P
onditions

machining ¢
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I1SO turning

Positive Trigon 80°
WCGT

Tiger-tec®

Indexable inserts

P M K |N S
HC HC HC |HC HC
8888888888888
! r f a |E|EEI2|2333 35523372
Designation mm mm mm mm A A
WCGT030202-FN2 391 0.2 0,05-0,12 02-2,0 S
WCGT030204-FN2 391 0.4 0,08-0,25 02-25 S
WCGT040202-FN2 4,34 0.2 0,05-0,12 02-2,0 S
WCGT040204-FN2 4,34 0.4 0,08-0,25 02-25 S
WCGT06T304-FN2 6,52 0.4 0,08-0,25 02-25 S
WCGT06T308-FN2 6,52 0.8 0,10-0,30 0,3-3,0 S
WCGT030202-FM2 391 0.2 0,05-0,12 02-2,0 b
WCGT030204-FM2 391 0.4 0,08-0,25 02-25 =
WCGT040202-FM2 4,34 0.2 0,05-0,12 02-2,0 F s
WCGT040204-FM2 4,34 0.4 0,08-0,25 02-25 =
WCGT030202-MN2 391 0.2 0,05-0,12 05-15 S
WCGT030204-MN2 391 0.4 0,08-0,20 06-15 S
WCGT040204-MN2 4,34 0.4 0,08-0,25 0,6-2,5 S
WCGT06T302-MN2 6,52 0.2 0,05-0,12 0,6-2,0 S
WCGT06T304-MN2 6,52 0.4 0,08-0,25 0,6-3,0 S
WCGT080404-MN2 8,69 0.4 0,08-0,25 0,6-4,0 S
WCGT080408-MN2 8,69 0.8 0,10-0,35 0,8-4,0 S
See the ISO 1832 designation key for dimensions HC = Coated carbide

Indexable inserts 33



— ||UJl=II_TER 150 tumning

PCD - Positive rhombic 80°
CPGW

Indexable inserts

K N[ S H |0
4 BH|CN|DP|CN|CR|BL |BH|DP
[=2]
LR
=) olo|o Qlelo|e
o c 2 8 =alo Albl=
EE |k r f % (8|58 223 38
Designation =z 3 mm mm a 5 mm mm |22 |22 22 (2|2
CPGWO050204FS-1 1 3 0.4 11° 0° 0,03-0,25| 0,1-25 ) S
. CPGWO060204FS-1 1 35 0.4 11° 0° 0,03-0,25| 0,1-3,0 ) S
CPGWO09T304FS-1 1 4 0.4 11° 0° 0,03-0,25| 0,1-3,5 S S
CPGWO09T308FS-1 1 4 0.8 11° 0° 0,03-0,38| 0,1-3,5 S S
CPGW120408FS-1 1 4 0.8 11° 0° 0,03-0,38| 0,1-3,5 ) S
See the IS0 1832 designation key for dimensions BH = CBN with high CBN content

CN = Silicon nitride Si3N,

DP = Polycrystalline diamond
CR = Reinforced ceramic

BL = CBN with low CBN content

\y/r (
o3

PCD - Positive rhombic 55°
DPGW

Indexable inserts

K N[ S H |0
] BH|CN|DP|CN|CR|BL |BH|DP
[=2]
LR
=) olo|o Qlelole
a £ ® (=S Mm(n|ld
EE |k r f % 8|58 223 38
Designation =z 3 mm mm a 5 mm mm |22 |22 22 (2|2
'.' DPGW070204FS-1 1 35 0.4 11° 0° 0,03-0,25| 0,1-3,0 ) S
% J DPGW11T304FS-1 1 4 0.4 11° 0° 0,03-0,25| 0,1-3,5 ) S
DPGW11T308FS-1 1 4 08 11° 0° 0,03-0,38| 0,1-3,5 S S
See the ISO 1832 designation key for dimensions BH = CBN with high CBN content

CN = Silicon nitride Si3N,4

DP = Polycrystalline diamond
CR = Reinforced ceramic

BL = CBN with low CBN content
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— |IUJl=II_TEI=!

PCD - Positive square
SPGW

Indexable inserts

4 BH|CN|DP|CN|CR|BL|BH|DP
[=2]
LR
=) olo|o Slelole
o c 2 8 ale Alnl=
EE | & r f % |BI5 &2 E 338
Designation Z3 mm mm a 5 mm mm |2 |22 |22 (2|2
SPGWO9T308FS-1 1 4 0.8 11° 0° 0,03-0,38| 0.1-3.5 S S
See the ISO 1832 designation key for dimensions BH = CBN with high CBN content
CN = Silicon nitride Si3sN4
DP = Polycrystalline diamond
CR = Reinforced ceramic
BL = CBN with low CBN content
iy . °
PCD - Positive triangular 60
TPGW y
B T
%
S |
Indexable inserts
K N[ S H |0
4 BH|CN|DP|CN|CR|BL |BH|DP
.— [=]
57T
=) ool Solole
o c ARG ER=ER= MmNl
ES | I r f e EIHBEEEEE
Designation =3 mm mm a 5 mm mm |32 3|33 3|3 =
TPGW110204FS-1 1 4,2 0.4 11° 0° 0,03-0,25| 0,1-3,5 S S
ﬁ TPGW110208FS-1 1 4 0.8 11° 0° 0,03-0,38| 0,1-3.5 S S
TPGW16T304FS-1 1 4,2 0.4 11° 0° 0,03-0,25| 0,1-3,5 S S
TPGW16T308FS-1 1 4 0.8 11° 0° 0,03-0,38| 0,1-3,5 S S
See the IS0 1832 designation key for dimensions BH = CBN with high CBN content
CN = Silicon nitride Si3N4
DP = Polycrystalline diamond
CR = Reinforced ceramic
BL = CBN with low CBN content
i i rt for
Optimum indexable insé
@ ! Poor

Average

Good N
machining conditions
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Ceramic — Negative rhombic 80°
CNGN / CNGA / CNGX

Indexable inserts

K N[ S H |0
BH|CN DP|CN|CR|BL |BH DP
HEIEIEREEE
r f ap HEEEREEE
Designation mm mm mm 2222|2222
CNGN120408T01020 0.8 0,10-0,22 0.1-3,6 S
m CNGN120408T02020 0.8 0,10-0,40 0.1-6,0 S
| CNGN120412T01020 12 0,10-0,32 0.1-3,6 S
CNGN120412T02020 12 0,10-0,60 0.1-6,0 S
CNGN120416T02020 16 0,10-0,60 0.1-6,0 S
CNGN120708T01020 0.8 0,10-0,22 0.1-3,6 S
CNGN120712T01020 12 0,10-0,32 0.1-3,6 DS
CNGN120712T02020 12 0,10-0,60 0.1-6,0 S
CNGN120716701020 16 0,10-0,42 0.1-3,6
CNGN120716T02020 16 0,10-0,60 0.1-6,0 S
CNGA120408T02020 0.8 0,10-0,40 0.1-6,0 S
/ CNGA120412702020 12 0,10-0,60 0.1-6,0 S
FE 9 CNGA120416T702020 16 0,10-0,60 0.1-6,0 S
CNGX120712702020 12 0,10-0,60 0.1-6,0 S
. CNGX160712702020 12 0,10-0,60 0.1-8,0 S
' CNGX120716T02020 16 0,10-0,60 0.1-6,0 S
) CNGX160716T702020 16 0,10-0,60 0.1-8,0 S
See the ISO 1832 designation key for dimensions BH = CBN with high CBN content

CN = Silicon nitride SisNy4

DP = Polycrystalline diamond
CR = Reinforced ceramic

BL = CBN with low CBN content

Ceramic — Negative rhombic 80°
DNGA

Indexable inserts

K |[N| S H |0
BH|CN|DP|CN|CR|BL |BH|DP
HEIEIBEIEREE
r f 3 AR
Designation mm mm mm A A
F ] DNGA150608T02020 0.8 0,10-0,40 0.1-50 S
‘9/ DNGA150612T702020 1.2 0,10-0,60 0,1-50 S
-
See the IS0 1832 designation key for dimensions BH = CBN with high CBN content

CN = Silicon nitride Si3N,

DP = Polycrystalline diamond
CR = Reinforced ceramic

BL = CBN with low CBN content
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Ceramic — Negative square
SNGN / SNGA / SNGX

T’/bﬂﬁ
[ K

90

Indexable inserts

K N[ S H |0
BH|CN|DP|CN|CR|BL |BH|DP
olo|o SQlolole
' f 3 25232882
Designation mm mm mm 222|222 (2|2
SNGN120412702020 12 0,10-0,60 0.1-50 )
ﬁl SNGN120416T702020 16 0,10-0,60 0,1-50 S
-r SNGN120708T701020 0.8 0,10-0,22 0.1-36 S
' SNGN120712701020 12 0,10-0,32 01-36 DS
SNGN120712702020 1.2 0,10-0,60 01-50 S
SNGN120716T701020 16 0,10-0,42 01-36
SNGN120716T02020 16 0,10-0,60 01-50 S
SNGA120408T02020 0.8 0,10-0,40 01-50 S
SNGA120412T702020 1.2 0,10-0,60 01-50 S
SNGA120416T02020 16 0,10-0,80 01-50 S
SNGX120712702020 1.2 0,10-0,60 01-50 S
SNGX120716T02020 16 0,10-0,60 01-50 S
SNGX150712702020 1.2 0,10-0,60 01-7.0 S
See the IS0 1832 designation key for dimensions BH = CBN with high CBN content

CN = Silicon nitride Si3N4

DP = Polycrystalline diamond
CR = Reinforced ceramic

BL = CBN with low CBN content
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ISO turning

Ceramic — Negative triangular 60°
TNGN / TNGA

Indexable inserts

BH|CN DP|CN|CR|BL |BH DP
olole S oleole
A== =] Mm| o=
r f ap EEEEEE
Designation mm mm mm 2222|2222
TNGN160412T02020 12 0,10-0,60 0,1-5.0 S
TNGN160416T02020 16 0,10-0,60 0,1-5.0 @
TNGA160408T02020 0.8 0,10-0,40 0,1-5.0 S
TNGA160412T02020 1.2 0,10-0,60 0,1-5.0 @
See the ISO 1832 designation key for dimensions BH = CBN with high CBN content
CN = Silicon nitride SisN4
DP = Polycrystalline diamond
CR = Reinforced ceramic
BL = CBN with low CBN content
. . . °
Ceramic — Negative Trigon 80
S
Indexable inserts
K N S H 0
BH|CN DP|CN|CR|BL |BH |DP
olo|o Slolo|le
®| == |2 Mn(n|=
r f 3 855328383
Designation mm mm mm A A
m WNGA080408T02020 0.8 0,10-0,40 0,1-5.0 @
| ’ "_: WNGA080412T02020 1.2 0,10-0,60 0,1-5,0 S

A 4

See the IS0 1832 designation key for dimensions

Optimum indexable insert for \

o © 8

or
Good Average P
onditions

machining ¢
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BH = CBN with high CBN content
CN = Silicon nitride Si3Ny

DP = Polycrystalline diamond

CR = Reinforced ceramic

BL = CBN with low CBN content



I1SO turning

Shank tool - Rigid clamping

DCLN...-P [ mm |

Walter Turn

- Precision cooling

Tool

R —

— |IUJl=II_TEI=! Al

I TA
CN..
h=h; b by f h lg
Designation — mm mm mm mm mm mm Y As Type
* DCLNR/L2020X12-P 12 20 20 10 25 115 | 385 | -6° -6° N 1204
* DCLNR/L2525X12-P 12 25 25 4 32 130 | 385 | -6° -6° B B
* DCLNR/L2525X16-P 16 25 25 12 32 135 | 435 | -6° -6° | CN.. 1606 ..

Measured with master insert: CN .. 120408 / CN .. 160612
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - 1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DCLNR2020X12-P/ordering example, left-hand tool: DCLNL2020X12-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type

Shim

CN .. 1204 ..

AP301-CN12

CN .. 1606 ..

AP302-CN16

& ‘E| Screw for shim FS1461 (Torx 15IP) FS1463 (Torx 20IP)
- Tightening torque 2.5Nm 5,0 Nm
(gD
@’ Left clamp PK265L PK267
Right clamp PK265R PK267
@E Clamp screw FS1473 (Torx 15IP) FS1474 (Torx 20IP)
Tightening torque 3,9Nm 6,4 Nm
WW Pressure spring FS2188 FS2298
G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3) FS2288 (SW 3)
D= Torx key FS1465 (Torx 151P) FS1464 (Torx 201P)
Accessories
Type CN .. 1204 .. CN .. 1606 ..
Left clamp set
@ (standard assembly parts) PK2B5L-SET PK267-SET
Right clamp set PK265R-SET PK267-SET

(standard assembly parts)

@S B/« New addition to the product range

Walter Turn turning tools — External machining 39



— |IUJl=II_TER

ISO turning

Shank tool - Rigid clamping

DCLN...-P

Walter Turn

- Precision cooling

Tool

l—h—|

I TH
CN..
h=h; b by f I Iy
Designation Inch Inch Inch Inch Inch Inch Y As Type
* DCLNR/L124B-P 0,500 | 0,750 | 0,750 | 0,394 | 1,000 | 4500 | 1,575 | -6° -6°
* DCLNR/L164D-P 0,500 | 1,000 | 1,000 | 0,157 | 1,250 | 6,000 | 1,516 | -6° -6° N 1204 .
* DCLNR/L165D-P 0,625 | 1,000 | 1,000 | 0472 | 1,250 | 6,000 | 1,713 | -6° -6° | CN .. 1606 ..

Measured with master insert: CN .. 120408 / CN .. 160612
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DCLNR124B-P/ordering example, left-hand tool: DCLNL124B-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

(((Gi@;.]

=

YW
-

Type

Shim

CN .. 1204 ..

AP301-CN12

CN .. 1606 ..

AP302-CN16

Screw for shim

FS1461 (Torx 15IP)

FS1463 (Torx 20IP)

Tightening torque 2,5Nm 5,0Nm

Left clamp PK265L PK267

Right clamp PK265R PK267
Clamp screw FS1473 (Torx 15IP) FS1474 (Torx 20IP)
Tightening torque 3,9Nm 6,4 Nm
Pressure spring FS2188 FS2298

G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3) FS2288 (SW 3)

Torx key FS1465 (Torx 15IP) FS1464 (Torx 20IP)
Accessories
Type CN .. 1204 .. CN .. 1606 ..
Left clamp set
@ (standard assembly parts) PK2B5L-SET PK267-SET
Right clamp set PK265R-SET PK267-SET

(standard assembly parts)
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I1SO turning

Shank tool - Rigid clamping
DDJN...-P [ mm |

Walter Turn

- Precision cooling

— |IUJl=II_TEI=! Al

I TA
DN..
h=h; b by f Ih Iy
Designation mm mm mm mm mm mm Y As  Type
DDJNR/L2020X11-P 11 20 20 6 25 125 | 485 | -6° -7° ON 1106
DDJNR/L2525X11-P 11 25 25 0 32 140 | 485 | -6° -7° B B
* DDJNR/L2020X15-P 15 20 20 7 25 125 | 485 | -6° -7° ON . 1506
* DDJNR/L2525X15-P 15 25 25 3 32 140 | 485 | -6° -7° N N

Measured with master insert: DN .. 110408 / DN .. 150608

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DDJNR2020X11-P/ordering example, left-hand tool: DDJNL2020X11-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type DN .. 1104 .. DN .. 1506 ..
Shim AP305-DN11 AP304-DN15
i ‘E| Screw for shim FS1462 (Torx SIP) FS1461 (Torx 15IP)
s — Tightening torque 1,5Nm 2,5Nm
@1JIs
@’ Left clamp PK261L PK265L
Right clamp PK261R PK265R
@E Clamp screw FS1473 (Torx 15IP) FS1473 (Torx 15IP)
Tightening torque 3,.9Nm 3,9Nm
WW Pressure spring FS2188 FS2188
G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3) FS2288 (SW 3)
D=' Torx key FS1465 (Torx 15IP) FS1465 (Torx 15IP)
Accessories
Type DN .. 1104 .. DN .. 1506 ..
Left clamp set
(standard assembly parts) PK2BIL-SET PK2B5L-SET
Right clamp set PK261R-SET PK265R-SET

(standard assembly parts)

Q9

Shim for DN .. 1504 ..

AP304-DN1504

@S B/« New addition to the product range
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ISO turning

Shank tool - Rigid clamping

DDJN...-P

Walter Turn

- Precision cooling

KT
DN..
@ h=h b by f I Iy
Designation Inch Inch Inch Inch Inch Inch Y As  Type
DDJNR/L163D-P 0,375 | 1,000 | 1,000 | 0,118 | 1,250 | 6,000 | 1,909 -6° -7° | DN .. 1104 ..
* DDJNR/L124B-P 0,500 | 0,750 | 0,750 | 0,276 | 1,000 | 4,500 | 1,969 -6° -7° ON . 1504 .
* DDJNR/L164D-P 0,500 | 1,000 | 1,000 | 0,118 | 1,250 | 6,000 | 1,909 -6° -7°

Measured with master insert: DN .. 110408 / DN .. 150408
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DDJNR163D-P/ordering example, left-hand tool: DDJNL163D-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type DN .. 1104 .. DN .. 1504 ..
Shim AP305-DN11 AP304-DN1504
Screw for shim FS1462 (Torx 9IP) FS1461 (Torx 15IP)
Tightening torque 1,5 Nm 2,5Nm

Left clamp PK261L PK265L
Right clamp PK261R PK265R
Clamp screw FS1473 (Torx 15IP) FS1473 (Torx 15IP)
Tightening torque 3,9Nm 3,9Nm
Pressure spring FS2188 FS2188

G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3) FS2288 (SW 3)

D=' Torx key FS1465 (Torx 15IP) FS1465 (Torx 15IP)
Accessories
Type DN .. 1104 .. DN .. 1504 ..
Left clamp set
@ (standard assembly parts) PK2BIL-SET PK2B5L-SET
Right clamp set : .
(standard assembly parts) PK26IR-SET PK265R-SET
Shim for DN .. 1506 .. AP304-DN15
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I1SO turning
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Shank tool - Rigid clamping
DDPN

Walter Turn

i =
52“30'\& <57°
D

Tool

DN .. DN..
ﬂ h=h; b f Iy lg,
Designation Inch Inch Inch Inch Inch Y As Type
* DDPNN124B 0,500 0,750 0,750 0,375 4,500 1610 -5° -9°
* DDPNN164D 0,500 1,000 1,000 0,500 6,000 1,610 -5° -9° DN .. 1504 ..
* DDPNN204D 0,500 1,250 1,250 0,625 6,000 1610 -5° -9°

_ lg

4

52"30/ @\52"30'
] T

N f‘*

i/

h

Measured with master insert: DN .. 150408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle A, see "Technical information - I1SO turning"”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Insert without drilled hole

Shim for DN .. 1504 ..

AP304-DN1504

Type DN .. 1504 ..
Shim AP304-DN1504
'E%ﬁ. Screw for shim FS1461 (Torx 15IP)
= Tightening torque 2,5Nm
Gg Clamp PK241
@EEH Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
Vm Pressure spring FS1470
Pin RS117
D=| Torx key FS1465 (Torx 151P)
Accessories
Type DN .. 1504 ..
Clamp set PK241-SET
(standard assembly parts)
Carbide clamp set
@ Insert with driled hole PK245-SET
Carbide clamp set PK254-SET

Shim for DN .. 1507 ..

AP412-DN1507

@S B/« New addition to the product range
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ISO turning

Shank tool - Rigid clamping
DSBN...-P [ mm |

Walter Turn

- Precision cooling

SN..
h=h b by f hh Iy
Designation - mm mm  mm mm mm mm Y As Type
* DSBNR/L2525X12-P 12 25 25 7 22 135 435 -6° -6° | SN .. 1204 ..

Measured with master insert: SN .. 120408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DSBNR2525X12-P/ordering example, left-hand tool: DSBNL2525X12-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts Iype

Shim

SN .. 1204 ..

AP308-SN12

Screw for shim

FS1461 (Torx 15IP)

Tightening torque 2,5Nm
(((‘l@'.] Left clamp PK265L

Right clamp PK265R
@E Clamp screw FS1473 (Torx 15IP)

Tightening torque 3.9Nm
WW Pressure spring FS2188

G 1/8" threaded plug FS2258 (SW 5)

M6 threaded plug FS2288 (SW 3)

Dz' Torx key FS1465 (Torx 15IP)

Accessories
Type SN .. 1204 ..
Left clamp set

@ (standard assembly parts) PK265L-SET
Right clamp set ]
(standard assembly parts) PK265R-SET
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I1SO turning
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Shank tool - Rigid clamping
DSSN...-P [ mm |

Walter Turn

- Precision cooling

12

h=hy

25

b

25

KT TH
SN..
by f I lg
mm mm mm mm Y As  Type
0 23,7 | 1387 48 -8° 0° |SN.. 1204 ..

Designation
* DSSNR/L2525X12-P
b |——
I
120
. N )
4
\/ 15|
L / ]
f1
RuN©

Measured with master insert: SN .. 120408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DSSNR2525X12-P/ordering example, left-hand tool: DSSNL2525X12-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type SN .. 1204 ..
Shim AP308-SN12
'E ‘ﬁ. Screw for shim FS1461 (Torx 15IP)
I Tightening torque 2,5Nm
@ [J Left clamp PK265L
@
Right clamp PK265R
@EEH Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
WW Pressure spring FS2188
G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

D=| Torx key FS1465 (Torx 15IP)

Accessories
Type SN .. 1204 ..
Left clamp set

@ (standard assembly parts) PK265L-SET
Right clamp set PK265R-SET

(standard assembly parts)

@S B/« New addition to the product range
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ISO turning

Shank tool - Rigid clamping

DTGN...-P

Walter Turn

- Precision cooling

Tool

TN..
h=h; b by f Iy lg
Designation Inch Inch Inch Inch Inch Inch Y As  Type
DTGNR/L123B-P 0,375 | 0,750 | 0,750 | 0,000 | 1,000 | 4500 | 1516 | -6° -6° N 1604
DTGNR/L163D-P 0,375 | 1,000 | 1,000 | 0,000 | 1,250 | 6,000 | 1,520 | -6° -6° ) B

Measured with master insert: TN .. 160408
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”

The maximum recommended coolant pressure is 150 bar (2175 psi)

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”
Ordering example, right-hand tool: DTGNR123B-P/ordering example, left-hand tool: DTGNL123B-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

(((ti@'.]

=
W

Type

Shim

TN .. 1604 ..

AP321-TN16

Screw for shim

FS1462 (Torx 9IP)

Tightening torque 1.5Nm

Left clamp PK261L
Right clamp PK261R
Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
Pressure spring FS2188

G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

Torx key FS1465 (Torx 15IP)
Accessories
Type TN .. 1604 ..
Left clamp set
@ (standard assembly parts) PK2BIL-SET
Right clamp set PK261R-SET

(standard assembly parts)
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I1SO turning
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Shank tool - Rigid clamping
DVJN...-P [ mm |

Walter Turn

- Precision cooling

K1 IA
VN ..
h=h; b f I lg
Designation ] mm mm mm mm mm mm Y As  Type
DVJNR/L2020X16-P 16 20 20 25 125 485 -4° -13°
VN .. 1604 ..
DVJNR/L2525X16-P 16 25 25 32 140 48 -4° -13°

Measured with master insert: VN .. 160408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”

The maximum recommended coolant pressure is 150 bar (2175 psi)

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

Ordering example, right-hand tool: DVJNR2020X16-P/ordering example, left-hand tool: DVJNL2020X16-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts
Type

Shim

VN .. 1604 ..

AP312-VN16

Screw for shim

FS1467 (Torx 15IP)

" Tightening torque 3,0Nm
@ @"j Left clamp PK261L
Right clamp PK261R
@ZEH Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
WW Pressure spring FS2188
G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

D=| Torx key FS1465 (Torx 15IP)

Accessories
Type VN .. 1604 ..
Left clamp set

@ (standard assembly parts) PK261L-SET
Right clamp set PK261R-SET

(standard assembly parts)
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ISO turning
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Shank tool - Rigid clamping
DVJN...-P

Walter Turn

- Precision cooling

}
<bb?
93"*“5’ I
=" WN..
h=h; b by f Ih I
Designation ﬂ Inch Inch Inch Inch Inch Inch Y As  Type
DVJINR/L123B-P 0,375 | 0,750 | 0,750 | 0,157 | 1.000 | 4496 | 1.906 | -4° | -13° W 1606
DVJNR/L163D-P 0,375 | 1,000 | 1,000 | 0,000 | 1.250 | 5996 | 1.906 | -4° | -13° ) B

Measured with master insert: VN .. 160408
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DVJNR123B-P/ordering example, left-hand tool: DVJNL123B-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type

Shim

VN .. 1604 ..

AP312-VN16

Screw for shim

FS1467 (Torx 15IP)

Tightening torque 3,0 Nm

Left clamp PK261L
Right clamp PK261R
Clamp screw FS1473 (Torx 15IP)
Tightening torque 3.9Nm
Pressure spring FS2188

G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

D: Torx key FS1465 (Torx 15IP)
Accessories
Type N .. 1604 ..
Left clamp set
@ (standard assembly parts) PK261L-SET
Right clamp set
(standard assembly parts) PK261R-SET
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Shank tool - Rigid clamping

DVTN

Walter Turn

~f

D] I
VN.. VN..
Designation ﬂ hl:c::l Int():h Int:h Inl;l:h Ir:éh Y As Type
* DVTNR/L123B 0375 | 0750 | 0,750 1,000 | 4,500 1,543 -4° -13°
DVTNR/L163D 0,375 | 1,000 1,000 1,250 | 6,000 1,544 -4° -13° (VN .. 1604 ..
DVTNR/L203D 0375 | 1250 1,250 1,500 | 6,000 1,544 -4° -13°

Measured with master insert: VN .. 160408
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle A, see "Technical information - I1SO turning”
Ordering example, right-hand tool: DVTNR123B/ordering example, left-hand tool: DVTNL123B

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

(standard assembly parts)

Type VN .. 1604 ..
© Shim AP312-VN16
'E%ﬁ. Screw for shim FS1467 (Torx 15IP)

- Tightening torque 3,0 Nm
Gg Clamp PK244
@EEH Clamp screw FS1473 (Torx 15IP)

Tightening torque 3,9Nm
WW Pressure spring FS1470

Pin RS117
D=| Torx key FS1465 (Torx 15IP)
Accessories

Type VN .. 1604 ..
g% Clamp set PK244-SET

@S B/« New addition to the product range
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ISO turning

Shank tool - Rigid clamping
DWLN...-P [ mm |

Walter Turn

- Precision cooling

Tool

WN ..
h=h; b by f I3 Iy
Designation = mm mm mm mm mm mm Y As  Type
DWLNR/L2020X08-P 8 20 20 0 25 1200 | 435 -7° -6°
WN .. 0804 ..
DWLNR/L2525X08-P 8 25 25 0 32 1350 | 435 -7° -6°

Measured with master insert: WN .. 080408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DWLNR2020X08-P/ordering example, left-hand tool: DWLNL2020X08-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type WN .. 0804 ..
Shim AP307-WNO08
TN crew for shim orx
I8 = S for shi FS1461 (Torx 15IP)
A Tightening torque 2,5Nm
@ @"j Left clamp PK266L
Right clamp PK266R
@E Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
WW Pressure spring FS2188

G 1/8" threaded plug

FS2258 (SW 5)

M6 threaded plug

FS2288 (SW 3)

D=| Torx key FS1465 (Torx 15IP)

Accessories
Type WN .. 0804 ..
Left clamp set

@ (standard assembly parts) PK266L-SET
Right clamp set PK266R-SET

(standard assembly parts)
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I1SO turning

Shank tool - Rigid clamping
DWLN...-P

Walter Turn

- Precision cooling

Tool

— |IUJl=II_TEI=! Al

h=h b by f Iy lg
Designation Inch Inch Inch Inch Inch Inch Y As
DWLNR/L124B-P 0,500 | 0,750 | 0,750 | 0,000 | 1,000 | 4500 | 1,713 -6° -6°
DWLNR/L164D-P 0,500 | 1,000 | 1,000 | 0,000 | 1,250 | 6,000 | 1,713 -7° -6°

WN ..

Type

WN .. 0804 ..

Measured with master insert: WN .. 080408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”

The maximum recommended coolant pressure is 150 bar (2175 psi)

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”
Ordering example, right-hand tool: DWLNR124B-P/ordering example, left-hand tool: DWLNL124B-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type WN .. 0804 ..
Shim AP307-WNO8
(i iﬁ. Screw for shim FS1461 (Torx 15IP)
i ) Tightening torque 2,5Nm
(((‘l@'.j Left clamp PK266L
Right clamp PK266R
@E Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
WW Pressure spring FS2188
G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

D=| Torx key FS1465 (Torx 15IP)

Accessories
Type WN .. 0804 ..
Left clamp set

@ (standard assembly parts) PK266L-SET
Right clamp set PK266R-SET

(standard assembly parts)
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Shank tool - Rigid clamping
DDJC...-P [ mm |

Walter Turn

- Precision cooling

\ iﬂ" 7°
u
93"»@1&/ %7
h=h; b by f Ih I
Designation mm mm mm mm mm mm Y As  Type
DDJCR/L2020X11-P 11 20 20 6 25 125 | 485 -3° -7° U
DDJCR/L2525X11-P 11 25 25 0 32 140 | 485 -3° -7° B B

Measured with master insert: DC .. 117308

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DDJCR2020X11-P/ordering example, left-hand tool: DDJCL2020X11-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type DC..11T3 ..
Shim AP315-DC1108
or radius r<0,8mm
for radi 0.8
-
Screw for shim FS2068 (SW 3,5)
eft clam
@ @"] Left clamp PK261L
Right clamp PK261R
@ZS Clamp screw FS1473 (Torx 15IP)
Tightening torque 3.9Nm
WV\‘ Pressure spring FS2188
G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

D: Torx key FS1465 (Torx 15IP)
Accessories
Type DC.. 1173 .
Left clamp set
@ (standard assembly parts) PK261L-SET
Right clamp set
(standard assembly parts) PK261R-SET
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I1SO turning
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Shank tool - Rigid clamping
DVJB...-P [ mm |

Walter Turn

- Precision cooling

5° 7°
V| (e
VB.. VC..
h=h; b by f Iy lg,
Designation ] mm mm mm mm mm mm Y As  Type
DVJBR/L2020X16-P 16 20 20 4 25 125 | 485 | -2° -7° | vB . 1604 .
DVJBR/L2525X16-P 16 25 25 0 32 140 | 485 | -2° .70 | VC.. 1604 .

Measured with master insert: VB .. 160408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: DVJBR2020X16-P/ordering example, left-hand tool: DVJBL2020X16-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts
Type

Shim

VB .. 1604 ..
VC.. 1604 ..

AP312-VN16

Screw for shim

FS1467 (Torx 15IP)

Tightening torque 3,0Nm
@ @"j Left clamp PK261L
Right clamp PK261R
@ZEH Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
WW Pressure spring FS2188
G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)

Torx key FS1465 (Torx 15IP)
Accessories VB.. 1604 ..
Type VC .. 1604 ..
Left clamp set
@ (standard assembly parts) PK2B1L-SET
Right clamp set PKZB1R-SET

(standard assembly parts)

Walter Turn turning tools — External machining 53



ISO turning

— |IUJl=II_TER

Turning toolholders — Rigid clamping

C...-DCLN...-P [ mm |

Walter Turn

- Precision cooling
- Walter Capto™

CN..
Tool o f Iy
Designation d; mm mm Y As Type
Walter Capto™ in acc. with IS0 26623 C4-DCLNR/L-27050-12-P 12 C4 27 50 -6° -6°
C5-DCLNR/L-35060-12-P 12 c5 35 60 -6° -6°
CN .. 1204 ..
C6-DCLNR/L-45065-12-P 12 6 45 65 -6° -6°
C8-DCLNR/L-55080-12-P 12 c8 55 80 -6° -6°
* C6-DCLNR/L-45065-16-P 16 6 45 65 -6° -6° CN .. 1606 .

Measured with master insert: CN .. 120408 / CN .. 160612
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: C4-DCLNR-27050-12-P/ordering example, left-hand tool: C4-DCLNL-27050-12-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type

Shim

CN .. 1204 ..

AP301-CN12

CN .. 1606 ..

AP302-CN16

Screw for shim

FS1461 (Torx 15IP)

FS1463 (Torx 20IP)

Tightening torque 2,5Nm 5,0 Nm
(G
O Clamp PK255 PK267
=
@E Clamp screw FS1473 (Torx 15IP) FS1474 (Torx 20IP)
Tightening torque 3,9Nm 6,4 Nm
WW Pressure spring FS2188 FS2298

Torx key FS1465 (Torx 15IP) FS1464 (Torx 20IP)
Accessories

Type CN .. 1204 .. CN .. 1606 ..

Clamp set PK255-SET PK267-SET

(standard assembly parts)

DS B/ x New addition to the product range

54 Walter Turn turning tools — External machining



150 tuming —1 ||LUl=II_TEI=! Al

Turning toolholders - Rigid clamping

C...-DDHN...-P [ mm |

Walter Turn

- Precision cooling
- Walter Capto™

K1 IA
DN ..
Tool f Iz
Designation d; mm mm Y As Type
Walter Capto™ in acc. with ISO 26623 C6-DDHNR/L-45065-15-P 15 C6 45 65 -6° 7° DN .. 1506 ..

Measured with master insert: DN .. 150608

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: C6-DDHNR-45065-15-P/ordering example, left-hand tool: C6-DDHNL-45065-15-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type DN .. 1506 ..
im -
Shi AP304-DN15
'E&ﬁ. Screw for shim FS1461 (Torx 15IP)
s — Tightening torque 2,5Nm
B>
Clamp PK256
2
@E Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm
WW Pressure spring FS2188
D=| Torx key FS1465 (Torx 15IP)
Accessories
Type DN .. 1506 ..
Clamp set PK256-SET

(standard assembly parts)

Shim for DN .. 1504 .. AP304-DN1504

Q%
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Turning toolholders — Rigid clamping

C...-DDJN...-P [ mm |

Walter Turn

- Precision cooling

- Walter Capto™
<27°)
Sl a7 1T
o DN
Tool f Iz
Designation dp mm mm Y As Type
Walter Capto™ in acc. with ISO 26623 C4-DDJNR/L-27055-11-P 11 Ch 27 55 -6° -7° DN .. 1104 ..
C4-DDJNR/L-27055-15-P 15 Ch 27 55 -6° -7°
C5-DDJNR/L-35060-15-P 15 c5 35 60 -6° -7°
DN .. 1506 ..
C6-DDJNR/L-45065-15-P 15 C6 45 65 -6° -7°
C8-DDJNR/L-55080-15-P 15 c8 55 80 -6° -7°

Measured with master insert: DN .. 110408 / DN .. 150608

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: C4-DDJNR-27055-11-P/ordering example, left-hand tool: C4-DDJNL-27055-11-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

N

@

PETE

Type DN .. 1104 .. DN .. 1506 ..
Shim AP305-DN11 AP304-DN15
Screw for shim FS1462 (Torx 9IP) FS1461 (Torx 15IP)
Tightening torque 1,5 Nm 2,5Nm
Clamp PK255 PK256
Clamp screw FS1473 (Torx 15IP) FS1473 (Torx 15IP)
Tightening torque 3,9Nm 3,9Nm
Pressure spring FS2188 FS2188

Torx key FS1465 (Torx 15IP) FS1465 (Torx 15IP)
Accessories
Type DN .. 1104 .. DN .. 1506 ..
Clamp set
PK255-SET PK256-SET

R

(standard assembly parts)

Shim for DN .. 1504 ..

AP304-DN1504

€]
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Turning toolholders - Rigid clamping

C...-DDUN...-P [ mm |

Walter Turn

- Precision cooling

- Walter Capto™
2 o
=2r DN..
Tool f Iz
Designation d; mm mm Y As Type
Walter Capto™ in acc. with I1SO 26623 C6-DDUNR/L-45065-15-P 15 C6 45 65 -7° -6° DN .. 1506 ..

Measured with master insert: DN .. 150608

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: C6-DDUNR-45065-15-P/ordering example, left-hand tool: C6-DDUNL-45065-15-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type DN .. 1506 ..
im -

Shi AP304-DN15
'E&ﬁ. Screw for shim FS1461 (Torx 15IP)
s — Tightening torque 2,5Nm

(G

l@) Clamp PK256
(S
@E Clamp screw FS1473 (Torx 15IP)
Tightening torque 3,9Nm

WW Pressure spring FS2188

D=| Torx key FS1465 (Torx 15IP)
Accessories

Type DN .. 1506 ..
Clamp set PK256-SET

(standard assembly parts)

Shim for DN .. 1504 .. AP304-DN1504

Q%
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Turning toolholders — Rigid clamping

C...-DVJB...-P [ mm |

Walter Turn

- Precision cooling
- Walter Capto™

5° 7°
i v Bl
VB.. VC..
Tool f I
Designation Je—| dp mm mm Y As Type
Walter Capto™ in acc. with IS0 26623 C4-DVJBR/L-27062-16-P 16 C4 27 62 -2° -7°
C5-DVJBR/L-35065-16-P 16 5 35 65 -2° -7° VB 1604
C6-DVJBR/L-45065-16-P 16 C6 45 65 -2° -7° VC .. 1604 ..
C8-DVJBR/L-55080-16-P 16 c8 55 65 -2° -7°

Measured with master insert: VB .. 160408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: C4-DVJBR-27062-16-P/ordering example, left-hand tool: C4-DVJBL-27062-16-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts VB.. 1604 ..
Type VC.. 1604 ..
Shim AP312-VN16
‘;%ﬁ| Screw for shim FS1467 (Torx 15IP)
i — Tightening torque 3.0Nm
@ @”j Left clamp PK261L
Right clamp PK261R
@E Clamp screw FS1473 (Torx 15IP)
Tightening torque 3.9Nm
WW Pressure spring FS2188
Torx key FS1465 (Torx 15IP)
Accessories VB .. 1604 ..
Type VC.. 1604 ..
Left clamp set
@ (standard assembly parts) PK261L-SET
Right clamp set ~
(standard assembly parts) PK261R-SET
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Boring bar — Rigid clamping
A...-DVUN

Walter Turn

— A = Steel version with internal cooling

VN.. VN..
Tool Dimin d f h h
Designation ﬂ Inch Inch Inch Inch Inch Y As Type

7d1 * A20T-DVUNR/L3 0375 | 1,705 | 1,250 | 1,000 | 1,181 | 12,000 | -6° -9° W 1604
(93 = * A24T-DVUNR/L3 0375 | 2000 | 1500 | 1125 | 1374 | 12000 | -6° -8° B B
p
1 = h ~|

[ I

N
Drmin )»

“efl-As

Measured with master insert: VN .. 160408

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - 1SO turning”

Ordering example, right-hand tool: A20T-DVUNR3/ordering example, left-hand tool: A20T-DVUNL3
Bodies and assembly parts are included in the scope of delivery.

Assembly parts Type

Shim

VN .. 1604 ..

AP312-VN16

(standard assembly parts)

§== Screw for shim FS1467 (Torx 15IP)
g - Tightening torque 3,0 Nm
[g Clamp PK244
@E Clamp screw FS1473 (Torx 15IP)

Tightening torque 3,9Nm
WW Pressure spring FS1470

Pin RS117
D=| Torx key FS1465 (Torx 151P)
Accessories

Type VN .. 1604 ..
%% Clamp set PK244-SET

@S B/« New addition to the product range
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Boring bar — Screw clamping
A...-SCLP / E...-SCLP

Walter Turn

- A = Steel version with internal cooling
— E = Solid carbide version with internal cooling

11°
Iy
CP..
TOOI @ Dmin dl f h |1
Designation Inch Inch Inch Inch Inch Y As Type
& * A05K-SCLPR/L2 0,250 0,413 0,313 0,219 0272 5,000 0° -9°
L 95" , iy * AO06M-SCLPR/L2 0,250 0,480 0.375 0,250 0,336 6,000 4° -6,5° P 0802
(ol [ it * A08M-SCLPR/L2 0250 | 0598 | 0500 | 0312 | 0460 | 6,000 6° -26° N N
! | =l h = * A10R-SCLPR/L2 0,250 0,772 0,625 0,406 0,562 8,000 0° 5°
1
* A12S-SCLPR/L3 0,375 0,929 0,750 0,500 0,709 | 10,000 0° -6,3° P 0973
Dt ((3)).  * AIBT-SCLPR/L3 0375 | 1201 | 1000 | 0639 | 0906 | 14173 | 6° 1° ) i
|
As
& * EO06M-SCLPR/L2 0,250 0,480 0,375 0,250 0,359 6,000 4° -7° P 0802
, o5 ‘ = % E0BR-SCLPR/L2 0250 | 0598 | 0500 | 0312 | 0484 | 8000 6° -3° ) )
W=
- h |-
h
Measured with master insert: CP.. 060204 / CP .. 09T304
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information — I1SO turning”
Ordering example, right-hand tool: AO5K-SCLPR2/ordering example, left-hand tool: AO5K-SCLPL2
Bodies and assembly parts are included in the scope of delivery.
Assembly parts Type CP .. 0602 .. CP .. 0602 .. CP..09T3 .. CP..09T3 ..
Dmin [Inch] 0,413-0,598 0,772 0,929 1,201
Clamping screw for indexable insert |  FS2066 (Torx 7IP) FS2061 (Torx 7IP) FS2062 (Torx 15IP) FS2063 (Torx 15IP)
Tightening torque 0,9 Nm 0.9 Nm 3,0 Nm 3,0Nm

Torx key

FS1490 (Torx 7IP)

FS1490 (Torx 7IP)

FS1465 (Torx 15IP)

FS1465 (Torx 15IP)

DS B/ x New addition to the product range
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I1SO turning

Boring bar — Screw clamping
A...-SDUC...-X

Walter Turn

— A = Steel version with internal cooling
- Reverse copy boring bar

— |IUJl=II_TEI=! Al

7°
VI
DC..
Tool . . ﬂ Drin di f h i}
Designation Inch Inch Inch Inch Inch Y As Type
& * A16T-SDUCR/L2-X 0,250 1,299 1,000 0,750 0,906 | 12,000 0° -0,9° [DC..0702..
* A20T-SDUCR/L3-X 0,375 1.579 1,250 0.875 1,181 | 12,000 0° -7,5° |DC..11T3 .
f —
| P ot O O |
X1 ~ h |-
T | Iy
N 20
1 A
Dm|n+ r
“efl- As

Measured with master insert: DC .. 070204 / DC .. 117308

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - 1SO turning”
Ordering example, right-hand tool: A16T-SDUCR2-X/ordering example, left-hand tool: A16T-SDUCL2-X

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Type
!E ‘=| Clamping screw for indexable insert
It [ . .
L Tightening torque

DC..0702 ..

FS2061 (Torx 7IP)
0,9 Nm

[DE ., BT

FS2062 (Torx 15IP)

3,0Nm

D=| Torx key

FS1490 (Torx 7IP)

FS1465 (Torx 15IP)
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Boring bar — Screw clamping

A...-SDXC...-X [ mm |

Walter Turn

- A = Steel version with internal cooling
- Forwards/reverse copy boring bar

62°30] 7°
} Oy
<00 DC..
Tool Dimin d; f h Iy 120
Designation mm mm mm mm mm mm Y As Type
N d * A25T-SDXCR/L11-X 11 32 25 17 23 300 306.8 -2° -3° |DC.11T3.
62°30° A
| '/;\ > 1 1
F i i
T ? X1 N e

Drmin - D}L

Measured with master insert: DC .. 117308

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
Ordering example, right-hand tool: A25T-SDXCR11-X/ordering example, left-hand tool: A25T-SDXCL11-X

Bodies and assembly parts are included in the scope of delivery.

Assembly parts
Type DC..11T3 ..
Clamping screw for indexable insert FS2062 (Torx 15IP)
Tightening torque 3,0 Nm
Accessories
Type DC.. 1173 ..

D=| Torx key ‘ FS1465 (Torx 15IP)

DS B/ x New addition to the product range
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Boring bar — Screw clamping
A...-STFC / E...-STFC

Walter Turn

— A = Steel version with internal cooling
— E = Solid carbide version with internal cooling

7°
Ty
TC..
Tool . . @ Diin d; f h [}
Designation Inch Inch Inch Inch Inch Y As Type
> & AO6M-STFCR/L2 0,250 0,500 0,375 0,250 0336 6,000 0° -10,1°
/\ A08M-STFCR/L2 0,250 0,598 0,500 0,312 0,460 6,000 0° -7.2°
v 91 ] —8 TC..1102 ..
£ > ==k — A10R-STFCR/L2 0,250 0,772 0,625 0,406 0562 8,000 0° -4,7°
| =1 hi= A12S-STFCR/L2 0,250 0,929 0,750 0,500 0,709 | 10,000 0° -3.2°
1
A16T-STFCR/L3 0,375 1,201 1,000 0,640 0,906 | 12,000 0° -3,8°
Dm\:|~(~ \f A20T-STFCR/L3 0,375 1,469 1,250 0,765 1,181 | 12,000 0° -8,7° |TC..16T3.
A24T-STFCR/L3 0,375 1,760 1,500 0,890 1,374 | 12,000 0° -6,8°
/< As
b * EO06M-STFCR/L1.8 0219 0,500 0,375 0.264 0.359 6,000 0° -9,5°
1/\ TC..0902 ..
o — * E08R-STFCR/L1.8 0,219 0,630 0,500 0349 0,460 8,000 0° -7°
1 91 i
f { B -o'lf — * E10R-STFCR/L2 0,250 0,772 0,625 0,406 0,609 8,000 0° -6° € 1102
- h i~ * E12S-STFCR/L2 0250 | 0929 | 0750 | 0500 | 0734 | 10000 | ©° -4° ; ;
1
* E16T-STFCR/L3 0,375 1,201 1,000 0,640 0,984 | 12,000 0° -4° | TC..16T3 ..
¥ N
Dmm«‘ j»
e/« As
Measured with master insert: TC .. 110204 / TC .. 16T308 / TC .. 090204 / TC .. 110200
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see "Technical information - I1SO turning”
Ordering example, right-hand tool: AO6M-STFCR2/ordering example, left-hand tool: AO6M-STFCL2
Bodies and assembly parts are included in the scope of delivery.
Assemb|y parts Type TC .. 0902 .. TC..1102 .. TC..1102 .. TC.. 1673 .. TC..16T3 ..
Dmin [Inch] 0,500-0,630 0,500-0,598 0,772-0,929 1,201 1,469-1,760
Clamning screw for indexable insert FS2149 FS2067 FS2061 FS2063 FS2060
Ti htp '9 tor (Torx 71P) (Torx 71P) (Torx 71P) (Torx 15IP) (Torx 15IP)
'ghtening torque 0.9 Nm 0.9 Nm 0.9 Nm 3,0 Nm 3,0 Nm
Torx ke FS1490 FS1490 FS1490 FS1465 FS1465
y (Torx 7IP) (Torx 7IP) (Torx 7IP) (Torx 15IP) (Torx 15IP)
Shim AP317-TC1612
for radius r<1,2mm
Clamping screw for shim FS2068 (SW 3,5)

Walter Turn turning tools - Internal machining
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Boring bar adaptor

A2140-W [ mm |

— With Weldon shank in accordance with DIN 9766
- Self-centring for cylindrical round shank

Tool d; dn h Iy
Designation mm mm mm mm

Parallel shank with surface A2140-W25-R06-061 25 6 61 5 0.2

in accordance with ISO 9766 A2140-W25-R08-061 25 8 61 5 0.2

M — A2140-W25-R10-061 25 10 61 5 0.2

i 1 4 T A2140-W25-R12-061 25 12 61 5 0.2

au U A2140-W25-R16-061 25 16 61 5 0.1

* N { A2140-W32-R06-065 32 6 65 5 0.3

~ A2140-W32-R08-065 32 8 65 5 03

" A2140-W32-R10-065 32 10 65 5 03

A2140-W32-R12-065 32 12 65 5 0.3

A2140-W32-R16-065 32 16 65 5 0.3

A2140-W32-R20-065 32 20 65 5 0.2

A2140-W40-R06-075 40 6 75 5 0.6

A2140-W40-R08-075 40 8 75 5 0.6

A2140-W40-R10-075 40 10 75 5 0.6

A2140-W40-R12-075 40 12 75 5 0.6

A2140-W40-R16-075 40 16 75 5 0.6

A2140-W40-R20-075 40 20 75 5 0.6

A2140-W40-R25-075 40 25 75 5 05

Comment: Groove for self-centring is present on all Walter Turn boring bars with fully rounded shank (-R) dia. 6-25 mm.
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Grooving and parting off . . s
;
GX cutting inserts | i e i .
By LB
Tiger-tec® Silver ‘ ' ‘ I f
Cutting inserts
P M K|N S
HC HC |HCHW HC
N nnulpg 0nin v
RN AL N[22 AR
s r I f Stol W (ERE S5 2cECEEE
Designation mm mm K mm mm mm mm |3 |33 333333333
GX16-1E200N02-CK8 2 02 166 |004-012| +002 | +003 S
GX16-2E300N02-CK8 3 02 166 |008-020 +0,02 | +003 S
GX24-2E300N02-CK8 3 02 246 |0,08-020| 002 | 0,03 S
GX24-3E400N02-CK8 4 02 246 1010-022| 002 | 0,03 S
- GX16-1E200N00-CF5 2 0 16,6 |0,03-0,10| 0,05 | =+0.05 SN O S
GX16-1E200N02-CF5 2 0,2 16,6 |0,04-0,12| +0,05 | +0.15 DONOD S OGRS
GX16-1E200R/L6-CF5 2 0,2 6° 16,6 |0,03-0,10| 0,05 | =0.15 SN O S
GX16-1E200R/L7-CF5 2 0 7° 16,4 |0,03-0,10| 0,05 | =0.15 S S S
GX16-1E200R/L15-CF5 2 0 15° 16,4 |0,03-0,10| 0,05 | =0.15 S S S
GX16-1E250N02-CF5 25 0.2 16,6 |0.05-0,15) 0,05 | =015 OB S S S
GX16-1E250R/L6-CF5 2.5 0,2 6° 16,6 |0,03-012| 0,05 | =+0.15 S S S
GX16-2E300N02-CF5 3 0,2 16,6 |0,08-0.20| 0,05 | =0.15 COC A )R SO
GX16-2E300R/L6-CF5 3 0,2 6° 16,6 |0,04-0,16| 0,05 | =0.15 S S S
GX16-2E300R/L7-CF5 3 0 7° 16,6 |0,04-0,13| 0,05 | =0.15 S S S
GX16-2E300R/L15-CF5 3 0 15° 16,6 |0,04-0,13| 0,05 | =0.15 S S S
GX24-1E200N02-CF5 2 0,2 24 |004-0,12| +0,05 | +0.15 DOBNDD COICEIE S
GX24-1E250N02-CF5 2.5 0,2 24 |0,05-0,15| +0,05 | %015 SN O S
GX24-2E300N00-CF5 3 0 246 |004-0,16| +005 | +0.05 SN O S
GX24-2E300N02-CF5 3 0.2 24 |0,08-020| %005 | +0.15 DRSO GRS
GX24-2E300R/L6-CF5 3 0,2 6° 246 |0,04-0,16| +0,05 | +0.15 OB SN ol
GX24-3E400N02-CF5 4 0,2 24 010-0,22| +0,05 | +0.15 DB GG IR S
GX24-3E400R/L6-CF5 4 0,2 6° 246 [010-0,18| +005 | %015 S S S
GX24-3E500N03-CF5 5 0,3 24 0,10-0,25| +0,05 | +0.15 SN OB S
GX34-2E300N03-CF5 3 03 34 |0,08-020| %005 | +0.15 DRSO GRS
GX34-2E300R/L6-CF5 3 0,3 6° 34 |004-0,16| +005 | +0.15 S S S
GX34-3E400N04-CF5 4 0.4 34 |010-022| +005 | +0.15 DRSO S OGRS
Itol = Repeat accuracy when changing indexable insert HC = Coated carbide
Radius tolerance ryo = + 0.05 mm HW = Uncoated carhide

Parting off with diameters up to 32 mm is possible with GX16 inserts (I = 16.6 mm)
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Grooving and parting off ol oA s
.
GX cutting inserts | o S é 17/
By LB i
Tiger-tec® Silver ‘ ’ r N ‘
Cutting inserts
P M K|N
HC HC  |HCHW HC
NN Vv nnulpn 0ninwn
RN RGN 2LQ AR
s r | f Stol W (83355 EREEE
Designation mm mm K mm mm mm mm |33 (3333333 3= =
GX16-1E200N02-CE4 2 0,2 16,6 |0,06-0,15| 0,05 | =+0.15 CoC I AC )R S SO
GX16-1E200R/L6-CE4 2 0.2 6° 16,6 |0,04-0,10| 0,05 | =+0.15 SN O S B
GX16-1E250N02-CE4 2.5 0,2 16,6 |0,07-0,18| 0,05 | =+0.15 OB OB S B
GX16-1E250R/L6-CE4 2.5 0,2 6° 16,6 |0,05-0,12| 0,05 | =+0.15 ) S S
GX16-2E300N02-CE4 3 0.2 16,6 |0,09-0.30| 0,05 | =+0.15 OO S )R
GX16-2E300R/L6-CE4 3 0.2 6° 16,6 |0,09-0.24| +0,05 | =+0.15 S S S
GX24-1E200N02-CE4 2 0.2 24 |0,06-0,15] 005 | 015 BS DB S SV S S S
GX24-1E250N02-CE4 2.5 0.2 24 |007-0,18| %005 | 015 @ |B W S NS S B
GX24-2E300N02-CE4 3 0.2 24 009-030| =005 | 015 B D BN OSODBSH S
GX24-2E300R/L6-CE4 3 0.2 6° 246 (009-024 =005 | +x015 @ |BW S 8BS S
GX24-3E400N03-CE4 4 0.3 24 ]010-032| %005 | 015 B DBV SODBSD SN
GX24-3E400R/L6-CE4 4 0.2 6° 246 [0,10-0,26| +0.05 | %015 SN O S B
GX24-3E500N03-CE4 5 0.3 24 |012-035| 005 | 015 @ |B W S NS S B
GX24-4E600N03-CE4 6 03 24 012-040| =005 | 015 @ |BW S 8BS S
GX34-2E300R6-CE4 3 0.3 6° 34 |0,09-024| +005 | +0.15 S S S
GX34-2E300N03-CE4 3 0.3 34 |0,09-0,30] 005 | 015 @ |BH W SN S S B
GX34-2E300L6-CE4 3 0.3 6° 34 |0,09-024| 0,05 | =+0.15 S S S
GX34-3E400N04-CE4 4 0.4 34 [010-032| =005 | +015 @ |& S & S
GX16-1E200N02-GD6 2 0,2 16 |0,04-0,12| +0,05 | +0,15 DS D S
GX16-1E250N02-GD6 25 0.2 16 |0.06-017| 005 | =+0.15 DS ODS 1)
GX16-2E300N03-GD6 3 0.3 16  |0,08-0,18| +0,05 | +0,15 OS D S
GX16-3E400N04-GD6 4 0.4 16 |0,10-0.22| +0,05 | +0,15 DS D DS
GX16-3E500N04-GD6 5 0.4 16 |0,12-0.24| +0,05 | +0.15 DO ODS 1)
GX24-2E300N03-GD6 3 03 24 |0,08-018/ =005 | +0.15 DS ODS 1)
GX24-3E400N04-GD6 4 0.4 24 10,10-0,22| +0,05 | +0.15 DS DS 1)
GX24-3E500N04-GD6 5 0.4 24 |012-024] 005 | 0,15 S OB (2 )C:)
GX24-4E600N05-GD6 6 0,5 24 |0,14-0,30| 0,05 | =+0.15 OO DD DS
GX34-2E300N03-GD6 3 03 34 |0,08-020] =005 | +0.15 DO ODS 1)
GX34-3E400N04-GD6 4 0.4 34 |010-022| 0,05 | +0.15 DS D S
Itol = Repeat accuracy when changing indexable insert HC = Coated carbide
Radius tolerance ro; = + 0.05 mm HW = Uncoated carbide

Parting off with diameters up to 32 mm is possible with GX16 inserts (I = 16.6 mm)

Optimum indexable insert for

o © B

oor
Good Average )
onditions

machining ¢
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- = GX.R GX..L
Grooving and parting off Tren
i i ‘ ITol ‘ 7 o
GX cutting inserts M N TE%
L -
. .
Tiger-tec® Silver — Tras
Cutting inserts
P M K S
HC HC |HC| HC
ViR aaRnanaAq
QMmN m R [(Nm S
S r Tmax | f Stol ol & % k% % % % (% & % k% k%
Designation mm mm mm mm mm mm mm |33 3|3 (3333333
GX09-1E100R/L00-GD8 1 0 114 9 0,05-0,10| +0,02 | 0,02 S S S
GX09-1E120R/L00-GD8 12 0 134 9 005-0,10, #0,02 | +0.02 S S S
GX09-1E140R/L00-GD8 14 0 153 9 0,05-0,10| +0,02 | 0,02 S S S
GX16-2E100R/L00-GD8 1 0 114 16 |005-0,10 0,02 | 002 S S S
GX16-2E120R/L00-GD8 12 0 134 16 [0.05-0,10| 0,02 | =002 S S S
GX16-2E140R/L00-GD8 14 0 153 16 |005-0,10 0,02 | 002 S S S
Itol = Repeat accuracy when changing indexable insert HC = Coated carbide

Radius tolerance rg = + 0.05 mm

Cutting insert can be used in G15... / NCCE / NCNE / NCCI tools

With other tools, adapt support to the cutting insert profile

Further cutting inserts for circlip grooves: GX...UF8 / MX22...GD8 / MX22...CF5

. . ‘ ITol.
Grooving and recessing M -
GX cutting inserts ;

Tiger-tec® Silver

{
¢

Cutting inserts

P M K S|
HC HC HC HC

nnununnununnanunn

N (MM MmN M M0 ;M

NN O NS R(N M

| f S | oSS SIS Sal===

s r ap Tol Tol ¥V 0NV 0nunun

Designation mm mm K mm mm mm mm mm (222|222
GX24-2E280R02-VG7 2.8 0.2 50° 24 10,05-0,12(02-2,0| +0,05 | +0,15 OB S S
GX24-2E280R04-VG7 2.8 0.4 50° 24 10,08-0,25/02-25| +0,05 | +0.15 SN & S B

Itol = Repeat accuracy when changing indexable insert HC = Coated carbide

Radius tolerance ryg = + 0.05 mm
Cutting insert can be used in G15... / NCCE / NCNE / NCCI tools
With other tools, adapt support to the cutting insert profile
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Grooving and recessing
GX cutting inserts

Tiger-tec® Silver

Cutting inserts

GX..N

ITol, Ar
777777777 I 77
i A )
e
p

P M K S
HC HC |HC| HC

nnnnnn un n v n n nn

RN G N R IQNAS

s r [ f ap Stol ol &%%%%%%&%%%

Designation mm mm mm mm mm mm mm |33 3|3 |33 3|3 (3|3
GX09-0E170N01-UF8 17 0,1 9 0,05-0,15| 03-08 | 0,02 | =+0.03 S S S
GX09-0E196N01-UF8 196 0,1 9 0,05-0,15| 03-0,8 | +0,02 | =+0.03 ) S S
h GX09-1E225N01-UF8 2.25 0,1 9 0,05-0.20| 03-10 | 0,02 | =+0.03 S S S
GX09-1E275N01-UF8 2,75 0.1 9  |005-022| 03-13 | 002 | %003 S S S
GX09-2E325N01-UF8 3.25 0.1 9  |007-0.24| 04-15 | +002 | 0,03 ) S S
GX16-0E160NO1-UF8 16 01 16 [0,05-0,17| 03-10 | =002 | +0.03 S S S
GX16-0E170N01-UF8 1.7 0,1 16 |0,05-0.17| 03-10 | 0,02 | =+0.03 S S S
GX16-0E185N01-UF8 1.85 01 16 |005-0,22| 03-1,0 | +002 | 0,03 S S S
GX16-0E196N01-UF8 1.96 0.1 16 |005-022| 03-12 | +002 | 0,03 S S S
GX16-1E200N02-UF8 2 0.2 16 [0,05-022| 03-12 | =002 | +0.03 S S S
GX16-1E225N01-UF8 2.25 01 16 |005-022| 03-13 | 002 | 0,03 S S S
GX16-1E239N02-UF8 2,39 0.2 16 |005-022| 03-1,3 | 002 | 0,03 S S S
GX16-1E275N01-UF8 2,75 01 16 |006-022| 03-1,3 | +002 | 0,03 S S S
GX16-2E300N02-UF8 3 0.2 16 [0.07-024| 04-15 | =002 | +0.03 S S S
GX16-2E318N02-UF8 3,18 0.2 16 |0,07-024| 04-16 | =002 | +0,03 S S S
GX16-2E325N01-UF8 3,25 01 16 |007-024| 04-16 | +002 | 0,03 S S S
GX16-3E400N04-UF8 4 0.4 16 |0,09-0.30| 09-22 | 0,02 | =+0.03 S S S
GX16-3E425N02-UF8 4,25 0.2 16 |0,09-0,30| 05-22 | +002 | 0,03 S S S
GX16-3E525N02-UF8 5,25 0.2 16 [0,11-035| 09-26 | =002 | +0.03 S S S
GX24-1E239N02-UF8 2.39 0.2 24 [005-022| 03-13 | %002 | 003 S S S
GX24-1E275N01-UF8 2,75 01 24 [005-022| 03-13 | %002 | 003 S S S
GX24-2E300N02-UF8 3 0,2 24 |0,07-0,24| 0,4-15 | 0,02 | 0,03 S S S
GX24-2E300N04-UF8 3 0.4 24 |007-024| 0.4-15 | =002 | +003 S S S
GX24-2E318N02-UF8 318 0.2 24 |007-024| 0.4-16 | =002 | +003 S S S
GX24-2E325N01-UF8 3,25 0.1 24 [007-024| 04-16 | %002 | 003 S S S
GX24-3E400N02-UF8 4 0.2 24 |0,09-0,30| 0,3-2.2 | +0.02 | 0,03 S S S
GX24-3E400N04-UF8 4 0.4 24 0,09-0,30| 0,5-2.2 | +0.02 | 0,03 S S S
GX24-3E425N02-UF8 4,25 0.2 24 (0,09-030| 05-22 | +0,02 | 003 S S S
GX24-3E475N05-UF8 4,75 0,5 24 |0,09-0,30| 06-24 | 0,02 | =003 S S S
GX24-3E500N02-UF8 5 0.2 24 |011-035| 03-26 | 0,02 | =003 ) S S
GX24-3E500N04-UF8 5 0.4 24 |011-0,35| 0,6-2.6 | +0.02 | 0,03 S S S
GX24-3E500N08-UF8 5 08 24 [011-035| 09-26 | =002 | 003 S S S
GX24-3E525N02-UF8 5,25 0.2 24 |011-0,35| 09-26 | 0,02 | =003 ) S S
GX24-3E556N05-UF8 5,56 05 24 [011-035| 06-28 | %002 | 003 S S S
GX24-4E600N02-UF8 6 0.2 24 [011-035| 03-32 | %002 | 003 ) S S
GX24-4E600N04-UF8 6 0.4 24 [011-035| 06-32 | =002 | 003 S S S
GX24-4E600N08-UF8 6 08 24 (011-035| 09-32 | =002 | 003 S S S
GX24-4E635N04-UF8 6,35 0.4 24 |011-0,35| 06-3.4 | 0,02 | =003 ) S S
GX24-4E635N08-UF8 6,35 08 24 [011-035| 09-34 | %002 | 003 S S S
GX30-5E800N08-UF8 8 0.8 30 |013-040| 1,0-42 | +002 | 0,03 S S S

Itol = Repeat accuracy when changing indexable insert

Radius tolerance ryo; = + 0.05 mm

HC = Coated carbide
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Tiger-tec® Silver — r

Cutting inserts

M K 5
HC HC HC HC

R B EEREEE E R E

s r | f ap Stol |Tu|§§%%%%%%%§%%%%

Designation mm mm mm mm mm mm mm (33|33 3333 333332
GX09-1E200N10-RF8 2 1 9 |005-017(0,1-1,0| +0,02 | +0,02 () ) S
GX09-1E239N12-RF8 239 | 1,20 9 |0,05-020]02-12| 0,02 | 0,02 S S S
GX16-1E200N10-RF8 2 1 16 |0,08-0,25|0,1-1,0 | +0,02 | 0,02 CC0) G S
GX16-1E239N12-RF8 239 | 1,20 16 |0,08-0,28|0.2-1.2 | +0,02 | +0,02 ) S S
GX16-2E300N15-RF8 3 15 16 /0,10-0,30|0,1-1,5| +0.02 | +0.02 SS SS DS
GX16-3E400N20-RF8 4 2 16 |0,12-0,45|0,1-2,0 | +0,02 | +0,02 S S S
GX16-3E500N25-RF8 5 2.5 16 |0,15-0,10|0,2-2,5| +0,02 | 0,02 S S S
GX16-4E600N30-RF8 6 3 16 |0,15-055|0,1-3,0 | +0,02 | 0,02 () ) S
GX24-2E300N15-RF8 3 15 24 (0,10-0.30/0,1-15| +0,02 | +0.02 SS SS DS
GX24-2E318N16-RF8 318 | 159 24 (0,10-0.30/0,1-15| +0,02 | +0.02 S S S
GX24-3E400N20-RF8 4 2 24 |0,12-045]0,1-20| =002 | 0,02 )G )G CoYC)
GX24-3E475N24-RF8 475 | 238 24 |0,15-050{0,1-23| =002 | 0,02 S S S
GX24-3E500N25-RF8 5 2.5 24 10,15-0,50(0,1-2.5| +0,02 | +0,02 G0 G S
GX24-4E600N30-RF8 6 3 24 (0,15-055|0,1-3.0| +0,02 | +0.02 SS SS DS
GX24-4E635N32-RF8 635 | 3.18 24 (0,15-055|0,1-3.0| +0,02 | +0.02 S S S
GX30-5E800N40-RF8 8 4 30 [0.18-0.60|0.2-40| +0,02 | +0.02 SS SS DS

Itol = Repeat accuracy when changing indexable insert HC = Coated carbide

Radius tolerance rg) = + 0.05 mm

Optimum indexable insert for \

o B

¥
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Tiger-tec® Silver e r . r
Cutting inserts
P M K|N S
HC HC  |HCHW HC
nidla8ina g a0
NN OIS a2 N m
s r f Stol ol A EAREE A A
Designation mm mm K mm mm mm I EAE AN A
D = SX-2E200N02-CK8 2 02 004-012 | 0,02 +0,05 S
b SX-3E300N02-CK8 3 02 008-020 | 0,02 +0,05 S
SX-4E400N02-CK8 4 02 010-022 | 0,02 +0,05 S
SX-5E500N04-CK8 5 04 010-025 | 0,02 +0,05 S
SX-BE600NO4-CK8 6 04 010-0,30 | 0,02 +0,05 S
SX-1E150N01-CF6 1,5 0,15 0,03-0,10 | +0,05 +0,1 OB OB S B
{ SX-2E200N02-CF6 2 0.2 0,03-0,12 | 0,05 £0,1 SN O S B
SX-3E300N02-CF6 3 0,2 0,04-0,20 |  +0,05 +0,1 SN O S B
SX-1E150N01-CE4 1,5 0,15 0,03-0,12 | 0,05 +0,1 SN O S B
{ SX-1E150R/L6-CE4 1,5 0,15 6° 0,03-0,08 | 0,05 £0,1 OB O S B
SX-2E200N02-CE4 2 02 0,06-0,15 | +0,05 0] DO ODBSIOBS SO
SX-2E200R/L6-CE4 2 0.2 6° 0,06-0,10 | +0,05 +0,1 OB OB S B
SX-2E260N03-CE4 2.6 0,3 0,06-0,18 | +0,05 +0,1 OO S )RS
SX-3E300N02-CE4 3 0.2 0,09-030 | 0,05 0] HODBDSNS DS
SX-3E300R/L6-CE4 3 0.2 6° 0,09-0,20 | 0,05 101 @ OB HBS S B
SX-3E310N03-CE4 3.1 03 0,09-0,30 | 0,05 101 @ OB HBS S B
SX-4ELOONO2-CE4 4 0.2 010-032 | 0,05 01 BHDDBOORD OO
SX-4E4OOR/L6-CE4 4 0,2 6° 0,10-0,22 | +0,05 01 @ OB SBNS S
SX-4E410N03-CE4 41 03 0,10-0,32 | 0,05 01 @ BB SBNS S B
SX-4E4BONO3-CE4 48 03 012-035 | 005 +0,1 OB B S
SX-5E500N04-CE4 5 0.4 0,12-0,35 | 0,05 0] DO ODBDOBS SO
SX-5E500R/L6-CE4 5 0.4 6° 0,12-0,25 | 0,05 +0,1 OB OB S B
SX-6E600NO4-CE4 6 04 012-040 | 0,05 01 |@ B8 & BVS Gk
SX-6E600R/L6-CE4 6 0.4 6° 0,12-0,30 |  £0,05 £0,1 SN O S B
SX-8E80ON08-CE4 8 08 0,20-0,55 | +0,05 101 @ S8 HBS S B
SX-10E1000N08-CE4 10 0.8 0,25-0,60 | +0,05 01 @ BB SBNS S
Itol = Repeat accuracy when changing indexable insert HC = Coated carbide
Radius tolerance ryg = + 0.05 mm HW = Uncoated carbide
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Grooving and recessing
SX cutting inserts

<3

Tiger-tec® Silver

Cutting inserts

P M |K| S
HC HC [HC| HC
niun un un wn|wv

AR EE:

s r | f ap Stol W (SRS S EEES

Designation mm mm mm mm mm mm mm |33 3|33 3|3 =

' SX-8E800NO8-UF4 8 08 174 |0,18-0,55| 09-40 | 005 | 01 |@B BN S WSS S
Y

Ito1 = Repeat accuracy when changing indexable insert HC = Coated carbide

Radius tolerance ryp = + 0.05 mm

Slitting

SX cutting inserts 6

Tiger-tec® Silver

Cutting inserts
P M |[K|N| S
HC HC [HC|HW| HC
niun un un 0w wn
s r f Stol Hol AR
Designation mm mm mm mm mm A
_ﬁ/‘ SX-1E150N01-SK8 15 01 0,03-0,08 +0,02 +0,05 S
— SX-2E200N02-SK8 2 02 0,05-0,10 +0,02 +0,05 )
SX-3E300N02-SK8 3 02 0,05-0.15 +0,02 +0,05 )
SX-4E400N02-SK8 4 0.2 0,05-0,20 +0,02 +0,05 S
SX-5E500N04-SK8 5 0.4 0,05-0,25 +0,02 +0,05 S
SX-6E600N04-SK8 6 0.4 0,05-0,30 +0,02 +0,05 S
SX-1E150N01-SF5 15 0,15 0,03-0.10 +0,05 +0,1 OB SS S
SX-2E200N02-SF5 2 0.2 0,06-0.15 +0,05 +0.1 SN OSW SN
SX-3E300N02-SF5 3 0.2 0,08-0,20 +0,05 +0.1 OB SS S
SX-4E4OONO2-SF5 4 02 0.10-0.22 +0,05 +0,1 GG IR ol
SX-5E500N04-SF5 5 0.4 0,10-0.25 +0,05 +0.1 SN OW S
Itol = Repeat accuracy when changing indexable insert HC = Coated carbide
Radius tolerance rg = + 0.05 mm HW = Uncoated carbide
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Grooving and parting off MX.N MK MX..L
| K~
1 H r r s
MX cutting inserts ' ; G
S S
- ® - | j7
Tiger-tec® Silver . . :
~| K\
Cutting inserts
P M K S
HC HC HC HC
IR
S r Tmax Dz f Stol Itol & % % (% % & k% %
Designation mm mm K mm mm mm mm mm |3 == === ==
MX22-2E100N01-GD8 1 01 35 130 |0,03-0,06| +0,02 | +0,03

MX22-2E120N01-GD8 1.2 0.1
MX22-2E140N01-GD8 14 01
MX22-2E150N01-GD8 15 01
MX22-2E157N02-GD8 157 0.2
MX22-2E170N02-GD8 17 0.2
MX22-2E185N02-GD8 1.85 0.2
MX22-2E196N02-GD8 196 0.2
MX22-2E200N02-GD8 2 0.2
MX22-2E224N02-GD8 2,24 0.2
MX22-2E239N02-GD8 2,39 0.2
MX22-2E275N02-GD8 2,75 0.2
MX22-2E300N02-GD8 3 0.2
MX22-2E318N02-GD8 318 0.2
MX22-2E325N02-GD8 325 0.2
MX22-2E080R/L5-CF5 08 0.05 5°
MX22-2E080N01-CF5 0.8 01
MX22-2E100R/L10-CF5 1 0.05 10°
MX22-2E100N01-CF5 1 01
MX22-2E104N01-CF5 1,04 0.1
MX22-2E120N01-CF5 1.2 01
MX22-2E140N01-CF5 14 01

0.03-0,07| +0,02 | 0,03
0.03-0,08| +0,02 | 0,03
130 |0,03-0,09| 0,02 | +0,03
0,03-0,10| +0,02 | +0,03
0,03-0,10| +0,02 | +0,03
0.04-0,10| +0,02 | +0,03
0.04-0,10| +0,02 | +0,03
100 |0,04-0,10| 0,02 | +0,03
100 |0,04-0,12| +0,02 | +0,03
100 |0,04-0,14| +0,02 | +0,03
100 |0,04-0,14| 0,02 | +0,03
100 |0,04-0,14| 0,02 | +0,03
100 |0,04-0,14| 0,02 | +0,03
100 |0,04-0,15| 0,02 | +0.03
130 |0,02-0,04| 0,02 | +0,03
130 |0,02-0,05| 0,02 | +0.03
130 |0,02-0,04| 0,02 | +0,03
130 |0.03-0,07| +0,02 | 0,03
0,03-0,07| +0,02 | +0,03
0.03-0,08| +0,02 | 0,03
0,03-0,09| +0,02 | 0,03

wWlw ||~
NININ S G o @@ jojolw i w w|lw v iN

MX22-2E147N01-CF5 1.47 01 2,5 0,03-0,09| +0,02 | 0,03
MX22-2E150R/L10-CF5 15 0.05 10° 5 130 |0.03-0,06| +0,02 | 0,03
MX22-2E150N01-CF5 15 0.1 5 130 |0,03-0,10| +0,02 | +0,03
MX22-2E157N02-CF5 157 0.2 3 0.04-0,12| +0,02 | 0,03
MX22-2E170N02-CF5 17 0.2 3 0.04-012| +0,02 | 0,03
MX22-2E185N02-CF5 1.85 0.2 3 0,04-0,12| +0,02 | 0,03
MX22-2E196N02-CF5 1,96 0.2 3 0,04-0,12| +0,02 | +0,03
MX22-2E200R/L6-CF5 2 0.1 6° 6 100 |0,04-0,12| +0,02 | +0,03
MX22-2E200N02-CF5 2 0.2 6 100 |0,04-0,14| 0,02 | +0,03
MX22-2E224N02-CF5 2,24 0.2 6 100 |0,04-0,16| +0,02 | +0,03
MX22-2E239N02-CF5 2,39 0.2 6 100 |0.04-0,16| +0,02 | 0,03
MX22-2E250N02-CF5 25 0.2 6 100 |0,04-0,16| +0,02 | +0,03
MX22-2E275N02-CF5 2,75 0.2 6 100 |0,04-0,16| 0,02 | +0,03
MX22-2E300N02-CF5 3 0.2 6 100 |0,04-0,16| 0,02 | +0.03
MX22-2E318N02-CF5 318 0.2 6 100 |0,04-0,16| 0,02 | +0,03
MX22-2E325N02-CF5 325 0.2 6 100 |0,04-0,16| 0,02 | +0,03

8888888888888 8BBB8BBCBBB88B888 888888 B wsmss
8888888838383 883838338388838838383 8883888388888 8888|wwmss
8888888838888 88338388838883833 8883883838888 388888|wmss

Itol = Repeat accuracy when changing indexable insert HC = Coated carbide
Radius tolerance rio; = + 0.05 mm
For information on T4 With diameters larger than Dp, see "Technical information — Grooving”

@S B/« New addition to the product range
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Grooving and parting off
MX cutting inserts

Tiger-tec® Silver

Cutting inserts

P M K S
HC HC |HC| HC

naa8R a8 nann

R R R AR R R R A A RN AR RS

s r Tmax | D2 f | s |  |E|33IE3EEEEEE

Designation mm mm K mm mm mm mm mm (3|3 3|3 3333333
MX22-2E157N08-RF5 1,57 0,8 3 130 |0,04-0,12| +0,02 | +0.03 S S ()
MX22-2E200N10-RF5 2 1 6 100 |0,04-0,14| +0,02 | +0,03 S ) ()
MX22-2E239N12-RF5 2.39 12 6 100 |0,04-0,18| +0,02 | +0,03 S ) ()
MX22-2E300N15-RF5 3 15 6 100 |0,04-0,20| +0,02 | +0.03 S () S
MX22-2E318N16-RF5 3,18 16 6 100 |0,04-0,20| +0,02 | +0.03 S S S

Itol = Repeat accuracy when changing indexable insert HC = Coated carhide

Radius tolerance rg = + 0.05 mm
For information on T4 With diameters larger than D, see "Technical information — Grooving”

External thread — Partial profile 60° MX. AG o
MX cutting inserts
Tiger-tec® Silver -
Thread turning inserts
P M K S
HC HC |HC| Hc
0l nnunpguanuv
BNR SN MR IQNAS
Pitch P Pitch (TPI) r X Y gi222 222|222
Designation mm Inch mm mm mm A
MX22-2E-EN-AB0 0,50-1,50 48-16 0,05 0,05 168 S S S
MX22-4E-EN-AG60 0,50-3,00 48-8 0,08 0,08 2.83 OB® SN S B

HC = Coated carbide

Optimum indexable insert for \

o © 8

or
Good Average P

machining conditions
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Semi-finished blanks for special profiles
MX cutting inserts

R

Blanks for special profiles

P M K S
HC HF| HC |HF/HC| HC |HF
VARl nalgllEe
QoM Qo @
s X nn2non2unoun =
Designation mm mm mm 2222222222
MX22-2E335N 3.35 3.35 232 () S S
MX22-4E565N 5,65 5,65 232 () S S

Grade WMG30 has the ISO application ranges P20, M20 and S20 HC = Coated carbide

HF = Uncoated fine-grained carbide
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Shank tool - Radial grooving
61011

Walter Cut

- Screw clamping

%\ 9| |le D
-+ GX..E..| | GX..F.
Tool S Tmax D h=h b f [} g S1
Designation Inch Inch Inch Inch Inch Inch Inch Inch Inch  Type
GX24-3E4 ..
= * G1011.16R/L-4T32GX24 0,157 | 1,260 1,000 | 1,000 | 0,933 | 6,496 | 2,165 | 0,134 6X24-3F4

S1=| |-

|- h—~] f=b—|

©

S |||~

(=1

f—f —|

For information on T4 With diameters larger than D, see "Technical information — Grooving”

f=f+s/2

Ordering example, right-hand tool: G1011.16R-4T32GX24/ordering example, left-hand tool: G1011.16L-4T32GX24
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = hy [Inch] 1,000
Clamping screw for grooving insert FS2118 (Torx 20IP)
Tightening torque 5,0 Nm

DS B/ x New addition to the product range
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Shank tool - Radial grooving
G1011...-P [ mm |

Walter Cut

- Screw clamping
- Precision cooling

I\ —
1 -4 GX..E..| | GX..F..
Tool s Tmax D h=h; b f; h Iy s1
Designation mm mm mm mm mm mm mm mm mm  Type
* G1011.1212R/L-2T12GX16-P 12 12 12 | 112 | 120 | 315 | 16
61011.1616R/L-2T15GX16-P 2 15 16 16 | 152 | 120 | 355 | 16 oxio-1Ee -
G1011.1616R/L-2T21GX24-P 21 80 16 16 | 153 | 120 40 16 |GX24-1E2 .
61011.1616R/L-3T156X16-P 15 16 16 | 149 | 120 | 355 | 22 |GX16-2E3.
3 -
G1011.1616R/L-3T21GX24-P 21 80 16 16 | 148 | 120 40 2.4 ggzg;
* G1011.1616R/L-4T126GX24-P 4 12 16 16 | 143 | 120 35 34 g§§2§E2
G1/8"
)
Ih
61011.2020R/L-2T156X16-P 15 20 20 | 192 | 120 | 355 | 16 |GX16-1E2..
61011.2020R/L-2T21GX24-P ¢ 21 80 20 20 | 192 | 125 40 1.6 |GX24-1E2 .
61011.2020R/L-3T156X16-P 15 20 20 | 189 | 120 | 355 | 22 |GX16-2E3..
61011.2020R/L-3T21GX24-P 21 80 20 20 | 188 | 125 40 24 | Gx24-2E .
61011.2525R/L-3T21GX24-P 3 21 80 25 25 | 238 | 130 40 24 | GX24-2F3 .
61011.2020R/L-3T33GX34-P 33 140 | 20 20 | 188 | 140 53 2.4
61011.2525R/L-3T33GX34-P 33 140 | 25 25 | 238 | 145 53 2.4 OX3-2E3 -
61011.2020R/L-4T12GX24-P 12 20 20 | 183 | 120 35 34
61011.2020R/L-4T21GX24-P 21 20 20 | 183 | 125 40 34
61011.2525R/L-4T12GX24-P 12 25 25 | 233 | 125 35 34 g§§2§E2
61011.2525R/L-4T21GX24-P 4 21 25 25 | 233 | 130 40 34
61011.2525R/L-4T32GX24-P 32 25 25 | 233 | 145 55 34
61011.2020R/L-4T33GX34-P 33 140 | 20 20 | 184 | 140 53 33
61011.2525R/L-4T33GX34-P 33 140 25 25 234 | 145 53 33 OX3A-3EL -
61011.2020R/L-5T12GX24-P 12 20 20 | 179 | 120 35 42
61011.2020R/L-5T21GX24-P 21 20 20 | 179 | 125 40 42
61011.2525R/L-5T12GX24-P 5 12 25 25 | 229 | 125 35 42 g;gzggg
61011.2525R/L-5T21GX24-P 21 25 25 | 229 | 130 40 42
61011.2525R/L-5T326X24-P 32 120 | 25 25 | 229 | 145 55 42
61011.2525R/L-6T12GX24-P 6 12 25 25 | 224 | 125 35 52 | GX24-4E6 ..

f=f+s/2

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: G1011.1212R-2T12GX16-P/ordering example, left-hand tool: G1011.1212L-2T12GX16-P
Bodies and assembly parts are included in the scope of delivery.
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Shank tool - Radial grooving
G1011...-P[ mm |

Walter Cut

- Screw clamping
- Precision cooling

%\ 9| |le D
-+ GX..E..| | GX..F.
Tool S Tmax D h=h b f1 h A S1
Designation mm mm mm mm mm mm mm mm mm  Type
G1011.2525R/L-6T21GX24-P 21 25 25 22,4 130 40 5.2
G f 6 GX24-4E6 ..
fl G1011.2525R/L-6T32GX24-P 32 25 25 22,4 145 55 52
61011.2525R/L-8T28GX30-P 28 25 25 22 145 55 6.1
S|~ 8 GX30-5E8 ..
61011.3225R/L-8T28GX30-P 28 32 25 22 145 55 6.1
|=b =]
I
©)
S [~
I~
f-— f |
f=f+s/2
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example, right-hand tool: G1011.1212R-2T12GX16-P/ordering example, left-hand tool: G1011.1212L-2T12GX16-P
Bodies and assembly parts are included in the scope of delivery.
Assembly h = h; [mm] 12 16 20 20-25 25 32
parts Tmax [mm] 12 12-21 12-21 33 12-32 28
{’EE Clamping screw for FS2118 FS2118 FS2118 IS'[\]AL[;]?G[;(?_[']?ZJ q FS2118 FS2118
grooving insert (Torx 20IP) (Torx 20IP) (Torx 20IP) (SW 5) ’ (Torx 20IP) (Torx 20IP)
Tightening torque 5,0 Nm 5,0Nm 5,0Nm 5,0 Nm 5,0 Nm
5,0 Nm
G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5) FS2258 (SW 5) FS2258 (SW 5) FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3) FS2288 (SW 3) FS2288 (SW 3) FS2288 (SW 3)
Torx ke FS1464 FS1464 FS1464 FS1464 FS1464
Y (Torx 20IP) (Torx 20IP) (Torx 201P) (Torx 20IP) (Torx 20IP)
%ED 1S02936-5
Allen key (SW 5)

DS B/ x New addition to the product range
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Shank tool - Radial grooving
G1011...-P

Walter Cut

- Screw clamping
- Precision cooling

I\ -
t -+ GX..E..| | GX..F..
Tool s Trmax D h=h b f1 Iy Iy s1
Designation Inch Inch Inch Inch Inch Inch Inch Inch Inch  Type
G1011.12R/L-2T156X16-P 0,591 0,750 | 0,750 | 0,719 | 5906 | 1,398 | 0,063
T G1011.16R/L-2T156X16-P 0.078 0,591 1,000 | 1,000 | 0,969 | 5906 | 1,398 | 0,063 oxio-1ke -
G1011.12R/L-3T15GX16-P 0,591 0,750 | 0,750 | 0,707 | 5906 | 1,398 | 0,087 |GX16-2E3..
R G1011.12R/L-3T21GX24-P 0,827 | 3,150 | 0,750 | 0,750 | 0,701 | 5906 | 1,575 | 0,094 |GX24-2E ..
~b- 61011.16R/L-3T21GX24-P 0118 | 0,827 | 3,150 | 1,000 | 1,000 | 0,953 | 5906 | 1,575 | 0,094 |GX24-2F3..
G1011.12R/L-3T33GX34-P 1,299 | 5512 | 0,750 | 0,750 | 0,703 | 5906 | 2,087 | 0,094 6X342E3
G1011.16R/L-3T33GX34-P 1,299 | 5512 | 1,000 | 1,000 | 0,953 | 5906 | 2,087 | 0,094
G1011.12R/L-4T12GX24-P 0,472 0,750 | 0,750 | 0,685 | 5906 | 1378 | 0,134
G1011.12R/L-4T21GX24-P 0,827 0,750 | 0,750 | 0,685 | 5906 | 1575 | 0,134
G1011.16R/L-4T12GX24-P 0,472 1,000 | 1,000 | 0,933 | 5709 | 1,378 | 0,134 gigz:ggz
h G1011.16R/L-4T21GX24-P 0,157 | 0,827 1,000 | 1,000 | 0,933 | 5906 | 1,575 | 0,134
* G1011.16R/L-4T32GX24-P 1,260 1,000 | 1,000 | 0,933 | 5906 | 2,165 | 0,134
G1011.12R/L-4T33GX34-P 1,299 | 5512 | 0,750 | 0,750 | 0,685 | 5906 | 2,087 | 0,130 6X34-3E4
@) G1011.16R/L-4T33GX34-P 1,299 | 5512 | 1,000 | 1,000 | 0,937 | 5906 | 2,087 | 0,130
G1011.12R/L-5T21GX24-P 0,827 0,750 | 0,750 | 0,669 | 5906 | 1575 | 0,165
s=ii= G1011.16R/L-5T12GX24-P 0197 0,472 1,000 | 1,000 | 0917 | 5709 | 1,378 | 0,165 | Gx24-3E5 ..
¢f1’1 61011.16R/L-5T21GX24-P ' 0827 1,000 | 1,000 | 0917 | 5906 | 1575 | 0,165 | GX24-3F5..
== f= G1011.16R/L-5T32GX24-P 1,260 1,000 | 1,000 | 0,917 | 5906 | 2,165 | 0,165
G1011.16R/L-6T12GX24-P 0,472 1,000 | 1,000 | 0,898 | 5709 | 1,378 | 0,205
G1011.16R/L-6T21GX24-P 0236 | 0.827 1,000 | 1,000 | 0,898 | 5906 | 1,575 | 0,205 | GX24-4E6 ..
G1011.16R/L-6T32GX24-P 1,260 1,000 | 1,000 | 0,898 | 5906 | 2,165 | 0,205
f=f+s/2
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example, right-hand tool: G1011.12R-2T15GX16-P/ordering example, left-hand tool: G1011.12L-2T15GX16-P
Bodies and assembly parts are included in the scope of delivery.
Assemb|y parts h = hj [Inch] 0,750 0,750-1,000 1,000
Tmax [Inch] 0,472-0,827 1,299 0,472-1,260
{’EE Clamping screw for grooving insert FS2118 (Torx 20IP) MDGXDZ(SSI\?VO;NZ 129 FS2118 (Torx 20IP)
Tightening torque 5,0Nm 5.0 Nm 5,0 Nm
G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5) FS2258 (SW 5)

M6 threaded plug FS2288 (SW 3)

Torx key FS1464 (Torx 201P) FS1464 (Torx 20IP)
/ Allen key 1S02936-5 (SW 5)
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Grooving

Reinforced parting blade
G1041...-P [ mm |

Walter Cut

- Screw clamping
- Precision cooling

9| |le D
t GX..E..| | GX..F..
Tool S Tmax Dmax hg h hy S1
Designation mm mm mm mm mm mm mm Type
G1041.26R/L-2T16GX16-P 2 16 32 26 110 21 15 GX16-1E2 ..
@ G1041.26R/L-3T23GX24-P 23 46 26 110 21 2,2
GX24-2E ..
] s1 G1041.32R/L-3T23GX24-P ; 23 46 32 110 24,6 2,2 GX24-2F3
G1041.32R/L-3T32GX24-P 32 65 32 110 24,6 2,2
G1041.32R/L-3T33GX34-P 33 65 32 110 24,6 2.4 GX34-2E3 ..
GX24-3E4 ..
G1041.32R/L-4T32GX24-P A 32 65 32 110 24,6 31 GX24-3F4
h G1041.32R/L-4T33GX34-P 33 65 32 110 24,6 33 GX34-3E4 ..
— .
-1 N
/ Tmax
/\D \
max - \ +;

Ordering example, right-hand tool: G1041.26R-2T16GX16-P/ordering example, left-hand tool: G1041.26L-2T16GX16-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

hy [mm] 26-32
C]ampmg screw for grooving insert FS2164 (Torx 15IP)
Tightening torque 3.5Nm
Accessories
h; [mm] 26-32

@:— Screwdriver for grooving insert | FS1485 (Torx 15IP)
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Reinforced parting blade — Contra

G1041...C-P [ mm |
Walter Cut

_—

- Screw clamping
- Precision cooling

ol _—
t t G6X..E.| | GX_.E.

Tool S Tmax Dmax hg h h S1
Designation mm mm mm mm mm mm mm Type
G1041.26R/L-2T16GX16C-P 5 16 32 26 110 21 15 GX16-1E2 ..
@ G1041.32R/L-2T23GX24C-P 23 46 32 110 24,6 15 GX24-1E2 ..
Pee| * G1041.26R/L-3T23GX24C-P 23 46 26 110 21 2.2
GX24-2E ..
—h—f G1041.32R/L-3T23GX24C-P ; 23 46 32 110 24,6 2.2 GX24-2F3
G1041.32R/L-3T32GX24C-P 32 65 32 110 24,6 2.2
G1041.32R/L-3T33GX34C-P 33 65 32 110 24,6 2.4 GX34-2E3 ..
GX24-3E4 ..
| G1041.32R/L-4T32GX24C-P A 32 65 32 110 24,6 31 GX24-3F4
1
G1041.32R/L-4T33GX34C-P 33 65 32 110 24,6 33 GX34-3E4 ..
-~
Tmax
| \ o
T
D:ax /
N/

Ordering example, right-hand tool: G1041.26R-2T16GX16C-P/ordering example, left-hand tool: G1041.26L-2T16GX16C-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

hy [mm] 26-32
C]ampmg screw for grooving insert FS2164 (Torx 151P)
Tightening torque 3,5Nm
Accessories
hy [mm] 26-32

@:— Screwdriver for grooving insert | FS1485 (Torx 15IP)
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Boring bar - Internal grooving

6G1221...-P [ mm |

Walter Cut

- Screw clamping
- Precision cooling

Grooving

~ 7~

9| |le D
GX..E..| | GX..F..
Tool S Tmax Drin d; f lg 121 S1
Designation mm mm mm mm mm mm mm mm  Type
{ G1221-16QR/L-2T04-GX09-P 4 16 16 12,6 40 1793 1.4
1 4 GX09-1E2 ..
T i T P2 %1 51221-20QR/L-2T06-GX09-P 2-2,5 6 20 20 16,6 47 1793 1.4
%:gl f G1221-25RR/L-2T08-GX16-P 8 25 25 21,1 56 199.3 15 GX16-1E2 ..
Tl 121 (1221-20QR/L-3T06-GX09-P 25-3 6 20 20 16,6 47 179,0 2,1 GX09-2E3 ..
|
! 61221-25RR/L-3T08-GX16-P 8 25 25 211 56 199,0 2,1
3 GX16-2E3 ..
G1221-32SR/L-3T10-GX16-P 10 32 32 26,6 69 249,0 2,1
Dm"; T 61221-32SR/L-4T10-GX16-P 4-5 10 32 32 26,6 69 2485 31 GX16-3E ..
max
- F
|1 = |21 +5s/2
Ordering example, right-hand tool: G1221-16QR-2T04-GX09-P/ordering example, left-hand tool: G1221-16QL-2T04-GX09-P
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
Dpmin [mm] 16 20 25 32
Clamping screw for grooving insert | FS1453 (Torx 15IP) FS2081 (Torx 15IP) FS1495 (Torx 20IP) FS2089 (Torx 25IP)
Tightening torque 35Nm 4,0 Nm 5,0Nm 5,0Nm
MO03X003 IS0 4026 MO03X003 IS0 4026 MO03X003 ISO 4026
Threaded plug M02X002 IS0 4026 (SW 1.6) (SW16) (SW1.6)
0-ring 0-RING 11X2 0-RING 15X2 0-RING 20X2 0-RING 27X2
Screwdriver FS1485 (Torx 15I1P) FS1485 (Torx 15IP) FS1486 (Torx 20IP) FS1487 (Torx 25IP)
Accessories
Dpin [mm] 16-20 25 32
|‘ Torque screwdriver, digital FS2248 FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm
—— -y Interchangeable blade FS2014 (Torx 15IP) FS2015 (Torx 20IP) FS2016 (Torx 25IP)
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Boring bar — Internal grooving

G1221...-P
Walter Cut

- Screw clamping
- Precision cooling

-+ vy
GX..E..| [GX..F..
Tool S Tmax Drmin dy f I 121 S1
Designation Inch Inch Inch Inch Inch Inch Inch Inch  Type
{ G1221.10QR/L-2T04-GX09-P 0,157 0,625 0,625 0,492 1575 7,059 0,055
I I — 0.079- GX09-1E2 ..
I i ! 61221.12QR/L-2T06-GX09-P 0 098 0,236 0,750 0,750 0,634 1,850 7,059 0,055
%:gl J G1221.16RR/L-2T08-GX16-P 0,315 1,000 1,000 0.839 2,205 7.844 0,059 |[GX16-1E2..
ol l21 61221.12QR/L-3T06-GX09-P 0,236 0,750 0,750 0,634 1,850 7,045 0,083 | GX09-2E3 ..
|
! 61221.16RR/L-3T08-GX16-P 0,118 0,315 1,000 1,000 0.839 2,205 7,833 0,083 6X16-2E3
(1221.20SR/L-3T10-GX16-P 0,394 1,250 1,250 1,043 2,717 9,801 0,083 )
Drmin L @ 0.157-
] Tmax 61221.20SR/L-4T10-GX16-P [] 197 0,394 1,250 1,250 1,043 2,717 9,781 0,122 |[GX16-3E..
|1 = |21 +5/2
Ordering example, right-hand tool: G1221.10QR-2T04-GX09-P/ordering example, left-hand tool: G1221.10QL-2T04-GX09-P
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
Dpin [Inch] 0,625 0,750 1,000 1,250
'E§=_ Clamping screw for grooving insert FS1453 (Torx 15IP) FS2081 (Torx 15IP) FS1495 (Torx 20IP) FS2089 (Torx 25IP)
G~ Tightening torque 3,5Nm 4,0 Nm 5,0Nm 5,0 Nm
M03X003 ISO 4026 M03X003 ISO 4026 M03X003 ISO 4026
Threaded plug M02X002 ISO 4026 (SW 16) (SW 16) (SW 16)
0-ring 0-RING 11X2 0-RING 15X2 0-RING 20X2 0-RING 27X2
Screwdriver FS1485 (Torx 15IP) FS1485 (Torx 15IP) FS1486 (Torx 20IP) FS1487 (Torx 25IP)
Accessories
Dpin [Inch] 0,625-0,750 1,000 1,250
o]l Torque screwdriver, digital FS2248 FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm
R Interchangeable blade FS2014 (Torx 15IP) FS2015 (Torx 20IP) FS2016 (Torx 25IP)
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Shank tool — Radial grooving & Parting
G2012 [ mm |

Walter Cut

- Self-clamping system

SX
Tool s i D; h=h; b f1 I I, sy
Designation mm mm mm mm mm mm mm mm mm  Type
H 62012.1212R/L-1.5T155X 15 38 12 12 11,4 120 25 1.2
V- G2012.1616R/L-1.5T155X 15 15 38 16 16 15,4 120 25 1.2 |SX-1E1..
1] |~ 62012.2020R/L-1.5T155X 15 38 20 20 19,4 120 25 1,2
ol bl 62012.2525R/L-2T265X 2 26 52 25 25 24,2 146 36 16 |SX-2E2..
62012.2525R/L-3T33SX 3 33 65 25 25 23,8 150 43 25 [SX-3E3.

b
Bl

~— f —|

f=f+s/2
Ordering example, right-hand tool: G2012.1212R-1.5T155X/ordering example, left-hand tool: G2012.1212L-1.5T155X

Accessories
h = hy [mm] 12-20 25
(Elé Mounting wrench for grooving FS2249 FS1494
insert
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Shank tool - Radial grooving & Parting
62012

Walter Cut

- Self-clamping system

SX
Tool s Ttirere D, h=h b f1 Iy Ig, s
Designation Inch Inch Inch Inch Inch Inch Inch Inch Inch  Type
= (2012.08R/L-1.5T155X 0,591 | 1,496 | 0,500 | 0,500 | 0,476 | 4,724 | 0,984 | 0,047
V’ G2012.10R/L-1.5T155X 0,059 | 0,591 | 1,496 | 0,625 | 0,625 | 0,602 | 4724 | 0,984 | 0,047 |SX-1E1..
1] |~ G2012.12R/L-1.5T155X 0,591 | 1,496 | 0,750 | 0,750 | 0,726 | 4,724 | 0,984 | 0,047
el el G2012.16R/L-2T265X 0,079 | 1,024 | 2,047 | 1,000 | 1,000 | 0,969 | 5748 | 1,417 | 0,061 |SX-2E2..
G2012.16R/L-3T335X 0,118 | 1,299 | 2559 | 1,000 | 1,000 | 0,952 | 5906 | 1,693 | 0,096 |SX-3E3..

[T

s~ f
/\ \ Tmax H
D2 | H v
7 - S - ||
‘ m *flJ
<7f4>
f=f+s/2

Ordering example, right-hand tool: G2012.08R-1.5T155X/ordering example, left-hand tool: G2012.08L-1.5T155X

Accessories
h = hy [Inch] 0,500-0,750 1,000
(Elé Mounting wrench for grooving FS2249 FS1494
insert
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Reinforced parting blade
G2042..R/L...-P[ mm |

Walter Cut

- Self-clamping system
- Precision cooling

TOOl S Tmax Dmax hg Iy hy S1
Designation mm mm mm mm mm mm mm Type
G2042.32R/L-2T265X-P 2 26 52 32 110 24,7 1.6 SX-2E2 ..
@ G2042.26R/L-3T33SX-P 33 65 26 110 21 2,4
Si~] |~ G2042.32R/L-3T33SX-P ’ 33 65 32 110 24,7 2.4 K383 -
=—hs— G2042.32R/L-4T33SX-P 4 33 65 32 110 24,7 3,4 SX-4E4 ..

1

ST
Tmax

| Drmax l \

|
m—] | sl

Ordering example, right-hand tool: G2042.32R-2T26SX-P/ordering example, left-hand tool: G2042.32L-2T265X-P

Accessories
h, [mm] 26-32
(Eé Mounting wrench for grooving FS1494
insert
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Shank tool - Radial grooving

G3011[ mm |
Walter Cut

- Screw clamping

— |IUJl=II_TEI=!

MX
Tool S Tmax h=h b f1 h hg I
Designation mm mm mm mm mm mm mm mm  Type
- h |- b |« % G3011-1010R/L-MX22-2 08— 6 10 10 8.3 120 7 28
A ' MX22-2E ..
* G3011-1212R/L-MX22-2 325 6 12 12 103 120 5 26
h
- hy
| d
Iy © i —
A Tmax
hy = LN
f1 =
s
f= fl +5s/2
For information on the maximum cutting depth Tr,ax, See "Cutting inserts”
Ordering example, right-hand tool: G3011-1010R-MX22-2/ordering example, left-hand tool: G3011-1010L-MX22-2
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
h = h; [mm] 10 12
i iﬁ' Clamping screw for grooving insert FS2281 (Torx 20IP) FS1495 (Torx 20IP)
= Tightening torque 5,0 Nm 5,0 Nm
D=| Torx key FS1464 (Torx 20IP) FS1464 (Torx 20IP)

Walter Cut grooving tools 87



e— | |IUJl:I_TER Grooving

Shank tool - Radial grooving
G3011...-P [ mm |

Walter Cut

- Screw clamping
- Precision cooling

MX
Tool S Tmax h=h b f lh g
Designation mm mm mm mm mm mm mm Type
G3011-1212R/L-MX22-2-P 6 12 12 103 120 26
@ 0,8-3,25 MX22-2E ..
l= h—| G3011-1616R/L-MX22-2-P 6 16 16 14,3 120 26
61/8" f=— b —| * G3011-1616R/L-MX22-4-P 4-5,65 6 16 16 132 120 26 MX22-4E- ..
1
G1/8"
I
I O
i Tmax
s [
h1 —] -1
| f —|
G3011-2020R/L-MX22-2-P 6 20 20 183 125 26
@ 0,8-3,25 MX22-2E ..
~— h —»] G3011-2525R/L-MX22-2-P 6 25 25 233 125 26
ove fe—b —m * G3011-2020R/L-MX22-4-P 6 20 20 17,2 125 26
4-5,65 MX22-4E- ..
* (3011-2525R/L-MX22-4-P 6 25 25 22,2 125 26
s | [|=
-~ f1
le— =t

f=Ff+s/2

For information on the maximum cutting depth Tphax, See "Cutting inserts”

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: G3011-1212R-MX22-2-P/ordering example, left-hand tool: G3011-1212L -MX22-2-P
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

— |ILUIZILTEH

h =h; [mm] 12-16 20-25
Clamping screw for grooving insert FS1495 (Torx 20IP) FS1485 (Torx 20IP)
Tightening torque 5,0 Nm 5,0 Nm

G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)
Torx key FS1464 (Torx 20IP) FS1464 (Torx 20IP)

Walter Cut grooving tools
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-

Shank tool - Radial grooving
G3011...-P

Walter Cut

- Screw clamping
- Precision cooling

MX
Tool S Tmax h=hy b f A I21
Designation Inch Inch Inch Inch Inch Inch Inch Type
63011.12R/L-MX22-2-P 0.031- | 0236 0750 0,750 0,684 1,024 5,906
@ ' MX22-2E ..
63011.16R/L-MX22-2-P 0128 0.236 1,000 1,000 0934 1,024 5,906
|+— h —
e . * G3011.12R/L-MX22-4-P 0157- | 0236 0,750 0,750 0639 1,024 5,906 —
* 63011.16R/L-MX22-4-P 0.222 0.236 1,000 1,000 0,889 1,024 5,794 N
h
f t
" QO 61/8"
IR Tk
pa 5
h1 - f1
-~ —
f=Ff+s/2

For information on the maximum cutting depth Tphax, See "Cutting inserts”

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: G3011.12R-MX22-2-P/ordering example, left-hand tool: G3011.12L-MX22-2-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = hj [Inch] 0,750-1,000
‘§§=§| Clamping screw for grooving insert FS1495 (Torx 20IP)
A Tightening torque 5,0 Nm

G 1/8" threaded plug FS2258 (SW 5)

D=| Torx key FS1464 (Torx 20IP)

DS B/ x New addition to the product range
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Shank tool - Radial grooving

G3021...-P[ mm |
Walter Cut

- Screw clamping

- Precision cooling

— |IUJl=II_TEI=!

t t
TOOI S Tiax h=h; b f lg 121
Designation mm mm mm mm mm mm mm Type
63021-2020R/L-MX22-2-P 6 20 20 30 19 1233
0.8-3,25 MX22-2E ..
) G3021-2525R/L-MX22-2-P 6 25 25 35 19 123.3
61/8" * (3021-2525R/L-MX22-4-P 4-5,65 6 25 25 35 21 1233 | MX22-4E- ..
~— b —=
I i l21
M6
I
Tmax
N N
] r
[
le— f
|1 = |21 +5s/2
For information on the maximum cutting depth T4y, See "Cutting inserts”
For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example, right-hand tool: G3021-2020R-MX22-2-P/ordering example, left-hand tool: G3021-2020L-MX22-2-P
Bodies and assembly parts are included in the scope of delivery.
Assemb|y parts h =h; [mm] 20-25 25
s [mm] 0,8-3,25 4-5,65
Clamping screw for grooving insert FS1495 (Torx 20IP) FS1485 (Torx 20IP)
Tightening torque 5,0 Nm 5,0 Nm
G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)
D=I Torx key FS1464 (Torx 20IP) FS1464 (Torx 20IP)
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Shank tool - Radial grooving
63021...-P

Walter Cut

- Screw clamping
- Precision cooling

MX
Tool S Tmax h =h; b f I 121
Designation Inch Inch Inch Inch Inch Inch Inch Type
G3021.16R/L-MX22-2-P 0605218_ 0,236 1,000 1,000 1,394 0,748 5842 | MX2z2-2E ..
fo— h — -
- * G3021.16R/L-MX22-4-P 06125272 0,236 1,000 1,000 1,394 0,827 5842 | MX22-4E- ..
~—p — .
h i l21
M6
T
Tmax
N K
] '
[
|l F
|1 = |21 +5s/2

For information on the maximum cutting depth Tpnax, See "Cutting inserts”

For the connection set for coolant supply with G1/8" thread, see "Assembly parts and accessories”

The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: G3021.16R-MX22-2-P/ordering example, left-hand tool: G3021.16L-MX22-2-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = hy [Inch] 1,000
ié%ﬁ| Clamping screw for grooving insert FS1495 (Torx 20IP)
AN Tightening torque 5,0 Nm

G 1/8" threaded plug FS2258 (SW 5)

Torx key FS1464 (Torx 20IP)

DS B/ x New addition to the product range
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ISO turning

Cutting data for turning inserts — Negative basic shape
Carbide grades

11
1T

:IE = Cutting data for wet machining
N
:ﬁ = Dry machining is possible.

Cutting material grades

Starting values for
cutting speed v¢ [m/min]

o £ HC
T o -
s 2 | s El
g Overview of the main material groups E §’ & WsMo1
5 and code letters & | 7 2
E = % NE % f [mm/rev]
3 s1E5| &R 3R] 0.20 0.50
C<0.25% Annealed 125 | 430 P1 (X) ° 240 230
C>0.25..<0.55% Annealed 190 | 640 P2 (X} ° 190 160
Nioeelloyed] stieel C>0.25.. < 0.55% Heat-treated 210 | 710 P3 () ° 160 130
C>0.55% Annealed 190 | 640 P4 (X} ° 150 130
C>0.55% Heat-treated 300 | 1010 | P5 (X} ° 140 100
Free-machining steel (short-chipping) Annealed 220 | 750 P6 (1) ° 210 190
Annealed 175 | 590 P7 (X ] ° 150 130
P Low-alloy steel Heat-treated 285 | 960 | P8 | e® | @ 130 80
Heat-treated 380 | 1280 | P9 (Xd o 100 70
Heat-treated 430 | 1480 | P10 | ee® [ 80 60
. Annealed 200 | 680 | P11 | e® [ 140 120
-1y il el Hardened and tempered 300 | 1010 | P12 | e | e 120 90
high-alloy tool steel
Hardened and tempered 380 | 1280 | P13 | ee ° 70 50
Stainless steel Ferritic/martensitic, annealed 200 | 680 P14 o0 ° 200 180
Martensitic, heat-treated 330 | 1110 | P15 | ee o 150 120
Austenitic, quench hardened 200 | 680 M1 (1) [ 250 190 120
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2 o0 ° 150 130
Austenitic/ferritic, duplex 230 780 M3 o0 e 160 140 100
Malleable cast iron Ferritic 200 | 400 K1 o0 °
Pearlitic 260 | 700 K2 () °
Gy Esiibar Low tensile strength 180 | 200 K3 (X °
K High tensile strength/austenitic 245 | 350 K4 (1) (]
. . X X Ferritic 155 400 K5 (L] [
Cast iron with spheroidal graphite Pearlitic 265 | 700 K6 oo 5
GGV (CGI) 230 | 400 K7 (X) °
o el elle Not hardenable 30 = N1 3000 2400 1800
Hardenable, hardened 100 | 340 N2 900 720 360
<12% Si, not hardenable 75 260 N3 960 540 360
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 600 360 240
N > 12% Si, not hardenable 130 | 450 N5
Magnesium-based alloys?* 70 250 N6
Unalloyed, electrolytic copper 100 | 340 N7 720 480 320
Copper and copper alloys Brass, bronze, red brass 90 310 N8 480 360 300
(bronze/brass) Cu alloys, short-chipping 110 | 380 | N9 340 240 160
High-tensile, Ampco 300 | 1010 | N10
Fe-based Annealed 200 | 680 S1 () o 100 70
Hardened 280 | 940 S2 (X ] ° 80 60
Heat-resistant alloys Annealed 250 | 840 S3 (1) ° 80 60
Ni- or Co-based Hardened 350 | 1180 | S4 (XJ [ 70 50
s Cast 320 | 1080 | S5 [(X) ° 60 40
Pure titanium 200 | 680 S6 (X} °
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 (X ] ° 70 50
B alloys 410 | 1400 | S8 () ° 50 40
Tungsten alloys 300 | 1010 | S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50 HRC H1 ° (1) 50
H Hardened steel Hardened and tempered 55 HRC H2 ° (1) 40
Hardened and tempered 60 HRC H3 ° (1)
Hardened cast iron Hardened and tempered 55 HRC Ha ° (1)
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 180 Shore| 06
ee Recommended application (the specified cutting data is regarded as starting values for the recommended application)
° Possible application

Note: If dry machining is possible, the tool life is reduced by 20-30% on average

! The classification of the machining groups can be found from page A 468 onwards in the Walter General Catalogue 2017.
* Water-miscible coolants must not be used when machining magnesium alloys.
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Cutting material grades
Starting values for
cutting speed v, [m/min]
HC CN
WSM10S WSM20S WSM30S WPV10 WPV20 WCK10
f [mm/rev] f [mm/rev] f [mm/rev] f [mm/rev] f [mm/rev] f [mm/rev]

010 0.30 0,50 0.10 030 0,50 010 0.30 0,50 0.10 0.40 0,60 010 0.40 0,60 0.10 0.40 0,60

270 250 230 220 220 200 430 320 250 360 270 220

210 190 180 160 160 150 340 240 200 280 200 160

180 160 150 130 130 110 260 200 170 210 170 140

180 160 140 130 130 120 280 200 160 240 170 130
220 160 160 180 130 120

240 220 200 180 180 160 400 280 230 330 240 180

170 150 140 120 120 100 310 230 200 260 200 160
190 150 130 160 120 100
140 100 80 120 80 70
70 50

170 150 130 110 110 90 280 200 130 240 160 100
200 120 100 160 100 80
60 50

200 180 150 190 170 140 170 150 120 230 180 160 190 160 120

170 120 110 140 110 100 110 100 80 160 120 100 130 90 70

260 210 130 240 170 110 200 140 90 250 180 120 200 150 90

160 140 140 120 110 90 150 130 120 100

170 150 110 150 130 90 130 110 70 160 130 100 120 110 80
260 170 130 230 180 130 350 300 250
220 140 100 200 150 90 250 200 200
470 280 200 410 210 160 1000 800 700
260 180 120 200 150 90 800 700 600
280 200 150 210 160 120 500 400 350
200 150 120 160 120 90 250 200 200
240 160 130 350 300 250

100 65 90 60 80 50

80 55 70 50 60 40

80 55 70 50 60 30

70 45 60 40 50 30

60 35 50 30 40 20

70 45 40
40 30 25
The specified cutting data are average standard values. HC = Coated carbide
For specific applications, adjustment is recommended. CN = Silicon nitride Si3N4
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ISO turning

Cutting data for turning inserts — Positive basic shape
Carbide grades

Iy

:IE = Cutting data for wet machining
N
:ﬁ = Dry machining is possible.

Cutting material grades

Starting values for
cutting speed v¢ [m/min]

@ £ . HE
s 2 | s El
g Overview of the main material groups E §’ & WEP10
5 and code letters & | 7 2
E = % NE % f [mm/rev]
3 N E AR R E T 0.20 0.30
C<0.25% Annealed 125 | 430 P1 (X) ° 300 250 200
C>0.25..<0.55% Annealed 190 | 640 P2 (X} ° 230 200 180
Nioeelloyed] stieel C>0.25.. < 0.55% Heat-treated 210 | 710 P3 (X} ° 210 180 150
C>0.55% Annealed 190 | 640 P4 (L] [ 220 200 180
C>0.55% Heat-treated 300 | 1010 | P5 (X} ° 180 150
Free-machining steel (short-chipping) Annealed 220 | 750 P6 (1) ° 230 200 180
Annealed 175 | 590 P7 () o 210 180 150
P T Heat-treated 285 960 P8 (1) ° 150 130 110
Heat-treated 380 | 1280 | P9 oo o
Heat-treated 430 | 1480 | P10 | ee® [
) Annealed 200 | 680 | P11 | ee® ° 160 140 130
H_|gh—a||oy Slie Hardened and tempered 300 | 1010 | P12 (1) °
high-alloy tool steel
Hardened and tempered 380 | 1280 | P13 | ee °
Stainless steel Ferritic/martensitic, annealed 200 | 680 P14 o0 °
Martensitic, heat-treated 330 | 1110 | P15 | ee °
Austenitic, quench hardened 200 | 680 M1 (1) [ 210 190 160
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2 (1) [ 150 130 110
Austenitic/ferritic, duplex 230 780 M3 o0 e 160 140 110
Malleable cast iron Ferritic 200 | 400 K1 (X) ° 220 200 180
Pearlitic 260 | 700 K2 () ° 190 170 150
Gy eEsiiber Low tensile strength 180 | 200 K3 (X ) ° 420 390 360
K High tensile strength/austenitic 245 | 350 K4 (1) (] 220 200 180
Gt i i el e Ferritic 155 | 400 K5 (X o 240 220 200
Pearlitic 265 | 700 K6 (X) ° 170 140 130
GGV (CGI) 230 | 400 K7 (X) ° 220 180 170
Wrought aluminium alloys Nochardenable L - N b °
Hardenable, hardened 100 | 340 N2 (1) °
<12% Si, not hardenable 75 260 N3 () °
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 (X ] °
N > 12% Si, not hardenable 130 | 450 N5
Magnesium-based alloys? 70 250 N6
Unalloyed, electrolytic copper 100 | 340 N7 (1) °
Copper and copper alloys Brass, bronze, red brass 90 310 N8 (X °
(bronze/brass) Cu alloys, short-chipping 110 | 380 | N9 o0 °
High-tensile, Ampco 300 | 1010 | N10
Fe-based Annealed 200 | 680 Sl () °
Hardened 280 | 940 S2 () °
Heat-resistant alloys Annealed 250 | 840 S3 (1) °
Ni- or Co-based Hardened 350 | 1180 | S4 (XJ [
s Cast 320 | 1080 | S5 (X) °
Pure titanium 200 | 680 S6 (X ] °
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 (X ] °
B alloys 410 | 1400 | S8 (1) (]
Tungsten alloys 300 | 1010 | S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50 HRC H1 ° (1)
H Hardened steel Hardened and tempered 55 HRC H2 ° (1)
Hardened and tempered 60 HRC H3 ° (1)
Hardened cast iron Hardened and tempered 55 HRC Ha ° (1)
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 180 Shore| 06
ee Recommended application (the specified cutting data is regarded as starting values for the recommended application)
° Possible application

Note: If dry machining is possible, the tool life is reduced by 20-30% on average

! The classification of the machining groups can be found from page A 468 onwards in the Walter General Catalogue 2017.
* Water-miscible coolants must not be used when machining magnesium alloys.
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Cutting material grades
Starting values for
cutting speed v, [m/min]
HC
WSMo01 WNN10
f [mm/rev] f [mm/rev]
010 0.20 040 0.10 0.20 0.40
240 230 230 210
190 160 170 150
160 130 130 120
150 130 140 120
140 100
210 190 180 160
150 130 120 100
130 80
100 70
80 60
140 120 130 100
120 90
70 50
200 180
150 120
250 190 120 200 180
150 130 140 120
160 140 100 150 130
3000 2400 1800 3000 2400 1800
900 720 360 900 720 360
960 540 360 960 540 360
600 360 240 600 360 240
720 480 320 720 480 320
480 360 300 480 360 300
340 240 160 340 240 160
100 70 80 60
80 60 60 50
80 60 60 50
70 50 50 40
60 40 40 30
220 200 160
70 50 70 50
50 40 40 30
50
40
400 400
300 300
600 600
The specified cutting data are average standard values. HC = Coated carbide
For specific applications, adjustment is recommended. HE = Coated cermet
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Cutting tool material application chart

Carbide
Material groups Application range
P M| K N S H 0 01 10 20 30 40
an 05 15 25 35 45 3
3 £g| 2 e
2 v |SE| 3 E
Walter 3 é g % g g E,
grade Standard R =R E 5| = | 2 ® Coating Example of
designation designation h|a | 8|z |28 £|8 8 | composition| indexable insert
HC-P10 oo —
TiCN + Al,03
WPV10 HC-M 20 ° cvD TN
HC-K20 °
HC-P20 o0 /)\k
_ TiCN + A|203
WPV20 HC-M20 ° cvD L TIN
HC-K 30 o —
HE-P10 oo —
-
WEP10 HE-M10 ° PVD | TiCN + TiAIN
HE - K 10 °
HC = Coated carbide
HE = Coated cermet
Geometry overview of turning inserts — Negative basic shape
Finishing operation
Material groups
P MK N S H|O
_ £ g
g 25 &
8l g| 8|28 2
9| 2| @ |8g E ,_ . . .
3| S| 3Z| E|85 = | &| Maincutting Corner radius
Geometry Remarks/field of applications Ala| S| 22328 edge section section ap [mm] f [mm]
FV5 § 02-20 0,05-0,25
- Finishing steel materials 1950 e L 2050 >l
— Can also be used in semi-finishing e o | o
T T
Medium machining
MV5 0,5-4,0 0,10-0,45
— Universal geometry for steel materials
- Wide range of applications o0 o | o
Roughing operation
RV5 1,0-6,0 0,15-0,60
- Roughing steel materials
- Roughing ductile cast iron oo o | o
ee Primary application Comment: Sectional views show CNMG120408. .

e  Additional application
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Assembly parts and accessories for Walter Turn rigid clamping

with precision cooling

Standard clamps for tools with precision cooling

1T

— |ILUI=ILTEI=! A

Application
for indexable inserts with drilled hole
©
Version A’j
((
B e
- IS5
Left
Set PK255 set PK256 set PK264 set PK267 set PK261R/L set | PK265R/L set | PK266R/L set
@ Clamn screw FS1473 FS1473 FS1474 FS1474 FS1473 FS1473 FS1473
P (Torx 15IP) (Torx 15IP) (Torx 20IP) (Torx 20IP) (Torx 15IP) (Torx 15IP) (Torx 15IP)
@ Pressure spring FS2188 FS2188 FS2298 FS2298 FS2188 FS2188 FS2188
@ Clamp PK255 PK256 PK264 PK267 PK261R/L PK265R/L PK266R/L
Type Size
CN..12.. CN..19.. CN..16.. CN..12.. CN..12..0
DN..11..
DN..11.. DN..15.. oc. 11 DN..15..
SN..12.. SN..12.. SN..12..Y
@ TN..16.. TN..16..
TC..16T3.. TC..16T3..
VB..1604 .. VB..1604 ..
WN..08.. WN..08..

b First choice

Assembly parts and accessories 99
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Geometry overview of cutting inserts:

GX system: Grooving and parting off

Material groups

P M K| N S H O
© == )
% (%] E % g
816 2|za &
Remarks/ T | £ ; g :i"_? S| = | 2 | Main cutting View of main s f
Geometry field of applications Gla|S| 2|28 £|8 edge section cutting edge [mm] [mm]
CK8 2 0,04-0,15
- Groovir)g and parting off 18° 25 0.05-0,15
operations
— Light to moderate feeds o oo | o \-I 3 0.08-0.20
-~ - Good chip control. . 5 4 0,10-0,22
— Low burr/centre pip formation
— Polished rake face 5 0,10-0,25
GD8 1 0,03-0,06
- F(_)r DIN 471 circlip grooves 6 15 0,03-0,09
with the tolerance class H13
I — For precision grooving ®0 | o (o o o 2 0.04-0,10
- E.xtremely soft cutting action o 25 0.04-0.14
- Light to moderate feeds
3 0,04-0,14
ee Primary application
e  Additional application
GX system: Grooving, parting off and recessing
Material groups
P M K| N|S H O
3
£8
@ ct|l v
@ c | ® |[2g &
s | 2] 5 |29 E . . ) .
Remarks/ T | £ 3 £ |35 o §2 Main cutting View of main s ap f
o5 © = . .
Geometry field of applications | &R | 8| 2|23 £ | 8| edge section cutting edge | [mm] [mm] [mm]
UF8 16 03-10 0,05-0,17
— All grooving operations 2 03-12 0.05-0.22
- Excellent chip control 220
b — Low to average feed range 3 04-15 0.07-0.24
W — For DIN 471 circlip grooves 22l oo NN @ 4 03-22 | 0,07-030
with the tolerance class H13
o 5 0.3-26 0,11-035
6 03-32 0,11-0,35
8 1,0-4,2 0,13-0,40

ee Primary application
e  Additional application
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MX system: Cutting inserts for grooving and parting off

Material groups
P MK N|S H O
3
b}
5.
@ P )
AR EE
Remarks/ T r_EU b £ 85 o E Main cutting View of main s f
85 & | = . .
Geometry field of applications A5 | 8|2 |23 £ |8 | edge section cutting edge [mm] [mm]
GD8 1 0,03-0,06
— For DIN 471 circlip grooves 6° 15 003-0.09
1 with the tolerance class H13 : : :
— For precision grooving o6 o o o o 2 0.04-0,10
- E.xtremely soft cutting action - 25 0.04-0.14
- Light to moderate feeds
3 0,04-0,14
CF5 1 0,03-0,07
- Grooving and parting off 180 15 003-0.10
] operations ' ' '
j - Light to moderate feeds Bl °° =l \-/ 2 0.04-0,14
— Excellent chi trol o
. p contro _ 6 25 0.04-0,16
- Low burr/centre pip formation
3 0,04-0,16
RF5
2 0,04-0,14
- For full radius grooves 6 ' '
- Circumference fully ground
— For low to moderate feeds o0 (00| o | o |00 W 2,5 0,04-0,18
6
3 0,04-0,20
ee Primary application
e  Additional application
SX system: Grooving and parting off
Material groups
P M| K| N|S H O
£38
° ctl v
2 . |28 %
18| S|z &
Remarks/ T | E| g g % S| = | & | Main cutting View of main s f
Geometry field of applications Gla|S|2|=z3 £(8 edge section cutting edge [mm] [mm]

CK8 2 0,04-0,15

{ - Groovinjg and parting off 180 25 0,05-0.15
operations

. - Light to moderate feeds O FO \-/ 3 0,08-0,20

— Good chip control 6 4 010-022
— Low burr/centre pip formation ' '
- Polished rake face 5 0,10-0,25

ee Primary application
e  Additional application

Technical information — IS0 turning 101



A - |IUJI=II_TEI=I Turning

Application information:
Cutting depths depending on turning diameter

Cutting depth T [mm] MX22-2E100NO1-...

7.0
6,5
6,0
55
50
4,5
4,0
@ 3.0 = Trax at maximum turning diameter
3,0
25

20 O
0 50 100 150 200 250 300 350 400 450 500
Turning diameter [mm]
130 = @ at maximum cutting depth

A
/

Cutting depth T [mm] MX22-2E150N01-...

7.0
6.5
6,0
55
| Tmax 5.0 I
4,5
4,0 4.5 = Trpax at maximum turning diameter
35
3,0
2,5

20 4
0 50 100 150 200 250 300 350 400 450 500
Turning diameter [mm]
130 = @ at maximum cutting depth

T4
/

”

Cutting depth T [mm] MX22-2E200N02-... — MX22-2E325N02-...

7.0
6,5
55
5,0 5.5 = Tmay at maximum turning diameter
4,5
4,0
35
3,0
2,5
2,0

T4
U/

N
L

o
w
o
iy
o
o

150 200 250 300 350 400 450 500

t Turning diameter [mm]
100 = diameter at maximum cutting depth
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Solid drilling — Bl

Solid carbide drilling and reaming tools Designation key 106
Solid carbide drills with internal coolant 107
Solid carbide drills without internal coolant 122
Indexable inserts for drilling Indexable inserts for drilling 136
Drilling tools with indexable inserts Designation key 141
Indexable insert drills 142
HSS drilling and reaming tools HSS drills 162
Technical information - Bl
Solid carbide drilling and reaming tools Cutting data 166
Drilling tools with indexable inserts Cutting data 170
Drilling with X offset 176
Drilling strategies 177
HSS drilling and reaming tools Cutting data 178
Counterboring and precision boring — B2
Indexable inserts for counterboring and precision boring  Indexable inserts for counterboring and precision boring tools 180
Tools for counterboring and precision boring Walter Capto™/ScrewFit/NCT two flute boring tools 182
Cartridges Walter precision boring cartridges 188
Technical information — B2
Counterboring and precision boring tools Cutting data 190
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Solid drilling

Designation key for Walter Titex solid drills

70

16

03.000

J 30 EJ

in accocrdance with
DIN 6537 short

05 =5xDc
in accordance with
DIN 6537 long or in
accordance with
Walter standard

08 =8xD
in accordance with
Walter standard

12 =~12xD.
in accordance with
Walter standard

20

25

30

in accordance with
Walter standard

~ 20 x D,
in accordance with
Walter standard

=~ 25x D,

in accordance with
Walter standard
~30x D¢

in accordance with
Walter standard

parallel shank

F DIN6535HE
parallel shank

U Parallel shank
D Parallel shank

DIN 6535 HB/
DIN 6535 HE

—
1 2 3 4 5 6 7 8 9 Grade
1 2 3 4 5
Tool group Generation Tool type Tool type 1. Delimiters
D Drilling 1 Cylindrical drill 33 Supreme micro drill —  Metric
30 Advance micro drill Inch
50 Universal Perform
60 Universal Advance
70 ISOP:ISOK
Supreme
6 7 8 9
Drilling depth Cutting diameter Shank type Cooling
03 =3xD 16 ~16xD. A DIN6535HA 0 External coolant

1 Axial internal coolant

Grade designation key
for solid carbide and HSS
cutting tool materials

W J 30

EJ

Walter

106 Drilling/chamfering tools

2

3

Substrate

Application range

Coating

10
15
20
25

35
40
45
50

Solid carbide

55
60
65
70
75
80
85
90
95

HSS
N

Wear
resistance EJ

RE
TA
EL
ER
uu
ET
AJ

TIAIN (AICrN)

TIAIN

TiAIN

AICrN

AICrN point coating
Uncoated
TiSIAICrN/AITIN

TiN point coating

Toughness
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TITEX

[ —

Solid carbide drills with coolant-through S
DC150 Perform

on | [ [0
3xDe | |6537 K

140°

@ @ P M K N S H O
@ WJ30RE o0 © o0 00 00 o o

Dc di g

m7 Dc L L I> I h6 @

Designation mm Inch/no. mm mm mm mm mm =

DIN 6535 HE, DC150-03-03.000D1- 3 14 62 20 36 6 ()
turned 180° DC150-03-03.300D1- 33 14 62 20 36 6 S
DIN 6535 HB DC150-03-03.400D1- 34 14 62 20 36 6 )
i DC150-03-03.500D1- 35 14 62 20 36 6 )
Dc ‘ di DC150-03-03.700D1- 37 14 62 20 36 6 S
1] . ¥ DC150-03-03.800D1- 38 17 66 24 36 6 )
DA ) S DC150-03-04.000D1- 4 17 66 2 36 6 [

h DC150-03-04.200D1- 42 17 66 24 36 6 )
DC150-03-04.300D1- 43 17 66 24 36 6 S

DC150-03-04.500D1- 45 17 66 24 36 6 )

DC150-03-04.800D1- 48 20 66 28 36 6 S

DC150-03-05.000D1- 5 20 66 28 36 6 )

DC150-03-05.100D1- 51 20 66 28 36 6 )

DC150-03-05.300D1- 53 20 66 28 36 6 )

DC150-03-05.500D1- 55 20 66 28 36 6 )

DC150-03-06.000D1- 6 20 66 28 36 6 )

DC150-03-06.500D1- 6.5 24 79 34 36 8 )

DC150-03-06.700D1- 6.7 24 79 34 36 8 )

DC150-03-06.800D1- 6.8 24 79 34 36 8 )

DC150-03-07.000D1- 7 24 79 34 36 8 )

DC150-03-07.500D1- 75 29 79 41 36 8 )

DC150-03-07.800D1- 7.8 29 79 41 36 8 S

DC150-03-08.000D1- 8 29 79 41 36 8 )

DC150-03-08.500D1- 85 35 89 47 40 10 S

DC150-03-08.600D1- 8.6 35 89 47 40 10 )

DC150-03-08.800D1- 8.8 35 89 47 40 10 S

DC150-03-09.000D1- 9 35 89 47 40 10 )

DC150-03-10.000D1- 10 35 89 47 40 10 S

DC150-03-10.200D1- 10,2 40 102 55 45 12 )

DC150-03-10.300D1- 103 40 102 55 45 12 )

DC150-03-10.500D1- 105 40 102 55 45 12 )

DC150-03-10.800D1- 10,8 40 102 55 45 12 S

DC150-03-11.000D1- 11 40 102 55 45 12 )

DC150-03-11.800D1- 118 40 102 55 45 12 S

DC150-03-12.000D1- 12 40 102 55 45 12 )

DC150-03-12.200D1- 122 43 107 60 45 14 S

DC150-03-12.500D1- 12,5 43 107 60 45 14 )

DC150-03-13.000D1- 13 43 107 60 45 14 )

DC150-03-14.000D1- 14 43 107 60 45 14 )

DC150-03-15.000D1- 15 45 115 65 48 16 )

DC150-03-15.500D1- 155 45 115 65 48 16 )

DC150-03-16.000D1- 16 45 115 65 48 16 )

DC150-03-16.500D1- 16,5 51 123 73 48 18 )

DC150-03-17.000D1- 17 51 123 73 48 18 )

DC150-03-17.500D1- 17,5 51 123 73 48 18 )

DC150-03-18.000D1- 18 51 123 73 48 18 )

DC150-03-19.000D1- 19 55 131 79 50 20 S

DC150-03-20.000D1- 20 55 131 79 50 20 )

Ordering example for the WJ30RE grade: DC150-03-03.000D1-WJ30RE
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TITEX

Solid carbide drills with coolant-through N

DC160 Advance SN ———
DIN w
5xD,
c | |6537L o
@ WJ30ET e © o0 o0 00 o o
Dc d1 m
m7 D, Le I k I5 h6 2
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-05-03.000A1- 3 23 66 28 36 6 @
DC160-05-03.100A1- 31 23 66 28 36 6 @
SC ‘ Jl DC160-05-03.175A1- 3,175 1/8" 23 66 28 36 6 @
T T DC160-05-03.200A1- 3.2 23 66 28 36 6 @
RLCI . DC160-05-03.250A1- 3,25 23 66 28 36 6 S
i " i DC160-05-03.300A1- 33 23 66 28 36 6 )
DC160-05-03.400A1- 3.4 23 66 28 36 6 S
DC160-05-03.500A1- 35 23 66 28 36 6 @
DC160-05-03.572A1- 3,572 9/64" 23 66 28 36 6 S
DC160-05-03.600A1- 3,6 23 66 28 36 6 @
DC160-05-03.650A1- 3,65 23 66 28 36 6 S
DC160-05-03.700A1- 37 23 66 28 36 6 @
DC160-05-03.800A1- 3,8 29 74 36 36 6 S
DC160-05-03.900A1- 39 29 74 36 36 6 @
DC160-05-03.969A1- 3,969 5/32" 29 74 36 36 6 @
DC160-05-04.000A1- 4 29 74 36 36 6 @
DC160-05-04.100A1- 4,1 29 74 36 36 6 @
DC160-05-04.200A1- 4,2 29 74 36 36 6 @
DC160-05-04.300A1- 4,3 29 74 36 36 6 @
DC160-05-04.366A1- 4,366 11/64" 29 74 36 36 6 @
DC160-05-04.400A1- 4.4 29 74 36 36 6 @
DC160-05-04.500A1- 4,5 29 74 36 36 6 @
DC160-05-04.600A1- 4,6 29 74 36 36 6 @
DC160-05-04.650A1- 4,65 29 74 36 36 6 @
DC160-05-04.700A1- 4,7 29 74 36 36 6 @
DC160-05-04.763A1- 4,763 3/16" 35 82 A 36 6 @
DC160-05-04.800A1- 4,8 35 82 44 36 6 @
DC160-05-04.900A1- 49 35 82 A 36 6 @
DC160-05-05.000A1- 5 35 82 44 36 6 @
DC160-05-05.100A1- 51 35 82 [A 36 6 S
DC160-05-05.159A1- 5159 13/64" 35 82 A 36 6 @
DC160-05-05.200A1- 52 35 82 [A 36 6 S
DC160-05-05.300A1- 53 35 82 A 36 6 @
DC160-05-05.400A1- 5.4 35 82 [A 36 6 S
DC160-05-05.500A1- 55 35 82 A 36 6 @
DC160-05-05.550A1- 555 35 82 [ 36 6 @
DC160-05-05.556A1- 5,556 7/32" 35 82 A 36 6 @
DC160-05-05.600A1- 5.6 35 82 [A 36 6 S
DC160-05-05.700A1- 57 35 82 A 36 6 @
DC160-05-05.800A1- 58 35 82 44 36 6 @
DC160-05-05.900A1- 59 35 82 A 36 6 @
DC160-05-05.953A1- 5,953 15/64" 35 82 44 36 6 @
DC160-05-06.000A1- 6 35 82 44 36 6 @
Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET Continued
Yy
for imar’
Best tool a:;;icatiyon
& B\,
Good Averagé poot ap‘?\:::{ion
machining conditions —
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TITEX
Continued
De dg m
m7 D. L. Ih 1 Is h6 a
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-05-06.100A1- 6,1 43 91 53 36 8 S
DC160-05-06.200A1- 6.2 43 91 53 36 8 S
gﬁ d*l DC160-05-06.300A1- 6.3 43 91 53 36 8 S
T T DC160-05-06.350A1- 6.35 1/4" 43 91 53 36 8 S
%ch S DC160-05-06.400A1- 6.4 43 91 53 36 8 S
i " > DC160-05-06.500A1- 6.5 43 91 53 36 8 )
DC160-05-06.600A1- 6,6 43 91 53 36 8 S
DC160-05-06.700A1- 6.7 43 91 53 36 8 S
DC160-05-06.747A1- 6,747 17/64" 43 91 53 36 8 S
DC160-05-06.800A1- 6.8 43 91 53 36 8 S
DC160-05-06.900A1- 6.9 43 91 53 36 8 S
DC160-05-07.000A1- 7 43 91 53 36 8 S
DC160-05-07.100A1- 7.1 43 91 53 36 8 S
DC160-05-07.144A1- 7,144 9/32" 43 91 53 36 8 S
DC160-05-07.200A1- 7.2 43 91 53 36 8 S
DC160-05-07.300A1- 7.3 43 91 53 36 8 S
DC160-05-07.400A1- 7.4 43 91 53 36 8 S
DC160-05-07.500A1- 7.5 43 91 53 36 8 S
DC160-05-07.541A1- 7,541 19/64" 43 91 53 36 8 S
DC160-05-07.550A1- 7.55 43 91 53 36 8 S
DC160-05-07.600A1- 7.6 43 91 53 36 8 S
DC160-05-07.700A1- 7.7 43 91 53 36 8 S
DC160-05-07.800A1- 7.8 43 91 53 36 8 S
DC160-05-07.900A1- 7.9 43 91 53 36 8 S
DC160-05-07.938A1- 7,938 5/16" 43 91 53 36 8 S
DC160-05-08.000A1- 8 43 91 53 36 8 S
DC160-05-08.100A1- 8,1 49 103 61 40 10 S
DC160-05-08.200A1- 8.2 49 103 61 40 10 S
DC160-05-08.300A1- 8,3 49 103 61 40 10 S
DC160-05-08.334A1- 8,334 21/64" 49 103 61 40 10 S
DC160-05-08.400A1- 8.4 49 103 61 40 10 S
DC160-05-08.500A1- 8,5 49 103 61 40 10 S
DC160-05-08.600A1- 8.6 49 103 61 40 10 S
DC160-05-08.700A1- 8,7 49 103 61 40 10 S
DC160-05-08.731A1- 8,731 11/32" 49 103 61 40 10 S
DC160-05-08.800A1- 8.8 49 103 61 40 10 S
DC160-05-08.900A1- 8.9 49 103 61 40 10 S
DC160-05-09.000A1- 9 49 103 61 40 10 S
DC160-05-09.100A1- 9,1 49 103 61 40 10 S
DC160-05-09.128A1- 9,128 23/64" 49 103 61 40 10 S
DC160-05-09.200A1- 9,2 49 103 61 40 10 S
DC160-05-09.300A1- 9,3 49 103 61 40 10 S
DC160-05-09.400A1- 9.4 49 103 61 40 10 S
DC160-05-09.500A1- 9,5 49 103 61 40 10 S
DC160-05-09.525A1- 9,525 3/8" 49 103 61 40 10 S
DC160-05-09.550A1- 9,55 49 103 61 40 10 S
DC160-05-09.600A1- 9,6 49 103 61 40 10 S
DC160-05-09.700A1- 9,7 49 103 61 40 10 S
DC160-05-09.800A1- 9,8 49 103 61 40 10 S
DC160-05-09.900A1- 9,9 49 103 61 40 10 S
DC160-05-09.922A1- 9,922 25/64" 49 103 61 40 10 S
DC160-05-10.000A1- 10 49 103 61 40 10 S
DC160-05-10.100A1- 10,1 56 118 71 45 12 S
DC160-05-10.200A1- 10,2 56 118 71 45 12 S
DC160-05-10.300A1- 10,3 56 118 71 45 12 S
DC160-05-10.319A1- 10,319 13/32" 56 118 71 45 12 S
DC160-05-10.400A1- 10,4 56 118 71 45 12 S
DC160-05-10.500A1- 10,5 56 118 71 45 12 S
DC160-05-10.600A1- 10,6 56 118 71 45 12 S
DC160-05-10.700A1- 107 56 118 71 45 12 S
DC160-05-10.716A1- 10,716 27/64" 56 118 71 45 12 S
Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET Continued

@S B/« New addition to the product range
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TITEX
Continued
D q
m7 D, L k k ks h6 2
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-05-10.800A1- 10,8 56 118 71 45 12 @
DC160-05-10.900A1- 109 56 118 71 45 12 @
gc JI DC160-05-11.000A1- 11 56 118 71 45 12 @
T T DC160-05-11.100A1- 111 56 118 71 45 12 @
RLC‘;’ | DC160-05-11.113A1- 11,113 7/16" 56 118 71 45 12 @
i "7 DC160-05-11200A1- 1.2 56 118 71 45 12 )
DC160-05-11.300A1- 113 56 118 71 45 12 @
DC160-05-11.400A1- 11,4 56 118 71 45 12 S
DC160-05-11.500A1- 115 56 118 71 45 12 @
DC160-05-11.509A1- 11,509 29/64" 56 118 71 45 12 S
DC160-05-11.550A1- 11,55 56 118 71 45 12 @
DC160-05-11.600A1- 11,6 56 118 71 45 12 S
DC160-05-11.700A1- 11,7 56 118 71 45 12 @
DC160-05-11.800A1- 11.8 56 118 71 45 12 S
DC160-05-11.900A1- 119 56 118 71 45 12 @
DC160-05-11.906A1- 11,906 15/32" 56 118 71 45 12 S
DC160-05-12.000A1- 12 56 118 71 45 12 G
DC160-05-12.100A1- 121 60 124 77 45 14 S
DC160-05-12.200A1- 122 60 124 77 45 14 @
DC160-05-12.250A1- 12,25 60 124 77 45 14 S
DC160-05-12.300A1- 123 60 124 77 45 14 @
DC160-05-12.303A1- 12,303 31/64" 60 124 77 45 14 @
DC160-05-12.400A1- 12,4 60 124 77 45 14 @
DC160-05-12.500A1- 125 60 124 77 45 14 @
DC160-05-12.600A1- 12,6 60 124 77 45 14 @
DC160-05-12.700A1- 12,7 1/2" 60 124 77 45 14 @
DC160-05-12.750A1- 12,75 60 124 77 45 14 @
DC160-05-12.800A1- 128 60 124 77 45 14 @
DC160-05-12.900A1- 129 60 124 77 45 14 @
DC160-05-13.000A1- 13 60 124 77 45 14 @
DC160-05-13.100A1- 13,1 60 124 77 45 14 @
DC160-05-13.200A1- 13,2 60 124 77 45 14 @
DC160-05-13.300A1- 13,3 60 124 77 45 14 S
DC160-05-13.400A1- 13,4 60 124 77 45 14 @
DC160-05-13.494A1- 13,494 17/32" 60 124 77 45 14 S
DC160-05-13.500A1- 135 60 124 77 45 14 @
DC160-05-13.600A1- 13,6 60 124 77 45 14 S
DC160-05-13.700A1- 137 60 124 77 45 14 @
DC160-05-13.800A1- 13,8 60 124 77 45 14 S
DC160-05-13.900A1- 139 60 124 77 45 14 @
DC160-05-14.000A1- 14 60 124 77 45 14 S
DC160-05-14.100A1- 141 63 133 83 48 16 G
DC160-05-14.200A1- 14,2 63 133 83 48 16 S
DC160-05-14.288A1- 14,288 9/16" 63 133 83 48 16 @
DC160-05-14.300A1- 143 63 133 83 48 16 S
DC160-05-14.400A1- 14,4 63 133 83 48 16 @
DC160-05-14.500A1- 145 63 133 83 48 16 @
DC160-05-14.600A1- 146 63 133 83 48 16 @
DC160-05-14.700A1- 14,7 63 133 83 48 16 @
DC160-05-14.750A1- 14,75 63 133 83 48 16 @
DC160-05-14.800A1- 148 63 133 83 48 16 @
DC160-05-14.900A1- 149 63 133 83 48 16 @
DC160-05-15.000A1- 15 63 133 83 48 16 @
DC160-05-15.100A1- 151 63 133 83 48 16 @
DC160-05-15.200A1- 152 63 133 83 48 16 @
DC160-05-15.300A1- 15,3 63 133 83 48 16 @
DC160-05-15.400A1- 15,4 63 133 83 48 16 @
Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET Continued
)
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TITEX
Continued
De q
m7 D¢ Lc Iy I Ig h6 o
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-05-15.500A1- 155 63 133 83 48 16 S
DC160-05-15.600A1- 15,6 63 133 83 48 16 S
gﬁ d*l DC160-05-15.700A1- 15,7 63 133 83 48 16 S
T T DC160-05-15.800A1- 158 63 133 83 48 16 S
‘7'-E|4' e DC160-05-15.875A1- 15,875 5/8" 63 133 83 48 16 S
2 h ° DC160-05-15.900A1- 159 63 133 83 48 16 S
DC160-05-16.000A1- 16 63 133 83 48 16 S
DC160-05-16.100A1- 16,1 71 143 93 48 18 S
DC160-05-16.200A1- 16,2 71 143 93 48 18 S
DC160-05-16.300A1- 16,3 71 143 93 48 18 S
DC160-05-16.400A1- 16,4 71 143 93 48 18 S
DC160-05-16.500A1- 16,5 71 143 93 48 18 S
DC160-05-16.600A1- 16,6 71 143 93 48 18 S
DC160-05-16.700A1- 16,7 71 143 93 48 18 S
DC160-05-16.750A1- 16,75 71 143 93 48 18 S
DC160-05-16.800A1- 16,8 71 143 93 48 18 S
DC160-05-16.900A1- 16,9 71 143 93 48 18 S
DC160-05-17.000A1- 17 71 143 93 48 18 S
DC160-05-17.100A1- 171 71 143 93 48 18 S
DC160-05-17.200A1- 17,2 71 143 93 48 18 S
DC160-05-17.300A1- 17.3 71 143 93 48 18 S
DC160-05-17.400A1- 17,4 71 143 93 48 18 S
DC160-05-17.500A1- 175 71 143 93 48 18 S
DC160-05-17.600A1- 176 71 143 93 48 18 S
DC160-05-17.700A1- 17,7 71 143 93 48 18 S
DC160-05-17.800A1- 17,8 71 143 93 48 18 S
DC160-05-17.900A1- 179 71 143 93 48 18 S
DC160-05-18.000A1- 18 71 143 93 48 18 S
DC160-05-18.100A1- 18,1 77 153 101 50 20 S
DC160-05-18.200A1- 18,2 77 153 101 50 20 S
DC160-05-18.300A1- 18,3 77 153 101 50 20 S
DC160-05-18.400A1- 18,4 77 153 101 50 20 S
DC160-05-18.500A1- 185 77 153 101 50 20 S
DC160-05-18.600A1- 18,6 77 153 101 50 20 S
DC160-05-18.700A1- 18,7 77 153 101 50 20 S
DC160-05-18.800A1- 18,8 77 153 101 50 20 S
DC160-05-18.900A1- 189 77 153 101 50 20 S
DC160-05-19.000A1- 19 77 153 101 50 20 S
DC160-05-19.050A1- 19,05 3/4" 77 153 101 50 20 S
DC160-05-19.100A1- 191 77 153 101 50 20 S
DC160-05-19.200A1- 19,2 77 153 101 50 20 S
DC160-05-19.300A1- 193 77 153 101 50 20 S
DC160-05-19.400A1- 194 77 153 101 50 20 S
DC160-05-19.500A1- 195 77 153 101 50 20 S
DC160-05-19.600A1- 196 77 153 101 50 20 S
DC160-05-19.700A1- 19,7 77 153 101 50 20 S
DC160-05-19.800A1- 198 77 153 101 50 20 S
DC160-05-19.900A1- 199 77 153 101 50 20 S
DC160-05-20.000A1- 20 77 153 101 50 20 S
DC160-05-20.500A1- 20,5 86 166 108 56 25 S
DC160-05-21.000A1- 21 86 166 108 56 25 S
DC160-05-21.500A1- 21,5 86 166 108 56 25 S
DC160-05-22.000A1- 22 86 166 108 56 25 S
DC160-05-22.500A1- 22,5 91 173 115 56 25 S
DC160-05-23.000A1- 23 91 173 115 56 25 S
DC160-05-23.500A1- 235 91 173 115 56 25 S
DC160-05-24.000A1- 24 91 173 115 56 25 S
DC160-05-24.500A1- 24,5 97 180 122 56 25 S
DC160-05-25.000A1- 25 97 180 122 56 25 S
Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET Continued

@S B/« New addition to the product range
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Continued
D q
m7 D Le I 12 I5 h6 ]
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HE DC160-05-03.000F1- 3 23 66 28 36 6 S
DC160-05-03.100F1- 31 23 66 28 36 6 S
Dt % %1 DC160-05-03.200F1- 32 23 66 28 36 6 S
T r DC160-05-03.250F1- 3,25 23 66 28 36 6 S
‘7Lc‘ DC160-05-03.300F1- 33 23 66 28 36 6 S
i h—_ DC160-05-03.400F1- 34 23 66 28 36 6 )
DC160-05-03.500F1- 35 23 66 28 36 6 S
DC160-05-03.600F1- 36 23 66 28 36 6 S
DC160-05-03.650F1- 3,65 23 66 28 36 6 S
DC160-05-03.700F1- 37 23 66 28 36 6 S
DC160-05-03.800F1- 3.8 29 74 36 36 6 S
DC160-05-03.900F1- 39 29 74 36 36 6 S
DC160-05-04.000F1- 4 29 74 36 36 6 ()
DC160-05-04.100F1- 4,1 29 74 36 36 6 S
DC160-05-04.200F1- 4,2 29 74 36 36 6 S
DC160-05-04.300F1- 43 29 74 36 36 6 S
DC160-05-04.400F1- 44 29 74 36 36 6 S
DC160-05-04.500F1- 4,5 29 74 36 36 6 S
DC160-05-04.600F1- 4,6 29 74 36 36 6 S
DC160-05-04.650F1- 4,65 29 74 36 36 6 S
DC160-05-04.700F1- 4,7 29 74 36 36 6 S
DC160-05-04.800F1- 4,8 35 82 Lb 36 6 S
DC160-05-04.900F1- 4,9 35 82 Lb 36 6 S
DC160-05-05.000F1- 5 35 82 bb 36 6 S
DC160-05-05.100F1- 5.1 35 82 [7A 36 6 S
DC160-05-05.200F1- 5.2 35 82 Lb 36 6 S
DC160-05-05.300F1- 53 35 82 L4 36 6 S
DC160-05-05.400F1- 5.4 35 82 [ 36 6 S
DC160-05-05.500F1- 5.5 35 82 L4 36 6 S
DC160-05-05.550F1- 5.55 35 82 L 36 6 S
DC160-05-05.600F1- 5.6 35 82 L4 36 6 S
DC160-05-05.700F1- 5.7 35 82 bk 36 6 S
DC160-05-05.800F1- 5.8 35 82 44 36 6 S
DC160-05-05.900F1- 5.9 35 82 A 36 6 ()
DC160-05-06.000F1- 6 35 82 /A 36 6 S
DC160-05-06.100F1- 6,1 43 91 53 36 8 S
DC160-05-06.200F1- 6.2 43 91 53 36 8 S
DC160-05-06.300F1- 6.3 43 91 53 36 8 S
DC160-05-06.400F1- 6.4 43 91 53 36 8 S
DC160-05-06.500F1- 6.5 43 91 53 36 8 S
DC160-05-06.600F1- 6.6 43 91 53 36 8 S
DC160-05-06.700F1- 6,7 43 91 53 36 8 S
DC160-05-06.800F1- 6.8 43 91 53 36 8 S
DC160-05-06.900F1- 6.9 43 91 53 36 8 S
DC160-05-07.000F1- 7 43 91 53 36 8 S
DC160-05-07.100F1- 7.1 43 91 53 36 8 S
DC160-05-07.200F1- 7.2 43 91 53 36 8 S
DC160-05-07.300F1- 7.3 43 91 53 36 8 S
DC160-05-07.400F1- 7.4 43 91 53 36 8 S
DC160-05-07.500F1- 7.5 43 91 53 36 8 S
DC160-05-07.550F1- 7.55 43 91 53 36 8 S
DC160-05-07.600F1- 7.6 43 91 53 36 8 S
DC160-05-07.700F1- 77 43 91 53 36 8 S
DC160-05-07.800F1- 7.8 43 91 53 36 8 S
DC160-05-07.900F1- 7.9 43 91 53 36 8 S
DC160-05-08.000F1- 8 43 91 53 36 8 S
DC160-05-08.100F1- 8,1 49 103 61 40 10 )
Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET Continued
o0
for imar
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Continued
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TITEX

De dy o

m7 D¢ Lc Iy I Ig h6 o

Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HE DC160-05-08.200F1- 8,2 49 103 61 40 10 S
DC160-05-08.300F1- 8.3 49 103 61 40 10 S
3[ ] i DC160-05-08.400F1- 8,4 49 103 61 40 10 S
T T DC160-05-08.500F1- 8,5 49 103 61 40 10 S
HLclg’ . DC160-05-08.600F1- 8,6 49 103 61 40 10 S
2 n " DC160-05-08.700F1- 8,7 49 103 61 40 10 S
DC160-05-08.800F1- 8,8 49 103 61 40 10 S
DC160-05-08.900F1- 8,9 49 103 61 40 10 S
DC160-05-09.000F1- 9 49 103 61 40 10 S
DC160-05-09.100F1- 91 49 103 61 40 10 S
DC160-05-09.200F1- 9,2 49 103 61 40 10 S
DC160-05-09.300F1- 9,3 49 103 61 40 10 S
DC160-05-09.400F1- 9,4 49 103 61 40 10 S
DC160-05-09.500F1- 9,5 49 103 61 40 10 S
DC160-05-09.550F1- 9,55 49 103 61 40 10 S
DC160-05-09.600F1- 9,6 49 103 61 40 10 S
DC160-05-09.700F1- 9,7 49 103 61 40 10 S
DC160-05-09.800F1- 9,8 49 103 61 40 10 S
DC160-05-09.900F1- 99 49 103 61 40 10 S
DC160-05-10.000F1- 10 49 103 61 40 10 S
DC160-05-10.100F1- 10,1 56 118 71 45 12 S
DC160-05-10.200F1- 10,2 56 118 71 45 12 S
DC160-05-10.300F1- 10,3 56 118 71 45 12 S
DC160-05-10.400F1- 10,4 56 118 71 45 12 S
DC160-05-10.500F1- 105 56 118 71 45 12 S
DC160-05-10.600F1- 10,6 56 118 71 45 12 S
DC160-05-10.700F1- 10,7 56 118 71 45 12 S
DC160-05-10.800F1- 10,8 56 118 71 45 12 S
DC160-05-10.900F1- 109 56 118 71 45 12 S
DC160-05-11.000F1- 11 56 118 71 45 12 S
DC160-05-11.100F1- 111 56 118 71 45 12 S
DC160-05-11.200F1- 112 56 118 71 45 12 S
DC160-05-11.300F1- 113 56 118 71 45 12 S
DC160-05-11.400F1- 114 56 118 71 45 12 S
DC160-05-11.500F1- 115 56 118 71 45 12 S
DC160-05-11.550F1- 11,55 56 118 71 45 12 S
DC160-05-11.600F1- 116 56 118 71 45 12 S
DC160-05-11.700F1- 11,7 56 118 71 45 12 S
DC160-05-11.800F1- 118 56 118 71 45 12 S
DC160-05-11.900F1- 119 56 118 71 45 12 S
DC160-05-12.000F1- 12 56 118 71 45 12 S
DC160-05-12.100F1- 121 60 124 77 45 14 S
DC160-05-12.200F1- 122 60 124 77 45 14 S
DC160-05-12.250F1- 12,25 60 124 77 45 14 S
DC160-05-12.300F1- 123 60 124 77 45 14 S
DC160-05-12.400F1- 12,4 60 124 77 45 14 S
DC160-05-12.500F1- 125 60 124 77 45 14 S
DC160-05-12.600F1- 12,6 60 124 77 45 14 S
DC160-05-12.700F1- 12,7 172" 60 124 77 45 14 S
DC160-05-12.750F1- 12,75 60 124 77 45 14 S
DC160-05-12.800F1- 128 60 124 77 45 14 S
DC160-05-12.900F1- 129 60 124 77 45 14 S
DC160-05-13.000F1- 13 60 124 77 45 14 S
DC160-05-13.100F1- 131 60 124 77 45 14 S
DC160-05-13.200F1- 132 60 124 77 45 14 S
DC160-05-13.300F1- 133 60 124 77 45 14 S
DC160-05-13.400F1- 13,4 60 124 77 45 14 S
DC160-05-13.500F1- 135 60 124 77 45 14 S
DC160-05-13.600F1- 136 60 124 77 45 14 S
DC160-05-13.700F1- 137 60 124 77 45 14 S
DC160-05-13.800F1- 138 60 124 77 45 14 S

Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET

@S B/« New addition to the product range

Continued
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Continued
D d m
m7 D¢ Le Iy 1> I5 h6 o)
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HE DC160-05-13.900F1- 139 60 124 77 45 14 S
DC160-05-14.000F1- 14 60 124 77 45 14 S
Dt ] %1 DC160-05-14.100F1- 141 63 133 83 48 16 S
T T DC160-05-14.200F1- 14,2 63 133 83 48 16 S
‘7Lc‘ DC160-05-14.300F1- 14,3 63 133 83 48 16 S
¢ h > DC160-05-14.400F1- 14,4 63 133 83 48 16 S
DC160-05-14.500F1- 145 63 133 83 48 16 S
DC160-05-14.600F1- 14,6 63 133 83 48 16 S
DC160-05-14.700F1- 14,7 63 133 83 48 16 S
DC160-05-14.750F1- 14,75 63 133 83 48 16 S
DC160-05-14.800F1- 14,8 63 133 83 48 16 S
DC160-05-14.900F1- 149 63 133 83 48 16 S
DC160-05-15.000F1- 15 63 133 83 48 16 S
DC160-05-15.100F1- 151 63 133 83 48 16 S
DC160-05-15.200F1- 15,2 63 133 83 48 16 S
DC160-05-15.300F1- 153 63 133 83 48 16 S
DC160-05-15.400F1- 154 63 133 83 48 16 S
DC160-05-15.500F1- 155 63 133 83 48 16 S
DC160-05-15.600F1- 15,6 63 133 83 48 16 S
DC160-05-15.700F1- 15,7 63 133 83 48 16 S
DC160-05-15.800F1- 15,8 63 133 83 48 16 S
DC160-05-15.900F1- 159 63 133 83 48 16 S
DC160-05-16.000F1- 16 63 133 83 48 16 S
DC160-05-16.100F1- 16,1 71 143 93 48 18 S
DC160-05-16.200F1- 16,2 71 143 93 48 18 S
DC160-05-16.300F1- 16,3 71 143 93 48 18 S
DC160-05-16.400F1- 16,4 71 143 93 48 18 S
DC160-05-16.500F1- 16,5 71 143 93 48 18 S
DC160-05-16.600F1- 16,6 71 143 93 48 18 S
DC160-05-16.700F1- 16,7 71 143 93 48 18 S
DC160-05-16.750F1- 16,75 71 143 93 48 18 S
DC160-05-16.800F1- 16,8 71 143 93 48 18 S
DC160-05-16.900F1- 16,9 71 143 93 48 18 S
DC160-05-17.000F1- 17 71 143 93 48 18 S
DC160-05-17.100F1- 171 71 143 93 48 18 S
DC160-05-17.200F1- 17,2 71 143 93 48 18 S
DC160-05-17.300F1- 17.3 71 143 93 48 18 S
DC160-05-17.400F1- 17,4 71 143 93 48 18 S
DC160-05-17.500F1- 17,5 71 143 93 48 18 S
DC160-05-17.600F1- 17,6 71 143 93 48 18 S
DC160-05-17.700F1- 17,7 71 143 93 48 18 S
DC160-05-17.800F1- 17,8 71 143 93 48 18 S
DC160-05-17.900F1- 17,9 71 143 93 48 18 S
DC160-05-18.000F1- 18 71 143 93 48 18 S
DC160-05-18.100F1- 181 77 153 101 50 20 S
DC160-05-18.200F1- 18,2 77 153 101 50 20 S
DC160-05-18.300F1- 183 77 153 101 50 20 S
DC160-05-18.400F1- 18,4 77 153 101 50 20 S
DC160-05-18.500F1- 185 77 153 101 50 20 S
DC160-05-18.600F1- 18,6 77 153 101 50 20 S
DC160-05-18.700F1- 18,7 77 153 101 50 20 S
DC160-05-18.800F1- 18,8 77 153 101 50 20 S
DC160-05-18.900F1- 18,9 77 153 101 50 20 S
DC160-05-19.000F1- 19 77 153 101 50 20 S
DC160-05-19.100F1- 191 77 153 101 50 20 S
DC160-05-19.200F1- 19,2 77 153 101 50 20 S
DC160-05-19.300F1- 19,3 77 153 101 50 20 )
Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET Continued
)
for imar
Best tool a:;;icatiyon
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Continued
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TITEX

De dy o

m7 D¢ Lc Iy I Ig h6 o

Designation mm Inch/no. mm mm mm mm mm =

Shank DIN 6535 HE DC160-05-19.400F1- 19,4 77 153 101 50 20 S
DC160-05-19.500F1- 195 77 153 101 50 20 S

Dt ] i DC160-05-19.600F1- 196 77 153 101 50 20 S
T T DC160-05-19.700F1- 19,7 77 153 101 50 20 S
Lle— . DC160-05-19.800F1- 198 77 153 101 50 20 S

e —_ " DC160-05-19.900F1- 199 77 153 101 50 20 )
DC160-05-20.000F1- 20 77 153 101 50 20 S

DC160-05-20.500F1- 20,5 86 166 108 56 25 S

DC160-05-21.000F1- 21 86 166 108 56 25 S

DC160-05-21.500F1- 215 86 166 108 56 25 S

DC160-05-22.000F1- 22 86 166 108 56 25 S

DC160-05-22.500F1- 22,5 91 173 115 56 25 S

DC160-05-23.000F1- 23 91 173 115 56 25 S

DC160-05-23.500F1- 23,5 91 173 115 56 25 S

DC160-05-24.000F1- 24 91 173 115 56 25 S

DC160-05-24.500F1- 24,5 97 180 122 56 25 S

DC160-05-25.000F1- 25 97 180 122 56 25 S

Ordering example for the WJ30ET grade: DC160-05-03.000A1-WJ30ET

@S B/« New addition to the product range
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TITEX

Solid carbide drills with coolant-through e

DC150 Perform

on | [ [0
5xDc | |g537 L

140°
@ @ P M K N S H O
@ WJ30RE o0 © o0 00 ¢0 o o
D di &
m7 D, Lc I I Is h6 ial
Designation mm Inch/no. mm mm mm mm mm =
DIN 6535 HE, DC150-05-03.000D1- 3 23 66 28 36 6 S
turned 180° DC150-05-03.100D1- 31 23 66 28 36 6 S
DIN 6535 HB DC150-05-03.200D1- 32 23 66 28 36 6 S
i ﬁ-—-’:rt DC150-05-03.300D1- 33 23 66 28 36 6 S
Dc ! d1 DC150-05-03.400D1- 34 23 66 28 36 6 &
TRL ¥ DC150-05-03.500D1- 35 23 66 28 36 6 )
i R DC150-05-03.600D1- 36 23 66 28 36 6 (o)
It DC150-05-03.700D1- 37 23 66 28 36 6 S
DC150-05-03.800D1- 38 29 74 36 36 6 o)
DC150-05-03.900D1- 39 29 74 36 36 6 S
DC150-05-04.000D1- 4 29 74 36 36 6 o)
DC150-05-04.100D1- 41 29 74 36 36 6 S
DC150-05-04.200D1- 42 29 74 36 36 6 S
DC150-05-04.300D1- 43 29 74 36 36 6 )
DC150-05-04.400D1- 4tk 29 74 36 36 6 S
DC150-05-04.500D1- 45 29 74 36 36 6 )
DC150-05-04.600D1- 46 29 74 36 36 6 S
DC150-05-04.650D1- 4,65 29 74 36 36 6 )
DC150-05-04.700D1- 47 29 74 36 36 6 ()
DC150-05-04.800D1- 48 35 82 b 36 6 S
DC150-05-04.900D1- 49 35 82 b4 36 6 ()
DC150-05-05.000D1- 5 35 82 b 36 6 S
DC150-05-05.100D1- 51 35 82 b4 36 6 )
DC150-05-05.200D1- 52 35 82 b 36 6 S
DC150-05-05.300D1- 53 35 82 b4 36 6 )
DC150-05-05.400D1- 54 35 82 b 36 6 S
DC150-05-05.500D1- 55 35 82 b4 36 6 )
DC150-05-05.550D1- 5,55 35 82 b 36 6 S
DC150-05-05.600D1- 56 35 82 b4 36 6 )
DC150-05-05.700D1- 57 35 82 b 36 6 S
DC150-05-05.800D1- 58 35 82 b 36 6 )
DC150-05-05.900D1- 59 35 82 b4 36 6 S
DC150-05-06.000D1- 6 35 82 bh 36 6 )
DC150-05-06.100D1- 6.1 43 91 53 36 8 S
DC150-05-06.200D1- 6.2 43 91 53 36 8 S
DC150-05-06.300D1- 6.2 43 91 53 36 8 o)
DC150-05-06.400D1- 6.4 43 91 53 36 8 )
DC150-05-06.500D1- 6,5 43 91 53 36 8 S
DC150-05-06.600D1- 6.6 43 91 53 36 8 S
DC150-05-06.700D1- 6.7 43 91 53 36 8 S
DC150-05-06.800D1- 6.8 43 91 53 36 8 )
DC150-05-06.900D1- 6.9 43 91 53 36 8 ()
DC150-05-07.000D1- 7 43 91 53 36 8 [
Ordering example for the WJ30RE grade: DC150-05-03.000D1-WJ30RE Continued
(X J
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TITEX
Continued
D q @z
m7 D Le I I I5 h6 a
Designation mm Inch/no. mm mm mm mm mm =
DIN 6535 HE, DC150-05-07.100D1- 7.1 43 91 53 36 8 S
turned 180° DC150-05-07.200D1- 7.2 43 91 53 36 8 S
DIN 6335 HB DC150-05-07.300D1- 73 43 91 53 36 8 )
| —‘—<FL DC150-05-07.400D1- 7.4 43 91 53 36 8 S
Dc ! >y DC150-05-07.500D1- 7,5 43 91 53 36 8 S
TRL N | ¥ DC150-05-07.600D1- 7.6 43 91 53 36 8 S
‘L [— DC150-05-07.700D1- 7,7 43 91 53 36 8 S
h DC150-05-07.800D1- 7.8 43 91 53 36 8 S
DC150-05-07.900D1- 7.9 43 91 53 36 8 S
DC150-05-08.000D1- 8 43 91 53 36 8 S
DC150-05-08.100D1- 8,1 49 103 61 40 10 S
DC150-05-08.200D1- 8.2 49 103 61 40 10 S
DC150-05-08.300D1- 8,3 49 103 61 40 10 S
DC150-05-08.400D1- 8.4 49 103 61 40 10 S
DC150-05-08.500D1- 8,5 49 103 61 40 10 )
DC150-05-08.600D1- 8,6 49 103 61 40 10 S
DC150-05-08.700D1- 8,7 49 103 61 40 10 )
DC150-05-08.800D1- 8.8 49 103 61 40 10 S
DC150-05-09.000D1- 9 49 103 61 40 10 )
DC150-05-09.100D1- 9,1 49 103 61 40 10 S
DC150-05-09.200D1- 9,2 49 103 61 40 10 S
DC150-05-09.300D1- 9,3 49 103 61 40 10 S
DC150-05-09.400D1- 9.4 49 103 61 40 10 )
DC150-05-09.500D1- 9,5 49 103 61 40 10 S
DC150-05-09.600D1- 9,6 49 103 61 40 10 S
DC150-05-09.700D1- 9,7 49 103 61 40 10 S
DC150-05-09.800D1- 98 49 103 61 40 10 S
DC150-05-09.900D1- 9,9 49 103 61 40 10 S
DC150-05-10.000D1- 10 49 103 61 40 10 S
DC150-05-10.100D1- 101 56 118 71 45 12 S
DC150-05-10.200D1- 10.2 56 118 71 45 12 S
DC150-05-10.300D1- 103 56 118 71 45 12 S
DC150-05-10.400D1- 104 56 118 71 45 12 )
DC150-05-10.500D1- 105 56 118 71 45 12 )
DC150-05-10.600D1- 106 56 118 71 45 12 S
DC150-05-10.800D1- 108 56 118 71 45 12 )
DC150-05-11.000D1- 11 56 118 71 45 12 S
DC150-05-11.100D1- 111 56 118 71 45 12 )
DC150-05-11.200D1- 112 56 118 71 45 12 S
DC150-05-11.300D1- 113 56 118 71 45 12 )
DC150-05-11.500D1- 115 56 118 71 45 12 S
DC150-05-11.600D1- 116 56 118 71 45 12 S
DC150-05-11.700D1- 117 56 118 71 45 12 S
DC150-05-11.800D1- 118 56 118 71 45 12 )
DC150-05-11.900D1- 119 56 118 71 45 12 S
DC150-05-12.000D1- 12 56 118 71 45 12 )
DC150-05-12.100D1- 121 60 124 77 45 14 S
DC150-05-12.200D1- 122 60 124 77 45 14 S
DC150-05-12.300D1- 123 60 124 77 45 14 S
DC150-05-12.400D1- 124 60 124 77 45 14 S
DC150-05-12.500D1- 125 60 124 77 45 14 S
DC150-05-12.700D1- 127 1/2" 60 124 77 45 14 S
DC150-05-12.800D1- 128 60 124 77 45 14 S
DC150-05-13.000D1- 13 60 124 77 45 14 S
DC150-05-13.100D1- 131 60 124 77 45 14 S
DC150-05-13.200D1- 132 60 124 77 45 14 S
DC150-05-13.500D1- 135 60 124 77 45 14 S
DC150-05-13.800D1- 138 60 124 77 45 14 S
DC150-05-14.000D1- 14 60 124 77 45 14 S
DC150-05-14.100D1- 14,1 63 133 83 48 16 S
DC150-05-14.200D1- 142 63 133 83 48 16 S
Ordering example for the WJ30RE grade: DC150-05-03.000D1-WJ30RE Continued
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TITEX
Continued
D d &
m7 D, Lc I I I h6 i
Designation mm Inch/no. mm mm mm mm mm =
DIN 6535 HE, DC150-05-14.300D1- 143 63 133 83 48 16 S
turned 180° DC150-05-14.500D1- 14,5 63 133 83 48 16 S
DIN 6535 HB DC150-05-14.600D1- 146 63 133 83 48 16 S
! ﬁ——.crt DC150-05-14.800D1- 14,8 63 133 83 48 16 S
D. 1 >y DC150-05-15.000D1- 15 63 133 83 48 16 )
1 L ' DC150-05-15.100D1- 15,1 63 133 83 48 16 S
o ‘I I DC150-05-15.200D1- 15,2 63 133 83 48 16 )
h DC150-05-15.300D1- 153 63 133 83 48 16 S
DC150-05-15.500D1- 15,5 63 133 83 48 16 )
DC150-05-15.600D1- 15,6 63 133 83 48 16 S
DC150-05-15.700D1- 15,7 63 133 83 48 16 S
DC150-05-15.800D1- 158 63 133 83 48 16 S
DC150-05-16.000D1- 16 63 133 83 48 16 )
DC150-05-16.500D1- 16,5 71 143 93 48 18 S
DC150-05-16.600D1- 16,6 71 143 93 48 18 S
DC150-05-17.000D1- 17 71 143 93 48 18 S
DC150-05-17.200D1- 17.2 71 143 93 48 18 )
DC150-05-17.300D1- 17.3 71 143 93 48 18 S
DC150-05-17.500D1- 17,5 71 143 93 48 18 )
DC150-05-17.700D1- 17.7 71 143 93 48 18 S
DC150-05-17.800D1- 178 71 143 93 48 18 )
DC150-05-18.000D1- 18 71 143 93 48 18 ()
DC150-05-18.100D1- 18.1 77 153 101 50 20 )
DC150-05-18.500D1- 18,5 77 153 101 50 20 S
DC150-05-18.800D1- 18.8 77 153 101 50 20 S
DC150-05-19.000D1- 19 77 153 101 50 20 )
DC150-05-19.500D1- 195 77 153 101 50 20 S
DC150-05-19.700D1- 19,7 77 153 101 50 20 )
DC150-05-20.000D1- 20 77 153 101 50 20 )

Ordering example for the WJ30RE grade: DC150-05-03.000D1-WJ30RE

[ X ]
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Solid drilling —] |IUJl:LTER

TITEX

Solid carbide drills with coolant-through eSS
DC160 Advance

st &

140°
@ WJ30ET [ X} [ ] o0 060 o0 o [
Dc di I
m7 D, L h Iz Is h6 2
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-08-03.000A1- 3 28 74 34 36 6 @
DC160-08-03.100A1- 31 28 74 34 36 6 @
gc ] Jl DC160-08-03.175A1- 3,175 1/8" 28 74 34 36 6 S
T T DC160-08-03.200A1- 3.2 28 74 34 36 6 @
RLCI . DC160-08-03.300A1- 3.3 28 74 34 36 6 S
i N i DC160-08-03.400A1- 34 28 74 34 36 6 )
DC160-08-03.500A1- 35 28 74 34 36 6 S
DC160-08-03.572A1- 3,572 9/64" 28 74 34 36 6 @
DC160-08-03.600A1- 3,6 28 74 34 36 6 S
DC160-08-03.700A1- 37 28 74 34 36 6 @
DC160-08-03.800A1- 38 37 85 45 36 6 S
DC160-08-03.900A1- 39 37 85 45 36 6 G
DC160-08-03.969A1- 3,969 5/32" 37 85 45 36 6 S
DC160-08-04.000A1- 4 37 85 45 36 6 @
DC160-08-04.100A1- 4,1 37 85 45 36 6 S
DC160-08-04.200A1- 4,2 37 85 45 36 6 @
DC160-08-04.300A1- 4,3 37 85 45 36 6 S
DC160-08-04.366A1- 4,366 11/64" 37 85 45 36 6 9
DC160-08-04.400A1- 4,4 37 85 45 36 6 S
DC160-08-04.500A1- 45 37 85 45 36 6 S
DC160-08-04.600A1- 4,6 37 85 45 36 6 S
DC160-08-04.700A1- 4,7 37 85 45 36 6 S
DC160-08-04.763A1- 4,763 3/16" 48 97 57 36 6 @
DC160-08-04.800A1- 4,8 48 97 57 36 6 S
DC160-08-04.900A1- 49 48 97 57 36 6 @
DC160-08-05.000A1- 5 48 97 57 36 6 S
DC160-08-05.100A1- 51 48 97 57 36 6 @
DC160-08-05.159A1- 5,159 13/64" 48 97 57 36 6 S
DC160-08-05.200A1- 52 48 97 57 36 6 @
DC160-08-05.300A1- 53 48 97 57 36 6 S
DC160-08-05.400A1- 5.4 48 97 57 36 6 @
DC160-08-05.500A1- 55 48 97 57 36 6 S
DC160-08-05.556A1- 5,556 7/32" 48 97 57 36 6 @
DC160-08-05.600A1- 5.6 48 97 57 36 6 S
DC160-08-05.700A1- 57 48 97 57 36 6 @
DC160-08-05.800A1- 5.8 48 97 57 36 6 S
DC160-08-05.900A1- 59 48 97 57 36 6 G
DC160-08-05.953A1- 5,953 15/64" 48 97 57 36 6 S
DC160-08-06.000A1- 6 48 97 57 36 6 @
DC160-08-06.100A1- 6.1 55 106 66 36 8 S
DC160-08-06.200A1- 6,2 55 106 66 36 8 @
DC160-08-06.300A1- 6.3 55 106 66 36 8 S
DC160-08-06.350A1- 6,35 1/4" 55 106 66 36 8 9
DC160-08-06.400A1- 6.4 55 106 66 36 8 S
DC160-08-06.500A1- 6,5 55 106 66 36 8 S
DC160-08-06.600A1- 6.6 55 106 66 36 8 S
DC160-08-06.700A1- 6,7 55 106 66 36 8 S
Ordering example for the WJ30ET grade: DC160-08-03.000A1-WJ30ET Continued

@S B/« New addition to the product range
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TITEX
Continued
D q &
m7 D, L k k ks h6 2
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-08-06.747A1- 6,747 17/64" 55 106 66 36 8 @
DC160-08-06.800A1- 6.8 55 106 66 36 8 @
gc JI DC160-08-06.900A1- 6,9 55 106 66 36 8 @
T T DC160-08-07.000A1- 7 55 106 66 36 8 @
RLC‘;’ | DC160-08-07.100A1- 71 64 116 76 36 8 @
i "7 DC160-08-07144A1- 7,144 9/32" 64 116 76 36 8 )
DC160-08-07.200A1- 7.2 64 116 76 36 8 @
DC160-08-07.300A1- 7.3 64 116 76 36 8 S
DC160-08-07.400A1- 7.4 64 116 76 36 8 @
DC160-08-07.500A1- 7.5 64 116 76 36 8 S
DC160-08-07.541A1- 7,541 19/64" 64 116 76 36 8 @
DC160-08-07.600A1- 7.6 64 116 76 36 8 S
DC160-08-07.700A1- 7.7 64 116 76 36 8 @
DC160-08-07.800A1- 7.8 64 116 76 36 8 S
DC160-08-07.900A1- 7.9 64 116 76 36 8 @
DC160-08-07.938A1- 7,938 5/16" 64 116 76 36 8 S
DC160-08-08.000A1- 8 64 116 76 36 8 G
DC160-08-08.100A1- 8,1 80 139 95 40 10 S
DC160-08-08.200A1- 8,2 80 139 95 40 10 @
DC160-08-08.300A1- 8,3 80 139 95 40 10 S
DC160-08-08.334A1- 8,334 21/64" 80 139 95 40 10 @
DC160-08-08.400A1- 8,4 80 139 95 40 10 @
DC160-08-08.500A1- 8,5 80 139 95 40 10 @
DC160-08-08.600A1- 8,6 80 139 95 40 10 @
DC160-08-08.700A1- 8,7 80 139 95 40 10 @
DC160-08-08.731A1- 8,731 11/32" 80 139 95 40 10 @
DC160-08-08.800A1- 8.8 80 139 95 40 10 @
DC160-08-08.900A1- 8,9 80 139 95 40 10 @
DC160-08-09.000A1- 9 80 139 95 40 10 @
DC160-08-09.100A1- 91 80 139 95 40 10 @
DC160-08-09.128A1- 9,128 23/64" 80 139 95 40 10 @
DC160-08-09.200A1- 9,2 80 139 95 40 10 @
DC160-08-09.300A1- 93 80 139 95 40 10 S
DC160-08-09.400A1- 9,4 80 139 95 40 10 @
DC160-08-09.500A1- 9,5 80 139 95 40 10 S
DC160-08-09.525A1- 9,525 3/8" 80 139 95 40 10 @
DC160-08-09.600A1- 9,6 80 139 95 40 10 S
DC160-08-09.700A1- 9,7 80 139 95 40 10 @
DC160-08-09.800A1- 9,8 80 139 95 40 10 S
DC160-08-09.900A1- 9,9 80 139 95 40 10 @
DC160-08-09.922A1- 9,922 25/64" 80 139 95 40 10 S
DC160-08-10.000A1- 10 80 139 95 40 10 G
DC160-08-10.100A1- 10,1 96 163 114 45 12 S
DC160-08-10.200A1- 10,2 96 163 114 45 12 @
DC160-08-10.300A1- 10,3 96 163 114 45 12 S
DC160-08-10.319A1- 10,319 13/32" 96 163 114 45 12 @
DC160-08-10.400A1- 10,4 96 163 114 45 12 @
DC160-08-10.500A1- 10,5 96 163 114 45 12 @
DC160-08-10.600A1- 10,6 96 163 114 45 12 @
DC160-08-10.700A1- 10,7 96 163 114 45 12 @
DC160-08-10.716A1- 10,716 27/64" 96 163 114 45 12 @
DC160-08-10.800A1- 10,8 96 163 114 45 12 @
DC160-08-10.900A1- 10,9 96 163 114 45 12 @
DC160-08-11.000A1- 11 96 163 114 45 12 @
DC160-08-11.100A1- 111 96 163 114 45 12 @
DC160-08-11.113A1- 11,113 7/16" 96 163 114 45 12 @
DC160-08-11.200A1- 11,2 96 163 114 45 12 @
Ordering example for the WJ30ET grade: DC160-08-03.000A1-WJ30ET Continued
)
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TITEX
Continued
De dy o
m7 D¢ Lc Iy I Ig h6 o
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-08-11.300A1- 113 96 163 114 45 12 S
DC160-08-11.400A1- 114 96 163 114 45 12 S
gﬁ d*l DC160-08-11.500A1- 115 96 163 114 45 12 S
T T DC160-08-11.509A1- 11,509 29/64" 96 163 114 45 12 S
‘7'-E|4’ e DC160-08-11.600A1- 116 96 163 114 45 12 S
2 Iy ° DC160-08-11.700A1- 117 96 163 114 45 12 S
DC160-08-11.800A1- 118 96 163 114 45 12 S
DC160-08-11.900A1- 119 96 163 114 45 12 S
DC160-08-11.906A1- 11,906 15/32* 96 163 114 45 12 S
DC160-08-12.000A1- 12 96 163 114 45 12 S
DC160-08-12.303A1- 12,303 31/64" 119 182 133 45 14 S
DC160-08-12.500A1- 125 119 182 133 45 14 S
DC160-08-12.700A1- 12,7 1/2¢ 119 182 133 45 14 S
DC160-08-13.000A1- 13 119 182 133 45 14 S
DC160-08-13.494A1- 13,494 17/32* 119 182 133 45 14 S
DC160-08-13.500A1- 135 119 182 133 45 14 S
DC160-08-14.000A1- 14 119 182 133 45 14 S
DC160-08-14.288A1- 14,288 9/16" 136 204 152 48 16 S
DC160-08-14.500A1- 145 136 204 152 48 16 S
DC160-08-15.000A1- 15 136 204 152 48 16 S
DC160-08-15.500A1- 155 136 204 152 48 16 S
DC160-08-15.875A1- 15,875 5/8" 136 204 152 48 16 S
DC160-08-16.000A1- 16 136 204 152 48 16 S
DC160-08-16.500A1- 16,5 153 223 171 48 18 S
DC160-08-17.000A1- 17 153 223 171 48 18 S
DC160-08-17.500A1- 175 153 223 171 48 18 S
DC160-08-18.000A1- 18 153 223 171 48 18 S
DC160-08-18.500A1- 185 170 244 190 50 20 S
DC160-08-19.000A1- 19 170 244 190 50 20 S
DC160-08-19.050A1- 19,05 3/4" 170 244 190 50 20 S
DC160-08-19.500A1- 19,5 170 244 190 50 20 S
DC160-08-20.000A1- 20 170 244 190 50 20 S

Ordering example for the WJ30ET grade: DC160-08-03.000A1-WJ30ET

@S B/« New addition to the product range
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TITEX

Solid carbide twist drills __s_SSS—
DC160 Advance PR

on | 1Y [0
3xDe | 16537 K

140°

@ WJ30ET ( X ) oo o [ ] [ [ )

Dc dy m

m7 D¢ L Iy 12 I5 h6 o)

Designation mm Inch/no. mm mm mm mm mm =

Shank DIN 6535 HA DC160-03-03.000A0- 3 14 62 20 36 6 S
DC160-03-03.100A0- 31 14 62 20 36 6 S

D, Jl DC160-03-03.175A0- 3,175 1/8" 14 62 20 36 6 S
T T DC160-03-03.200A0- 3,2 14 62 20 36 6 S
RLCI _— DC160-03-03.250A0- 3,25 14 62 20 36 6 S
i 0 ° DC160-03-03.300A0- 33 14 62 20 36 6 )
DC160-03-03.400A0- 3.4 14 62 20 36 6 S

DC160-03-03.500A0- 35 14 62 20 36 6 S

DC160-03-03.572A0- 3,572 9/64" 14 62 20 36 6 S

DC160-03-03.600A0- 3,6 14 62 20 36 6 S

DC160-03-03.650A0- 3,65 14 62 20 36 6 S

DC160-03-03.700A0- 37 14 62 20 36 6 S

DC160-03-03.800A0- 38 17 66 24 36 6 S

DC160-03-03.900A0- 39 17 66 24 36 6 S

DC160-03-03.969A0- 3,969 5/32" 17 66 24 36 6 S

DC160-03-04.000A0- 4 17 66 24 36 6 S

DC160-03-04.100A0- 4,1 17 66 24 36 6 S

DC160-03-04.200A0- 4,2 17 66 24 36 6 S

DC160-03-04.300A0- 4,3 17 66 24 36 6 S

DC160-03-04.366A0- 4,366 11/64" 17 66 24 36 6 S

DC160-03-04.400A0- 4,4 17 66 24 36 6 S

DC160-03-04.500A0- 4,5 17 66 24 36 6 S

DC160-03-04.600A0- 4,6 17 66 24 36 6 S

DC160-03-04.650A0- 4,65 17 66 24 36 6 S

DC160-03-04.700A0- 4,7 17 66 24 36 6 S

DC160-03-04.763A0- 4,763 3/16" 20 66 28 36 6 S

DC160-03-04.800A0- 4,8 20 66 28 36 6 S

DC160-03-04.900A0- 49 20 66 28 36 6 S

DC160-03-05.000A0- 5 20 66 28 36 6 S

DC160-03-05.100A0- 51 20 66 28 36 6 S

DC160-03-05.159A0- 5,159 13/64" 20 66 28 36 6 S

DC160-03-05.200A0- 52 20 66 28 36 6 S

DC160-03-05.300A0- 53 20 66 28 36 6 S

DC160-03-05.400A0- 5.4 20 66 28 36 6 S

DC160-03-05.500A0- 55 20 66 28 36 6 S

DC160-03-05.550A0- 5,55 20 66 28 36 6 S

DC160-03-05.556A0- 5,556 7/32" 20 66 28 36 6 S

DC160-03-05.600A0- 56 20 66 28 36 6 S

DC160-03-05.700A0- 57 20 66 28 36 6 S

DC160-03-05.800A0- 58 20 66 28 36 6 S

DC160-03-05.900A0- 59 20 66 28 36 6 S

DC160-03-05.953A0- 5,953 15/64" 20 66 28 36 6 S

DC160-03-06.000A0- 6 20 66 28 36 6 S

DC160-03-06.100A0- 6,1 24 79 34 36 8 S

DC160-03-06.200A0- 6,2 24 79 34 36 8 S

DC160-03-06.300A0- 6.3 24 79 34 36 8 S

DC160-03-06.350A0- 6,35 1/4" 24 79 34 36 8 S
Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET Continued

DS B/ x New addition to the product range
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Continued

wALTER

TITEX

De dy o

m7 D, L h 12 I5 h6 i

Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-03-06.400A0- 6.4 24 79 34 36 8 ()
DC160-03-06.500A0- 6.5 24 79 34 36 8 )
D*[ Tt DC160-03-06.600A0- 6.6 24 79 34 36 8 S
T 7 DC160-03-06.700A0- 6.7 24 79 34 36 8 )
RLcl - DC160-03-06.747A0- 6.747 17/64" 24 79 34 36 8 S
i I > DC160-03-06.800A0- 6.8 24 79 34 36 8 )
DC160-03-06.900A0- 6.9 24 79 34 36 8 S
DC160-03-07.000A0- 7 24 79 34 36 8 )
DC160-03-07.100A0- 7.1 29 79 41 36 8 )
DC160-03-07.144A0- 7,144 9/32" 29 79 41 36 8 )
DC160-03-07.200A0- 7.2 29 79 41 36 8 )
DC160-03-07.300A0- 7.3 29 79 41 36 8 )
DC160-03-07.400A0- 7.4 29 79 41 36 8 )
DC160-03-07.500A0- 75 29 79 41 36 8 )
DC160-03-07.541A0- 7541 19/64" 29 79 41 36 8 )
DC160-03-07.550A0- 7,55 29 79 41 36 8 )
DC160-03-07.600A0- 76 29 79 41 36 8 )
DC160-03-07.700A0- 7.7 29 79 41 36 8 )
DC160-03-07.800A0- 7.8 29 79 41 36 8 )
DC160-03-07.900A0- 7.9 29 79 41 36 8 )
DC160-03-07.938A0- 7.938 5/16" 29 79 41 36 8 )
DC160-03-08.000A0- 8 29 79 41 36 8 )
DC160-03-08.100A0- 8.1 35 89 47 40 10 )
DC160-03-08.200A0- 8.2 35 89 47 40 10 )
DC160-03-08.300A0- 83 35 89 47 40 10 )
DC160-03-08.334A0- 8.334 21/64" 35 89 47 40 10 =)
DC160-03-08 400A0- 8.4 35 89 47 40 10 )
DC160-03-08.500A0- 8.5 35 89 47 40 10 S
DC160-03-08.600A0- 86 35 89 47 40 10 )
DC160-03-08.700A0- 8.7 35 89 47 40 10 S
DC160-03-08.731A0- 8731 11/32" 35 89 47 40 10 )
DC160-03-08.800A0- 8.8 35 89 47 40 10 ")
DC160-03-08.900A0- 8.9 35 89 47 40 10 )
DC160-03-09.000A0- 9 35 89 47 40 10 S
DC160-03-09.100A0- 9.1 35 89 47 40 10 )
DC160-03-09.128A0- 9.128 23/64" 35 89 47 40 10 )
DC160-03-09.200A0- 9.2 35 89 47 40 10 )
DC160-03-09.300A0- 93 35 89 47 40 10 )
DC160-03-09.400A0- 9.4 35 89 47 40 10 )
DC160-03-09.500A0- 95 35 89 47 40 10 )
DC160-03-09.525A0- 9,525 3/8" 35 89 47 40 10 )
DC160-03-09.550A0- 9,55 35 89 47 40 10 S
DC160-03-09.600A0- 96 35 89 47 40 10 )
DC160-03-09.700A0- 97 35 89 47 40 10 )
DC160-03-09.800A0- 9.8 35 89 47 40 10 )
DC160-03-09.900A0- 99 35 89 47 40 10 )
DC160-03-09.922A0- 9,922 25/64" 35 89 47 40 10 )
DC160-03-10.000A0- 10 35 89 47 40 10 )
DC160-03-10.100A0- 101 40 102 55 45 12 )
DC160-03-10.200A0- 10,2 40 102 55 45 12 )
DC160-03-10.300A0- 10,3 40 102 55 45 12 S
DC160-03-10.319A0- 10,319 13/32" 40 102 55 45 12 )
DC160-03-10.400A0- 10,4 40 102 55 45 12 ")
DC160-03-10.500A0- 105 40 102 55 45 12 )
DC160-03-10.600A0- 10,6 40 102 55 45 12 S
DC160-03-10.700A0- 10,7 40 102 55 45 12 )
DC160-03-10.716A0- 10716 27/64" 40 102 55 45 12 )

Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET

Best tool for
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Continued
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—_—1 |IUJl:LTER Solid drilling

TITEX
Continued
D d m
m7 D¢ Le Iy 1> I5 h6 o)
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-03-10.800A0- 10,8 40 102 55 45 12 S
DC160-03-10.900A0- 109 40 102 55 45 12 S
gc dt DC160-03-11.000A0- 11 40 102 55 45 12 S
T T DC160-03-11.100A0- 111 40 102 55 45 12 S
‘7'{‘4’ L DC160-03-11.113A0- 11,113 7/16" 40 102 55 45 12 S
¢ Iy ° DC160-03-11.200A0- 112 40 102 55 45 12 S
DC160-03-11.300A0- 113 40 102 55 45 12 S
DC160-03-11.400A0- 114 40 102 55 45 12 S
DC160-03-11.500A0- 115 40 102 55 45 12 S
DC160-03-11.509A0- 11,509 29/64" 40 102 55 45 12 S
DC160-03-11.550A0- 11,55 40 102 55 45 12 S
DC160-03-11.600A0- 116 40 102 55 45 12 S
DC160-03-11.700A0- 11,7 40 102 55 45 12 S
DC160-03-11.800A0- 11,8 40 102 55 45 12 S
DC160-03-11.900A0- 119 40 102 55 45 12 S
DC160-03-11.906A0- 11,906 15/32" 40 102 55 45 12 S
DC160-03-12.000A0- 12 40 102 55 45 12 S
DC160-03-12.100A0- 121 43 107 60 45 14 S
DC160-03-12.200A0- 12,2 43 107 60 45 14 S
DC160-03-12.250A0- 12,25 43 107 60 45 14 S
DC160-03-12.300A0- 123 43 107 60 45 14 S
DC160-03-12.303A0- 12,303 31/64" 43 107 60 45 14 S
DC160-03-12.400A0- 12,4 43 107 60 45 14 S
DC160-03-12.500A0- 125 43 107 60 45 14 S
DC160-03-12.600A0- 12,6 43 107 60 45 14 S
DC160-03-12.700A0- 12,7 172" 43 107 60 45 14 S
DC160-03-12.750A0- 12,75 43 107 60 45 14 S
DC160-03-12.800A0- 12,8 43 107 60 45 14 S
DC160-03-12.900A0- 129 43 107 60 45 14 S
DC160-03-13.000A0- 13 43 107 60 45 14 S
DC160-03-13.100A0- 131 43 107 60 45 14 S
DC160-03-13.200A0- 132 43 107 60 45 14 S
DC160-03-13.300A0- 133 43 107 60 45 14 S
DC160-03-13.400A0- 134 43 107 60 45 14 S
DC160-03-13.494A0- 13,494 17/32" 43 107 60 45 14 S
DC160-03-13.500A0- 135 43 107 60 45 14 S
DC160-03-13.600A0- 13,6 43 107 60 45 14 S
DC160-03-13.700A0- 13,7 43 107 60 45 14 S
DC160-03-13.800A0- 138 43 107 60 45 14 S
DC160-03-13.900A0- 139 43 107 60 45 14 S
DC160-03-14.000A0- 14 43 107 60 45 14 S
DC160-03-14.100A0- 141 45 115 65 48 16 S
DC160-03-14.200A0- 14,2 45 115 65 48 16 S
DC160-03-14.288A0- 14,288 9/16" 45 115 65 48 16 S
DC160-03-14.300A0- 14,3 45 115 65 48 16 S
DC160-03-14.400A0- 144 45 115 65 48 16 S
DC160-03-14.500A0- 145 45 115 65 48 16 S
DC160-03-14.600A0- 14,6 45 115 65 48 16 S
DC160-03-14.700A0- 14,7 45 115 65 48 16 S
DC160-03-14.750A0- 14,75 45 115 65 48 16 S
DC160-03-14.800A0- 14,8 45 115 65 48 16 S
DC160-03-15.000A0- 15 45 115 65 48 16 S
DC160-03-15.100A0- 151 45 115 65 48 16 S
DC160-03-15.200A0- 15,2 45 115 65 48 16 S
DC160-03-15.300A0- 153 45 115 65 48 16 S
DC160-03-15.500A0- 155 45 115 65 48 16 S
DC160-03-15.600A0- 15,6 45 115 65 48 16 S
DC160-03-15.700A0- 15,7 45 115 65 48 16 S
DC160-03-15.800A0- 15,8 45 115 65 48 16 S
DC160-03-15.875A0- 15,875 5/8" 45 115 65 48 16 S
DC160-03-15.900A0- 15,9 45 115 65 48 16 S
Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET Continued

DS W/ x New addition to the product range
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TITEX
Continued
De q
m7 D, L k I Is h6 2
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC160-03-16.000A0- 16 45 115 65 48 16 S
DC160-03-16.100A0- 16,1 51 123 73 48 18 S
Dt Tt DC160-03-16.200A0- 16,2 51 123 73 48 18 @
T T DC160-03-16.300A0- 16,3 51 123 73 48 18 S
RLtl L DC160-03-16.400A0- 16,4 51 123 73 48 18 @
S ° DC160-03-16.500A0- 165 51 123 73 48 18 )
DC160-03-16.600A0- 16,6 51 123 73 48 18 @
DC160-03-16.700A0- 16,7 51 123 73 48 18 S
DC160-03-16.750A0- 16,75 51 123 73 48 18 @
DC160-03-16.800A0- 16,8 51 123 73 48 18 S
DC160-03-17.000A0- 17 51 123 73 48 18 @
DC160-03-17.200A0- 17,2 51 123 73 48 18 S
DC160-03-17.300A0- 17,3 51 123 73 48 18 @
DC160-03-17.500A0- 17,5 51 123 73 48 18 S
DC160-03-17.600A0- 17,6 51 123 73 48 18 @
DC160-03-17.700A0- 17,7 51 123 73 48 18 S
DC160-03-17.800A0- 17,8 51 123 73 48 18 @
DC160-03-18.000A0- 18 51 123 73 48 18 S
DC160-03-18.200A0- 18,2 55 131 79 50 20 @
DC160-03-18.500A0- 18,5 55 131 79 50 20 S
DC160-03-18.700A0- 18,7 55 131 79 50 20 @
DC160-03-18.800A0- 18,8 55 131 79 50 20 S
DC160-03-19.000A0- 19 55 131 79 50 20 S
DC160-03-19.050A0- 19,05 3/4" 55 131 79 50 20 S
DC160-03-19.500A0- 19,5 55 131 79 50 20 S
DC160-03-19.700A0- 19,7 55 131 79 50 20 @
DC160-03-19.800A0- 19,8 55 131 79 50 20 S
DC160-03-20.000A0- 20 55 131 79 50 20 S
Shank DIN 6535 HE DC160-03-03.000F0- 3 14 62 20 36 6 @
DC160-03-03.100F0- 31 14 62 20 36 6 @
D, % T}I DC160-03-03.200F0- 3,2 14 62 20 36 6 S
T j‘ I DC160-03-03.250F0- 3,25 14 62 20 36 6 @
RLEI L DC160-03-03.300F0- 33 14 62 20 36 6 S
i 0 > DC160-03-03.400F0- 34 14 62 20 36 6 )
DC160-03-03.500F0- 35 14 62 20 36 6 S
DC160-03-03.600F0- 3,6 14 62 20 36 6 @
DC160-03-03.650F0- 3,65 14 62 20 36 6 S
DC160-03-03.700F0- 37 14 62 20 36 6 @
DC160-03-03.800F0- 38 17 66 24 36 6 S
DC160-03-03.900F0- 3.9 17 66 24 36 6 @
DC160-03-04.000F0- 4 17 66 24 36 6 S
DC160-03-04.100F0- 4,1 17 66 24 36 6 @
DC160-03-04.200F0- 4,2 17 66 24 36 6 S
DC160-03-04.300F0- 4,3 17 66 24 36 6 @
DC160-03-04.400F0- 4,4 17 66 24 36 6 S
DC160-03-04.500F0- 4,5 17 66 24 36 6 @
DC160-03-04.600F0- 4,6 17 66 24 36 6 S
DC160-03-04.650F0- 4,65 17 66 24 36 6 S
DC160-03-04.700F0- 4,7 17 66 24 36 6 S
DC160-03-04.800F0- 4,8 20 66 28 36 6 S
DC160-03-04.900F0- 4,9 20 66 28 36 6 @
DC160-03-05.000F0- 5 20 66 28 36 6 S
DC160-03-05.100F0- 51 20 66 28 36 6 @
DC160-03-05.200F0- 5.2 20 66 28 36 6 S
DC160-03-05.300F0- 53 20 66 28 36 6 @
DC160-03-05.400F0- 5.4 20 66 28 36 6 S
DC160-03-05.500F0- 55 20 66 28 36 6 S
Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET Continued
)
for imar
Best tool ag;:icat?(’“
) &b % .
Good Average - Poor apg&::{ion
machining condition® —
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Continued
D q
m7 D L Iy 12 I5 h6 o)
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HE DC160-03-05.550F0- 5,55 20 66 28 36 6 S
DC160-03-05.600F0- 5.6 20 66 28 36 6 S
D, %1 DC160-03-05.700F0- 5.7 20 66 28 36 6 S
T T DC160-03-05.800F0- 58 20 66 28 36 6 S
‘7'-6‘4’ L DC160-03-05.900F0- 5.9 20 66 28 36 6 S
i B > DC160-03-06.000F0- 6 20 66 28 36 6 )
DC160-03-06.100F0- 6.1 24 79 34 36 8 S
DC160-03-06.200F0- 6.2 24 79 34 36 8 S
DC160-03-06.300F0- 6.3 24 79 34 36 8 S
DC160-03-06.400F0- 6.4 24 79 34 36 8 S
DC160-03-06.500F0- 6.5 24 79 34 36 8 S
DC160-03-06.600F0- 6.6 24 79 34 36 8 S
DC160-03-06.700F0- 6.7 24 79 34 36 8 ()
DC160-03-06.800F0- 6.8 24 79 34 36 8 S
DC160-03-06.900F0- 6.9 24 79 34 36 8 S
DC160-03-07.000F0- 7 24 79 34 36 8 S
DC160-03-07.100F0- 7.1 29 79 41 36 8 S
DC160-03-07.200F0- 7.2 29 79 41 36 8 S
DC160-03-07.300F0- 7.3 29 79 41 36 8 S
DC160-03-07.400F0- 7.4 29 79 41 36 8 S
DC160-03-07.500F0- 7.5 29 79 41 36 8 S
DC160-03-07.550F0- 7.55 29 79 41 36 8 S
DC160-03-07.600F0- 7.6 29 79 41 36 8 S
DC160-03-07.700F0- 7.7 29 79 41 36 8 S
DC160-03-07.800F0- 7.8 29 79 41 36 8 S
DC160-03-07.900F0- 7.9 29 79 41 36 8 S
DC160-03-08.000F0- 8 29 79 41 36 8 S
DC160-03-08.100F0- 81 35 89 47 40 10 S
DC160-03-08.200F0- 8.2 35 89 47 40 10 S
DC160-03-08.300F0- 8.3 35 89 47 40 10 S
DC160-03-08.400F0- 8.4 35 89 47 40 10 S
DC160-03-08.500F0- 8,5 35 89 47 40 10 S
DC160-03-08.600F0- 8,6 35 89 47 40 10 S
DC160-03-08.700F0- 8,7 35 89 47 40 10 ()
DC160-03-08.800F0- 8.8 35 89 47 40 10 S
DC160-03-08.900F0- 8,9 35 89 47 40 10 S
DC160-03-09.000F0- 9 35 89 47 40 10 S
DC160-03-09.100F0- 91 35 89 47 40 10 S
DC160-03-09.200F0- 9.2 35 89 47 40 10 S
DC160-03-09.300F0- 93 35 89 47 40 10 S
DC160-03-09.400F0- 9.4 35 89 47 40 10 S
DC160-03-09.500F0- 9,5 35 89 47 40 10 S
DC160-03-09.550F0- 9,55 35 89 47 40 10 S
DC160-03-09.600F0- 9,6 35 89 47 40 10 S
DC160-03-09.700F0- 9,7 35 89 47 40 10 S
DC160-03-09.800F0- 9.8 35 89 47 40 10 S
DC160-03-09.900F0- 9,9 35 89 47 40 10 S
DC160-03-10.000F0- 10 35 89 47 40 10 S
DC160-03-10.100F0- 10,1 40 102 55 45 12 S
DC160-03-10.200F0- 10,2 40 102 55 45 12 S
DC160-03-10.300F0- 10,3 40 102 55 45 12 S
DC160-03-10.400F0- 10,4 40 102 55 45 12 S
DC160-03-10.500F0- 10,5 40 102 55 45 12 S
DC160-03-10.600F0- 10,6 40 102 55 45 12 S
DC160-03-10.700F0- 10,7 40 102 55 45 12 S
DC160-03-10.800F0- 10,8 40 102 55 45 12 S
DC160-03-10.900F0- 109 40 102 55 45 12 S
DC160-03-11.000F0- 11 40 102 55 45 12 S
DC160-03-11.100F0- 111 40 102 55 45 12 S
DC160-03-11.200F0- 11,2 40 102 55 45 12 S
DC160-03-11.300F0- 11,3 40 102 55 45 12 S
Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET Continued

DS W/ x New addition to the product range
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Continued
De dy o
m7 D¢ Lc Iy I Ig h6 o
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HE DC160-03-11.400F0- 114 40 102 55 45 12 S
DC160-03-11.500F0- 115 40 102 55 45 12 S
D ?t DC160-03-11.550F0- 11,55 40 102 55 45 12 S
T 7 DC160-03-11.600F0- 116 40 102 55 45 12 S
‘7'{'4' L DC160-03-11.700F0- 11,7 40 102 55 45 12 S
: It > DC160-03-11.800F0- 11,8 40 102 55 45 12 S
DC160-03-11.900F0- 119 40 102 55 45 12 S
DC160-03-12.000F0- 12 40 102 55 45 12 S
DC160-03-12.100F0- 121 43 107 60 45 14 S
DC160-03-12.200F0- 122 43 107 60 45 14 S
DC160-03-12.250F0- 12,25 43 107 60 45 14 S
DC160-03-12.300F0- 123 43 107 60 45 14 S
DC160-03-12.400F0- 12,4 43 107 60 45 14 S
DC160-03-12.500F0- 125 43 107 60 45 14 S
DC160-03-12.600F0- 12,6 43 107 60 45 14 S
DC160-03-12.700F0- 12,7 1/2" 43 107 60 45 14 S
DC160-03-12.750F0- 12,75 43 107 60 45 14 S
DC160-03-12.800F0- 128 43 107 60 45 14 S
DC160-03-12.900F0- 129 43 107 60 45 14 S
DC160-03-13.000F0- 13 43 107 60 45 14 S
DC160-03-13.100F0- 131 43 107 60 45 14 S
DC160-03-13.200F0- 132 43 107 60 45 14 S
DC160-03-13.300F0- 133 43 107 60 45 14 S
DC160-03-13.400F0- 13,4 43 107 60 45 14 S
DC160-03-13.500F0- 135 43 107 60 45 14 S
DC160-03-13.600F0- 136 43 107 60 45 14 S
DC160-03-13.700F0- 137 43 107 60 45 14 S
DC160-03-13.800F0- 138 43 107 60 45 14 S
DC160-03-13.900F0- 139 43 107 60 45 14 S
DC160-03-14.000F0- 14 43 107 60 45 14 S
DC160-03-14.100F0- 14,1 45 115 65 48 16 S
DC160-03-14.200F0- 14,2 45 115 65 48 16 S
DC160-03-14.300F0- 14,3 45 115 65 48 16 S
DC160-03-14.400F0- 14,4 45 115 65 48 16 S
DC160-03-14.500F0- 145 45 115 65 48 16 S
DC160-03-14.600F0- 14,6 45 115 65 48 16 S
DC160-03-14.700F0- 14,7 45 115 65 48 16 S
DC160-03-14.750F0- 14,75 45 115 65 48 16 S
DC160-03-14.800F0- 14,8 45 115 65 48 16 S
DC160-03-15.000F0- 15 45 115 65 48 16 S
DC160-03-15.100F0- 151 45 115 65 48 16 S
DC160-03-15.200F0- 15,2 45 115 65 48 16 S
DC160-03-15.300F0- 153 45 115 65 48 16 S
DC160-03-15.500F0- 155 45 115 65 48 16 S
DC160-03-15.600F0- 15,6 45 115 65 48 16 S
DC160-03-15.700F0- 15,7 45 115 65 48 16 S
DC160-03-15.800F0- 15,8 45 115 65 48 16 S
DC160-03-15.900F0- 159 45 115 65 48 16 S
DC160-03-16.000F0- 16 45 115 65 48 16 S
DC160-03-16.100F0- 16,1 51 123 73 48 18 S
DC160-03-16.200F0- 16,2 51 123 73 48 18 S
DC160-03-16.300F0- 16,3 51 123 73 48 18 S
DC160-03-16.400F0- 16,4 51 123 73 48 18 S
DC160-03-16.500F0- 16,5 51 123 73 48 18 S
DC160-03-16.600F0- 16,6 51 123 73 48 18 S
DC160-03-16.700F0- 16,7 51 123 73 48 18 S
DC160-03-16.750F0- 16,75 51 123 73 48 18 S
Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET Continued
e0
for imar
Best tool ag;:icat?(’“
) &b o .
Good Average - Poor apg&::{ion
machining condition® —
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Continued
De dy m
m7 D¢ Le Iy 1> I5 h6 o)
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HE DC160-03-16.800F0- 16,8 51 123 73 48 18 S
DC160-03-17.000F0- 17 51 123 73 48 18 S
o %1 DC160-03-17.200F0- 17,2 51 123 73 48 18 S
T T DC160-03-17.300F0- 173 51 123 73 48 18 S
‘7'4'4’ L DC160-03-17.500F0- 17,5 51 123 73 48 18 S
i B > DC160-03-17.600F0- 17.6 51 123 73 48 18 S
DC160-03-17.700F0- 17,7 51 123 73 48 18 S
DC160-03-17.800F0- 17,8 51 123 73 48 18 S
DC160-03-18.000F0- 18 51 123 73 48 18 S
DC160-03-18.200F0- 18,2 55 131 79 50 20 S
DC160-03-18.500F0- 185 55 131 79 50 20 S
DC160-03-18.700F0- 18,7 55 131 79 50 20 S
DC160-03-18.800F0- 18,8 55 131 79 50 20 S
DC160-03-19.000F0- 19 55 131 79 50 20 S
DC160-03-19.500F0- 195 55 131 79 50 20 S
DC160-03-19.700F0- 19,7 55 131 79 50 20 S
DC160-03-19.800F0- 19,8 55 131 79 50 20 S
DC160-03-20.000F0- 20 55 131 79 50 20 S

Ordering example for the WJ30ET grade: DC160-03-03.000A0-WJ30ET

DS W/ x New addition to the product range
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TITEX

Solid carbide twist drills N p— i

DC150 Perform

on || [T
3xDe | (6537 K

140°
@ @ P M K N S H O
@ WJ30RE e® © o0 © o o o
D d &
m7 D, Lc I I Is h6 ial
Designation mm Inch/no. mm mm mm mm mm =
DIN 6535 HE, DC150-03-03.000D0- 3 14 62 20 36 6 ()
turned 180° DC150-03-03.100D0- 31 14 62 20 36 6 S
DIN 6535 HB DC150-03-03.20000- 32 14 62 20 36 6 )
¢ DC150-03-03.300D0- 33 14 62 20 36 6 ()
Dc ] di DC150-03-03.400D0- 34 14 62 20 36 6 )
TRL | ¥ DC150-03-03.500D0- 35 14 62 20 36 6 ()
‘L — DC150-03-03.600D0- 36 14 62 20 36 6 )
It DC150-03-03.700D0- 37 14 62 20 36 6 ()
DC150-03-03.800D0- 38 17 66 24 36 6 )
DC150-03-03.900D0- 39 17 66 24 36 6 ()
DC150-03-04.000D0- 4 17 66 24 36 6 )
DC150-03-04.200D0- 42 17 66 24 36 6 ()
DC150-03-04.300D0- 43 17 66 24 36 6 )
DC150-03-04.500D0- 45 17 66 24 36 6 ()
DC150-03-04.650D0- 4,65 17 66 24 36 6 ()
DC150-03-04.700D0- 47 17 66 24 36 6 ()
DC150-03-04.800D0- 48 20 66 28 36 6 ()
DC150-03-05.000D0- 5 20 66 28 36 6 ()
DC150-03-05.100D0- 51 20 66 28 36 6 ()
DC150-03-05.300D0- 53 20 66 28 36 6 ()
DC150-03-05.500D0- 55 20 66 28 36 6 ()
DC150-03-05.550D0- 5,55 20 66 28 36 6 S
DC150-03-05.600D0- 56 20 66 28 36 6 ()
DC150-03-05.800D0- 58 20 66 28 36 6 S
DC150-03-06.000D0- 6 20 66 28 36 6 ()
DC150-03-06.100D0- 6.1 24 79 34 36 8 S
DC150-03-06.200D0- 6.2 24 79 34 36 8 ()
DC150-03-06.300D0- 6.3 24 79 34 36 8 )
DC150-03-06.500D0- 6,5 24 79 34 36 8 ()
DC150-03-06.600D0- 6.6 24 79 34 36 8 S
DC150-03-06.700D0- 6.7 24 79 34 36 8 ()
DC150-03-06.800D0- 6.8 24 79 34 36 8 )
DC150-03-07.000D0- 7 24 79 34 36 8 ()
DC150-03-07.100D0- 7.1 29 79 41 36 8 )
DC150-03-07.400D0- 7.4 29 79 41 36 8 ()
DC150-03-07.500D0- 75 29 79 41 36 8 )
DC150-03-07.600D0- 76 29 79 41 36 8 ()
DC150-03-07.800D0- 78 29 79 41 36 8 )
DC150-03-08.000D0- 8 29 79 41 36 8 ()
DC150-03-08.100D0- 8.1 35 89 47 40 10 ()
DC150-03-08.200D0- 8.2 35 89 47 40 10 ()
DC150-03-08.300D0- 83 35 89 47 40 10 ()
DC150-03-08.400D0- 8.4 35 89 47 40 10 [
Ordering example for the WJ30RE grade: DC150-03-03.000D0-WJ30RE Continued
(X J
for imar
Best tool ag;:icat?(’“
& B 7.
Good Average - Poor ap:&::{ion
machining condition® —

Solid carbide drilling and reaming tools 129



—_—1 |IUJl:LTER Solid drilling

TITEX
Continued
D d &
m7 D, Lc I I I h6 i
Designation mm Inch/no. mm mm mm mm mm =
DIN 6535 HE, DC150-03-08.500D0- 8,5 35 89 47 40 10 S
turned 180° DC150-03-08.600D0- 8,6 35 89 47 40 10 S
DIN 6535 HB DC150-03-08.700D0- 8.7 35 89 47 40 10 S
4 DC150-03-08.800D0- 88 35 89 47 40 10 S
Dc d1 DC150-03-09.000D0- 9 35 89 47 40 10 )
T%L N | ¥ DC150-03-09.100D0- 91 35 89 47 40 10 S
‘I — DC150-03-09.500D0- 95 35 89 47 40 10 )
It DC150-03-09.700D0- 95 35 89 47 40 10 S
DC150-03-09.800D0- 98 35 89 47 40 10 )
DC150-03-10.000D0- 10 35 89 47 40 10 S
DC150-03-10.100D0- 10.1 40 102 55 45 12 S
DC150-03-10.200D0- 10,2 40 102 55 45 12 S
DC150-03-10.300D0- 103 40 102 55 45 12 )
DC150-03-10.400D0- 10,4 40 102 55 45 12 S
DC150-03-10.500D0- 10,5 40 102 55 45 12 S
DC150-03-10.600D0- 10,6 40 102 55 45 12 S
DC150-03-10.800D0- 108 40 102 55 45 12 )
DC150-03-10.900D0- 109 40 102 55 45 12 S
DC150-03-11.000D0- 11 40 102 55 45 12 )
DC150-03-11.100D0- 111 40 102 55 45 12 S
DC150-03-11.200D0- 11.2 40 102 55 45 12 )
DC150-03-11.300D0- 113 40 102 55 45 12 ()
DC150-03-11.500D0- 115 40 102 55 45 12 )
DC150-03-11.600D0- 116 40 102 55 45 12 S
DC150-03-11.800D0- 118 40 102 55 45 12 S
DC150-03-12.000D0- 12 40 102 55 45 12 )
DC150-03-12.200D0- 12.2 43 107 60 45 14 S
DC150-03-12.300D0- 123 43 107 60 45 14 )
DC150-03-12.500D0- 125 43 107 60 45 14 S
DC150-03-13.000D0- 13 43 107 60 45 14 )
DC150-03-13.200D0- 13.2 43 107 60 45 14 S
DC150-03-13.300D0- 13.3 43 107 60 45 14 )
DC150-03-13.400D0- 13.4 43 107 60 45 14 S
DC150-03-13.500D0- 135 43 107 60 45 14 S
DC150-03-13.600D0- 13,6 43 107 60 45 14 S
DC150-03-13.800D0- 138 43 107 60 45 14 S
DC150-03-14.000D0- 14 43 107 60 45 14 S
DC150-03-14.500D0- 14,5 45 115 65 48 16 S
DC150-03-15.000D0- 15 45 115 65 48 16 S
DC150-03-15.100D0- 15.1 45 115 65 48 16 )
DC150-03-16.000D0- 16 45 115 65 48 16 S
DC150-03-16.500D0- 16,5 51 123 73 48 18 )
DC150-03-17.000D0- 17 51 123 73 48 18 S
DC150-03-17.500D0- 17,5 51 123 73 48 18 )
DC150-03-18.000D0- 18 51 123 73 48 18 S
DC150-03-18.500D0- 18,5 55 131 79 50 20 )
DC150-03-19.000D0- 19 55 131 79 50 20 ()
DC150-03-20.000D0- 20 55 131 79 50 20 [

Ordering example for the WJ30RE grade: DC150-03-03.000D0-WJ30RE
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Solid drilling —] |IUJl:LTER

TITEX

Solid carbide micro twist drills
DB130 Advance

DIN
50 &
1899 e
WJ30UU o0 00 00 o0 o0

o

De d 3
0-0,004 Lc I I h8 i}
Designation mm mm mm mm mm =
Parallel shank DB130-05-00.100U0- 0.1 0.3 25 0.5 1 S
DB130-05-00.110U0- 0,11 0.3 25 0.5 1 S
DB130-05-00.120U0- 0,12 0,3 25 0.5 1 S
DB130-05-00.130U0- 013 0,5 25 0.8 1 S
DB130-05-00.140U0- 0,14 0,5 25 0.8 1 S
DB130-05-00.150U0- 0,15 0,5 25 0.8 1 S
DB130-05-00.160U0- 0,16 0.8 25 11 1 S
DB130-05-00.170U0- 017 0.8 25 11 1 S
DB130-05-00.180U0- 0,18 0.8 25 11 1 S
DB130-05-00.190U0- 0,19 0.8 25 11 1 S
DB130-05-00.200U0- 0.2 11 25 15 1 S
DB130-05-00.210U0- 0,21 11 25 15 1 S
DB130-05-00.220U0- 0,22 11 25 15 1 S
DB130-05-00.230U0- 0,23 11 25 15 1 S
DB130-05-00.240U0- 0,24 11 25 15 1 S
DB130-05-00.250U0- 0,25 14 25 19 1 S
DB130-05-00.260U0- 0,26 14 25 19 1 S
DB130-05-00.270U0- 0,27 14 25 19 1 S
DB130-05-00.280U0- 0,28 14 25 19 1 S
DB130-05-00.290U0- 0,29 14 25 19 1 S
DB130-05-00.300U0- 0.3 14 25 19 1 S
DB130-05-00.310U0- 0,31 18 25 2.4 1 S
DB130-05-00.320U0- 0,32 18 25 2.4 1 S
DB130-05-00.330U0- 0,33 18 25 2.4 1 S
DB130-05-00.340U0- 0,34 18 25 2.4 1 S
DB130-05-00.350U0- 0,35 18 25 2.4 1 S
DB130-05-00.360U0- 0,36 18 25 2.4 1 S
DB130-05-00.370U0- 0,37 18 25 2.4 1 S
DB130-05-00.380U0- 0,38 18 25 2.4 1 S
DB130-05-00.390U0- 0,39 2.2 25 3 1 S
DB130-05-00.400U0- 0.4 2.2 25 3 1 S
DB130-05-00.410U0- 0.41 2.2 25 3 1 S
DB130-05-00.420U0- 0,42 2.2 25 3 1 S
DB130-05-00.430U0- 0,43 2.2 25 3 1 S
DB130-05-00.440U0- 0,44 2.2 25 3 1 S
DB130-05-00.450U0- 0,45 2.2 25 3 1 S
DB130-05-00.460U0- 0,46 2.2 25 3 1 S
DB130-05-00.470U0- 0.47 2.2 25 3 1 S
DB130-05-00.480U0- 0,48 2.2 25 3 1 S
DB130-05-00.490U0- 0,49 26 25 3.4 1 S
DB130-05-00.500U0- 0,5 26 25 3.4 1 S
DB130-05-00.510U0- 0,51 26 25 3.4 1 S
DB130-05-00.520U0- 0,52 26 25 3.4 1 S
Ordering example for the WJ30UU grade: DB130-05-00.100U0-WJ30UU Continued
(X J
for imar
Best tool ag;:icat?(’“
& B 7.
Good Average - Poor ap:&::{ion
machining condition® —
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TITEX
Continued

D 4 3
0-0,004 Lc Ih I h8 e}
Designation mm mm mm mm mm =
Parallel shank DB130-05-00.530U0- 0,53 2.6 25 34 1 S
DB130-05-00.540U0- 0,54 3 25 3.9 1 S
DB130-05-00.550U0- 0,55 3 25 3.9 1 )
DB130-05-00.560U0- 0,56 3 25 3.9 1 S
DB130-05-00.570U0- 0,57 3 25 3.9 1 S
DB130-05-00.580U0- 0,58 3 25 3.9 1 S
DB130-05-00.590U0- 0,59 3 25 3.9 1 S
DB130-05-00.600U0- 0,6 3 25 3.9 1 S
DB130-05-00.610U0- 0,61 3.1 25 42 1 S
DB130-05-00.620U0- 0,62 3.1 25 42 1 S
DB130-05-00.630U0- 0,63 3.1 25 4,2 1 S
DB130-05-00.640U0- 0,64 3.1 25 42 1 S
DB130-05-00.650U0- 0,65 3.1 25 4,2 1 S
DB130-05-00.660U0- 0,66 3.1 25 42 1 S
DB130-05-00.670U0- 0,67 3.1 25 4,2 1 S
DB130-05-00.680U0- 0,68 3.6 25 48 1 S
DB130-05-00.690U0- 0,69 3.6 25 48 1 S
DB130-05-00.700U0- 0,7 3.6 25 48 1 S
DB130-05-00.710U0- 0,71 3.6 25 48 1 S
DB130-05-00.720U0- 0,72 3.6 25 48 1 S
DB130-05-00.730U0- 0,73 3.6 25 48 1 S
DB130-05-00.740U0- 0,74 3.6 25 48 1 S
DB130-05-00.750U0- 0,75 3.6 25 48 1 S
DB130-05-00.760U0- 0,76 4,1 25 53 1 )
DB130-05-00.770U0- 0,77 4,1 25 53 1 S
DB130-05-00.780U0- 0,78 4,1 25 53 1 )
DB130-05-00.790U0- 0,79 4,1 25 5.3 1 S
DB130-05-00.800U0- 0,8 4 25 5.3 15 )
DB130-05-00.810U0- 0,81 4 25 5.3 15 S
DB130-05-00.820U0- 0,82 4 25 5.3 15 )
DB130-05-00.830U0- 0,83 4 25 5.3 15 S
DB130-05-00.840U0- 0,84 4 25 5.3 15 S
DB130-05-00.850U0- 0.85 4 25 5.3 15 S
DB130-05-00.860U0- 0,86 45 25 6 15 S
DB130-05-00.870U0- 0,87 45 25 6 15 S
DB130-05-00.880U0- 0,88 45 25 6 15 S
DB130-05-00.890U0- 0,89 45 25 6 15 S
DB130-05-00.900U0- 0,9 45 25 6 15 S
DB130-05-00.910U0- 0,91 45 25 6 15 ]
DB130-05-00.920U0- 0,92 45 25 6 15 S
DB130-05-00.930U0- 0,93 45 25 6 15 )
DB130-05-00.940U0- 0,94 45 25 6 15 S
DB130-05-00.950U0- 0,95 45 25 6 15 )
DB130-05-00.960U0- 0,96 5 25 6.8 15 S
DB130-05-00.970U0- 0,97 5 25 6.8 15 S
DB130-05-00.980U0- 0,98 5 25 6.8 15 S
DB130-05-00.990U0- 0,99 5 25 6.8 15 S
DB130-05-01.000U0- 1 5 25 6.8 15 S
DB130-05-01.050U0- 1,05 5 25 6.8 15 )
DB130-05-01.100U0- 11 5 25 7.6 15 S
DB130-05-01.150U0- 1,15 5 25 7.6 15 S
DB130-05-01.200U0- 1.2 6 25 8,5 15 S
DB130-05-01.250U0- 1,25 6 25 8,5 15 )
DB130-05-01.300U0- 13 6 25 8,5 15 S
DB130-05-01.350U0- 1.35 7 25 9,5 15 ]
DB130-05-01.400U0- 14 7 25 9,5 15 S
DB130-05-01.450U0- 1,45 7 25 9,5 15 )

Ordering example for the WJ30UU grade: DB130-05-00.100U0-WJ30UU
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Solid drilling —] |IUJI:LTER

TITEX

Solid carbide twist drills _— -

DC150 Perform

on || [T
5xDc | |g537 L

140°
@ WJ30TA oo o o0 o [ ] [ J [ ]
Dc di £
m7 Dc L L I> I h6 @
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC150-05-03.000A0- 3 23 66 28 36 6 S
DC150-05-03.100A0- 31 23 66 28 36 6 S
D, %1 DC150-05-03.175A0- 3,175 1/8" 23 66 28 36 6 S
T T DC150-05-03.200A0- 3.2 23 66 28 36 6 S
RLCI L DC150-05-03.250A0- 3,25 23 66 28 36 6 S
2 I > DC150-05-03.300A0- 33 23 66 28 36 6 )
DC150-05-03.400A0- 3.4 23 66 28 36 6 S
DC150-05-03.500A0- 35 23 66 28 36 6 S
DC150-05-03.600A0- 3,6 23 66 28 36 6 S
DC150-05-03.650A0- 3,65 23 66 28 36 6 S
DC150-05-03.700A0- 37 23 66 28 36 6 S
DC150-05-03.800A0- 3.8 29 74 36 36 6 S
DC150-05-03.900A0- 39 29 74 36 36 6 S
DC150-05-03.969A0- 3,969 5/32" 29 74 36 36 6 S
DC150-05-04.000A0- 4 29 74 36 36 6 S
DC150-05-04.100A0- 4,1 29 74 36 36 6 S
DC150-05-04.200A0- 4,2 29 74 36 36 6 S
DC150-05-04.300A0- 4,3 29 74 36 36 6 S
DC150-05-04.366A0- 4,366 11/64" 29 74 36 36 6 S
DC150-05-04.400A0- 4.4 29 74 36 36 6 S
DC150-05-04.500A0- 4,5 29 74 36 36 6 S
DC150-05-04.600A0- 4,6 29 74 36 36 6 S
DC150-05-04.650A0- 4,65 29 74 36 36 6 S
DC150-05-04.700A0- 4,7 29 74 36 36 6 S
DC150-05-04.763A0- 4,763 3/16" 35 82 44 36 6 S
DC150-05-04.800A0- 4,8 35 82 44 36 6 S
DC150-05-04.900A0- 4,9 35 82 44 36 6 S
DC150-05-05.000A0- 5 35 82 44 36 6 S
DC150-05-05.100A0- 51 35 82 44 36 6 S
DC150-05-05.159A0- 5,159 13/64" 35 82 44 36 6 S
DC150-05-05.200A0- 52 35 82 44 36 6 S
DC150-05-05.300A0- 53 35 82 44 36 6 S
DC150-05-05.400A0- 5.4 35 82 44 36 6 S
DC150-05-05.500A0- 55 35 82 44 36 6 S
DC150-05-05.550A0- 555 35 82 44 36 6 S
DC150-05-05.556A0- 5,556 7/32" 35 82 44 36 6 S
DC150-05-05.600A0- 5.6 35 82 44 36 6 S
DC150-05-05.700A0- 57 35 82 44 36 6 S
DC150-05-05.800A0- 58 35 82 44 36 6 S
DC150-05-05.900A0- 59 35 82 44 36 6 S
DC150-05-05.953A0- 5,953 15/64" 35 82 44 36 6 S
DC150-05-06.000A0- 6 35 82 44 36 6 S
DC150-05-06.100A0- 6,1 43 91 53 36 8 S
Ordering example for the WJ30TA grade: DC150-05-03.000A0-WJ30TA Continued

o0
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TITEX
Continued
De q @ E
m7 D¢ Le Iy 1> I5 h6 o)
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC150-05-06.200A0- 6.2 43 91 53 36 8 S
DC150-05-06.300A0- 6.3 43 91 53 36 8 S
gc dt DC150-05-06.350A0- 6,35 1/4" 43 91 53 36 8 S
T T DC150-05-06.400A0- 6.4 43 91 53 36 8 S
‘7'{‘4’ L DC150-05-06.500A0- 6,5 43 91 53 36 8 S
i I ° DC150-05-06.600A0- 6.6 43 91 53 36 8 )
DC150-05-06.700A0- 6,7 43 91 53 36 8 S
DC150-05-06.747A0- 6,747 17/64" 43 91 53 36 8 S
DC150-05-06.800A0- 6.8 43 91 53 36 8 S
DC150-05-06.900A0- 6.9 43 91 53 36 8 S
DC150-05-07.000A0- 7 43 91 53 36 8 S
DC150-05-07.100A0- 71 43 91 53 36 8 S
DC150-05-07.144A0- 7,144 9/32" 43 91 53 36 8 S
DC150-05-07.200A0- 7.2 43 91 53 36 8 S
DC150-05-07.300A0- 7.3 43 91 53 36 8 S
DC150-05-07.400A0- 7.4 43 91 53 36 8 S
DC150-05-07.500A0- 7.5 43 91 53 36 8 S
DC150-05-07.600A0- 7.6 43 91 53 36 8 S
DC150-05-07.700A0- 7.7 43 91 53 36 8 S
DC150-05-07.800A0- 7.8 43 91 53 36 8 S
DC150-05-07.900A0- 7.9 43 91 53 36 8 S
DC150-05-07.938A0- 7,938 5/16" 43 91 53 36 8 S
DC150-05-08.000A0- 8 43 91 53 36 8 S
DC150-05-08.100A0- 81 49 103 61 40 10 S
DC150-05-08.200A0- 8,2 49 103 61 40 10 S
DC150-05-08.300A0- 83 49 103 61 40 10 S
DC150-05-08.334A0- 8,334 21/64" 49 103 61 40 10 S
DC150-05-08.400A0- 8,4 49 103 61 40 10 S
DC150-05-08.500A0- 8,5 49 103 61 40 10 S
DC150-05-08.600A0- 8,6 49 103 61 40 10 S
DC150-05-08.700A0- 8,7 49 103 61 40 10 S
DC150-05-08.731A0- 8,731 11/32" 49 103 61 40 10 S
DC150-05-08.800A0- 8.8 49 103 61 40 10 S
DC150-05-08.900A0- 8.9 49 103 61 40 10 S
DC150-05-09.000A0- 9 49 103 61 40 10 S
DC150-05-09.100A0- 91 49 103 61 40 10 S
DC150-05-09.128A0- 9,128 23/64" 49 103 61 40 10 S
DC150-05-09.200A0- 9,2 49 103 61 40 10 S
DC150-05-09.300A0- 93 49 103 61 40 10 S
DC150-05-09.400A0- 9,4 49 103 61 40 10 S
DC150-05-09.500A0- 9,5 49 103 61 40 10 S
DC150-05-09.525A0- 9,525 3/8" 49 103 61 40 10 S
DC150-05-09.600A0- 9,6 49 103 61 40 10 S
DC150-05-09.700A0- 9,7 49 103 61 40 10 S
DC150-05-09.800A0- 9,8 49 103 61 40 10 S
DC150-05-09.900A0- 9,9 49 103 61 40 10 S
DC150-05-09.922A0- 9,922 25/64" 49 103 61 40 10 S
DC150-05-10.000A0- 10 49 103 61 40 10 S
DC150-05-10.100A0- 10,1 56 118 71 45 12 S
DC150-05-10.200A0- 10,2 56 118 71 45 12 S
DC150-05-10.300A0- 10,3 56 118 71 45 12 S
DC150-05-10.319A0- 10,319 13/32" 56 118 71 45 12 S
DC150-05-10.400A0- 10,4 56 118 71 45 12 S
DC150-05-10.500A0- 10,5 56 118 71 45 12 S
DC150-05-10.600A0- 10,6 56 118 71 45 12 S
DC150-05-10.700A0- 10,7 56 118 71 45 12 S
DC150-05-10.716A0- 10,716 27/64" 56 118 71 45 12 S
DC150-05-10.800A0- 10,8 56 118 71 45 12 S
DC150-05-11.000A0- 11 56 118 71 45 12 S
DC150-05-11.113A0- 11,113 7/16" 56 118 71 45 12 S
DC150-05-11.200A0- 11,2 56 118 71 45 12 S
Ordering example for the WJ30TA grade: DC150-05-03.000A0-WJ30TA Continued

DS W/ x New addition to the product range
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Solid drilling

Continued

wALTER

TITEX

De q B
m7 D¢ Lc Iy I Ig h6 o
Designation mm Inch/no. mm mm mm mm mm =
Shank DIN 6535 HA DC150-05-11.500A0- 115 56 118 71 45 12 S
DC150-05-11.800A0- 118 56 118 71 45 12 S
gc Tt DC150-05-11.906A0- 11,906 15/32* 56 118 71 45 12 S
T T DC150-05-12.000A0- 12 56 118 71 45 12 S
RLCI L DC150-05-12.200A0- 12,2 60 124 77 45 14 S
2 I ° DC150-05-12.300A0- 12,3 60 124 77 45 14 S
DC150-05-12.400A0- 12,4 60 124 77 45 14 S
DC150-05-12.500A0- 125 60 124 77 45 14 S
DC150-05-12.600A0- 12,6 60 124 77 45 14 S
DC150-05-12.700A0- 12,7 172" 60 124 77 45 14 S
DC150-05-13.000A0- 13 60 124 77 45 14 S
DC150-05-13.200A0- 13,2 60 124 77 45 14 S
DC150-05-13.494A0- 13,494 17/32* 60 124 77 45 14 S
DC150-05-13.500A0- 135 60 124 77 45 14 S
DC150-05-13.800A0- 138 60 124 77 45 14 S
DC150-05-14.000A0- 14 60 124 77 45 14 S
DC150-05-14.200A0- 14,2 63 133 83 48 16 S
DC150-05-14.288A0- 14,288 9/16" 63 133 83 48 16 S
DC150-05-14.500A0- 145 63 133 83 48 16 S
DC150-05-15.000A0- 15 63 133 83 48 16 S
DC150-05-15.500A0- 155 63 133 83 48 16 S
DC150-05-15.800A0- 158 63 133 83 48 16 S
DC150-05-16.000A0- 16 63 133 83 48 16 S
DC150-05-16.500A0- 16,5 71 143 93 48 18 S
DC150-05-17.000A0- 17 71 143 93 48 18 S
DC150-05-17.500A0- 175 71 143 93 48 18 S
DC150-05-18.000A0- 18 71 143 93 48 18 S
DC150-05-19.000A0- 19 77 153 101 50 20 S
DC150-05-19.500A0- 195 77 153 101 50 20 S
DC150-05-20.000A0- 20 77 153 101 50 20 S

Ordering example for the WJ30TA grade: DC150-05-03.000A0-WJ30TA

Y
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—_— |IwnLTER Solid drilling

Drill inserts 140° 1y’
P6001 / P6003 / P6004 / P6005 oeont i s i+
P6003 T

Drill inserts

9 P6001 | P6003 | P6003 | P6005 | P6004 | P6003
“§ § P P M K N S
g Dc HC HC HC HC HC
. ) E g Dc | Inch/ Sgat d; s
Designation Z 0| mm no. size | mm | mm | WPP45C | WMP35 | WMP35 | WKK45C | WNN25 | WMP35
P6001 P60..-D12,00R 2 12 A 3 3.6 S = S = S S
P60.-D12,10R 2 12,1 A 3 3,6 S = S = S
P60..-D12,20R 2 12,2 A 3 3.6 ) =N S = S
P60..-D12,30R 2 12,3 A 3 3,6 S = S = S
P60..-D12,40R 2 12,4 A 3 3,6 S = S = S
P60..-D12,50R 2 125 A 3 36 S = S = S S
P60..-D12,60R 2 12,6 A 3 3,6 S = S = S
P60..-D12,70R 2 127 | 1/2" A 3 3,6 S = S = S
P60..-D12,80R 2 12,8 A 3 3,6 S 3 S = S
P60..-D12,90R 2 12,9 A 3 3,6 ) = S = S
P60..-D12.95R 2 |1295 A 3 36 S = S = S
P60..-D13,00R 2 13 A 3 3,6 S = S = S S
PE004 P60.-D13,10R 2 131 A 3 36 =
P60.-D13,11R 2 1311 A 3 3,6 S 3 S = S
P60..-D13,20R 2 13,2 A 3 3,6 ) = S = S
P60..-D13.25R 2 |1325 A 3 36 S = S = S
P60..-D13,30R 2 13,3 A 3 3,6 S = S = S
P60..-D13,40R 2 13.4 A 3 3.6 ) = S = S
PE00S P60.-D13,49R 2 | 13.49 A 3 36 =
P60..-D13,50R 2 13,5 A 3 3,6 ) = S = S S
P60..-D13,60R 2 13,6 A 3 36 S = S = S
P60..-D13,70R 2 13,7 A 3 3,6 S = S = S
P60..-D13,80R 2 13,8 A 3 3,6 () = S = S
P60..-D13,89R 2 | 1389 |35/64"| A 3 36 S = S = S
P60.-D13,90R 2 139 A 3 36 =
P60..-D14,00R 2 14 B 3 4 S = S = S S
P60..-D14,10R 2 14,1 B 3 4 S 3 S = S
P60..-D14,20R 2 14,2 B 3 4 () = S = ")
P60..-D14,29R 2 | 1429 B 3 4 =
P60..-D14,30R 2 14,3 B 3 4 S = S = S
P60..-D14,40R 2 14,4 B 3 4 () = S = S
P60..-D14,50R 2 14,5 B 3 4 S = S = S S
P60..-D14,60R 2 14,6 B 3 4 () = S = S
P60..-D14,68R 2 | 1468 B 3 4 S = S = S
P60.-D14,70R 2 147 B 3 4 =
P60..-D14,80R 2 14,8 B 3 4 () = S = ) )
P60..-D14,90R 2 14,9 B 3 4 S = S = S
P60..-D15,00R 2 15 B 3 4 S = S = S S
P60..-D15,08R 2 | 1508 B 3 4 =
P60..-D15,09R 2 | 1509 B 3 4 ) = S = S
P60.-D15,10R 2 151 B 3 4 =
P60..-D15,20R 2 15,2 B 3 4 S 3 S = S
P60..-D15,30R 2 153 B 3 4 S = S = S
Ordering example: P60.. -D13.00R is available as HC = Coated carbide

P6003 in the WMP35 grade (ISO P, ISO M and ISO S): P6003-D13.00R WMP35 or as
P6001 in the WPP45C grade (ISO P): P6001-D13.00R WPP45C
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Solid drilling —] |IUJl:l_TEF!

Drill inserts 140° 140
P6001 / P6003 / P6004 / P6005 osont o s E
P6003 KX T

¥ ¥
X T

Drill inserts

N P6001 | P6003 | P6003 | P6005 | P6004 | P6003
[<}]
“E § P P M K N S
g Dc HC HC HC HC HC
) ) E g D. | Inch/ St_eat d; s
Designation Z 0| mm no. size | mm | mm | WPP45C | WMP35 | WMP35 | WKK45C | WNN25 | WMP35
P6001 P60.-D15,40R 2 | 154 B 3 4 ) = S 8 ()
P60.-D15,47R 2 | 1547 B 3 4 S = S = (]
P60.-D15,48R 2 | 1548 B 3 4 =
P60..-D15,50R 2 | 155 B 3 4 S = & = ("] ("]
P60.-D15,60R 2 156 B 3 4 S = S = S
P60.-D15,70R 2 | 157 B 3 4 @ E &S L3 ()
P60.-D15,80R 2 15.8 B 3 4 S = S = (]
P60.-D15,87R 2 | 1587 B 3 4 ) = S = ()
P60..-D15,88R 2 | 1588 B 3 4 &
P60..-D15,90R 2 | 159 B 3 4 =
P60..-D16,00R 2 16 C 4 45 (-] ) S £ S S
P60.-D16,13R 2 |1613 C 4 45 S = S = ("]
P6004 P60..-D16.26R 2 | 1626 c b | 45 S 2] S & ()
P60..-D16,27R 2 | 1627 C 4 45 =
P60.-D16,43R 2 | 1643 C 4 4,5 () = S = S
P60.-D16,50R 2 | 165 c 4 45 ") = S = ("] ()
P60..-D16,66R 2 | 1666 C 4 45 S = & = ("] (]
P60.-D16,67R 2 | 1667 C 4 45 =
PE005 P60.-D16,70R 2 16.7 C 4 45 S = S = ("]
P60..-D16,80R 2 | 168 C 4 45 =
P60.-D17,00R 2 17 C 4 45 ") ) S 3 () ()
P60.-D17,07R 2 | 1707 C 4 45 S = S 3 ("]
P60.-D17.20R 2 17.2 C 4 4,5 S = S = ()
P60.-D17.45R 2 | 1745 C 4 45 S = S = S
P60..-D17.46R 2 | 17.46 C 4 45 Y
P60.-D17,50R 2 | 175 C 4 45 ") = S = () ()
P60..-D17,70R 2 | 177 C 4 45 S =® & = ("] ("]
P60..-D17.80R 2 | 178 C 4 45 =
P60.-D17,86R 2 | 17.86 |45/64"| C 4 45 S = S = ()
P60..-D18,00R 2 18 D 4 5 S = S 3 (] (]
P60.-D18,24R 2 | 1824 D 4 5 ) = S = ()
P60..-D18,26R 2 | 1826 D 4 5 3
P60..-D18,50R 2 | 185 D 4 5 S = S = S (]
P60..-D18,65R 2 | 1865 D 4 5 (") ) S = ] S
P60.-D18,70R 2 187 D 4 5 S = S = ("]
P60.-D18,80R 2 188 D 4 5 ) ) S = ()
P60..-D19,00R 2 19 D 4 5 S = & = ("] ("]
P60.-D19,05R 2 11905 | 374" D 4 5 S = S = S
P60.-D19,20R 2 19,2 D 4 5 S = S = ()
Ordering example: P60.. -D13.00R is available as HC = Coated carbide

P6003 in the WMP35 grade (ISO P, ISO M and ISO S): P6003-D13.00R WMP35 or as
P6001 in the WPP45C grade (ISO P): P6001-D13.00R WPP45C

Optimum indexable insert for

o © B

or
Good Average ke
onditions

mach’l“ing c
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—_— |IwnLTER Solid drilling

Drill inserts 140° 1y’
P6001 / P6003 / P6004 / P6005 oeont i s i+
P6003 T

Drill inserts

9 P6001 | P6003 | P6003 | P6005 | P6004 | P6003
“§ § P P M K N 5
g Dc HC HC HC HC HC
. ) E g Dc | Inch/ Sgat d; s

Designation Z 0| mm no. size | mm | mm | WPP45C | WMP35 | WMP35 | WKK45C | WNN25 | WMP35

P6001 P60..-D19,25R 2 |1925 D 4 5 ) = S = S
P60.-D19,30R 2 193 D 4 5 S = S = S
P60.-D19.43R 2 | 1943 D 4 5 S = S ) S
P60.-D19.45R 2 | 19.45 D 4 5 =
P60.-D19,50R 2 195 D 4 5 S = S = S S
P60.-D19,60R 2 196 D 4 5 S = S = S
P60..-D19,70R 2 | 197 D 4 5 S = S ® ] ()
P60..-D19,80R 2 198 D 4 5 =
P60..-D19,84R 2 | 1984 D 4 5 S = S n S )
P60..-D20,00R 2 20 E 5 55 S = S = ] S
P60..-D20,20R 2 20,2 E 5 55 S = S = S
P60..-D20,24R 2 | 20,24 |51/64"| E 5 5,5 S = S = S

PE004 P60..-D20,50R 2 | 205 E 5 55 () ) S = () ()
P60..-D20,62R 2 | 2062 E 5 5,5 S 3 S = S
P60.-D20,64R 2 | 2064 E 5 55 =
P60..-D20,70R 2 20,7 E 5 55 S = S = S
P60..-D21,00R 2 21 E 5 55 S = S = S ()
P60.-D21.41R 2 | 214 E 5 5,5 ) = S = S

PE005 P60.-D21.43R 2 | 2143 E 5 55 =
P60..-D21,50R 2 215 E 5 55 S = S = S S
P60.-D21,70R 2 217 E 5 55 S = S = S S
P60.-D21,83R 2 | 2183 E 5 5,5 S = S = S
P60..-D22,00R 2 22 F 5 6 ") = S = S ]
P60..-D22.22R 2 | 2222 F 5 6 S = S = S
P60.-D22.23R 2 | 2223 F 5 6 =
P60..-D22.42R 2 | 2242 F 5 6 S = S = S
P60.-D22.47R 2 | 2247 F 5 6 S = S = S
P60..-D22,50R 2 | 225 F 5 6 ) = S = S S
P60..-D22,62R 2 | 2262 F 5 6 S = S = S
P60.-D22,70R 2 22,7 F 5 6 S = S = S
P60..-D22,77R 2 | 2277 F 5 6 S = S = S
P60..-D23,00R 2 23 F 5 6 S = S = S S
P60.-D23,02R 2 | 2302 F 5 6 =
P60.-D23,39R 2 | 2339 F 5 6 S = S = S
P60..-D23,50R 2 | 235 F 5 6 S = S n ] ()
P60.-D23,70R 2 237 F 5 6 S = S = ()
P60.-D23,80R 2 | 238 F 5 6 S o S ] ()
P60.-D2381R 2 | 2381 F 5 6 =
P60..-D24,00R 2 24 G 5 6.5 S = S = S S
P60..-D24,21R 2 | 2421 |61/64"| G 5 6,5 ) = S = S
P60..-D24,50R 2 24,5 G 5 6.5 S = S = S S
P60..-D24,59R 2 | 2459 G 5 6,5 S 3 S = S
P60.-D24,61R 2 | 2461 G 5 6.5 =

Ordering example: P60.. -D13.00R is available as HC = Coated carbide

P6003 in the WMP35 grade (ISO P, ISO M and ISO S): P6003-D13.00R WMP35 or as
P6001 in the WPP45C grade (ISO P): P6001-D13.00R WPP45C
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Solid drilling

Drill inserts

140°

— |IUJl=II_TEI=!

140°

P6001 / P6003 / P6004 / P6005 po001 - e i
P00 N N
De— i De— i
(e >'en 1
[
Drill inserts
" P6001 | P6003 | P6003 | P6005 | P6004 | P6003
[<}]
“E ﬁ’ P P M K N S
g Dc HC HC HC HC HC
) ) E g D. | Inch/ St_eat d; s
Designation Z 0| mm no. size | mm | mm | WPP45C | WMP35 | WMP35 | WKK45C | WNN25 | WMP35
P6001 P60..-D24,70R 2 24,7 G 5 6,5 () = S = S
P60..-D25,00R 2 25 G 5 6.5 S = S = S S
P60..-D25,25R 2 | 2525 G 5 6,5 S = S 3 S
P60..-D25,40R 2 254 | 1" G 5 6,5 S 3 S = S
P60..-D25,50R 2 | 255 G 5 6.5 S = S = S ()
P60.-D25,65R 2 | 2565 G 5 6.5 ) = S = S
P60..-D25,70R 2 25.7 G 5 6,5 () = S = ()
P60..-D25,80R 2 258 G 5 6,5 (-] = S = (-]
P60..-D26,00R 2 26 H 6 7.1 S = S = ("] ()
P60..-D26,25R 2 | 2625 H 6 7.1 S = S = ()
P60.-D26,50R 2 | 265 H 6 7.1 S = S = S S
P60..-D26,59R 2 | 2659 |13/64"| H 6 7.1 () = S = S
P6004 P60..-D27,00R 2 27 H 6 71 () ) S = () ()
P60..-D27.38R 2 | 27.38 H 6 7.1 S 3 S = ()
P60..-D27,50R 2 | 275 H 6 7.1 S = S = (] ()
P60..-D27,78R 2 | 2778 H 6 7.1 S = S = S
P60..-D28,00R 2 28 J 6 7.7 S = S = S S
P60.-D28,17R 2 | 2817 J 6 7.7 S = S 3 S
PE00S P60..-D28,50R 2 28,5 J 6 7.7 S = S = S S
P60..-D28,57R 2 | 2857 J 6 7.7 () = S = ()
P60..-D29,00R 2 29 J 6 7.7 ) ) S £ ] S
P60..-D29,37R 2 | 2937 J 6 7.7 S s S = S
P60..-D29,50R 2 29,5 J 6 7.7 S = S = S S
P60.-D29,77R 2 2977 J 6 7.7 S = S = S
P60..-D30,00R 2 30 K 6 8 S = S = (] ("]
P60.-D30,15R 2 |3015 K 6 8 ) = S = S
P60..-D30,50R 2 30,5 K 6 8 S = S = S S
P60..-D31,00R 2 31 K 6 8 S = S = (] (]
P60..-D31,50R 2 | 315 K 6 8 ") ) S = () ()
P60.-D31,75R 2 3175 |11/4"| K 6 8 () = S = ()
P60.-D31,99R 2 ]3199 K 6 8 S = S 3 S
P60..-D32,00R 2 32 L 6 8,3 () 3 S = ()
P60.-D32,10R 2 321 L 6 8.3 () = S = ()
P60..-D33,00R 2 33 L 6 83 S = S = S
P60..-D34,00R 2 34 M 6 86 S = S = S
P60..-D35,00R 2 35 M 6 8,6 S = S o3 S
P60..-D36,00R 2 36 N 6 8.9 () 3 S = S
P60..-D37,00R 2 37 N 6 8.9 S = S = S
P60.-D37.99R 2 ]37.99 N 6 8.9 S = S = ()
Ordering example: P60.. -D13.00R is available as HC = Coated carbide

P6003 in the WMP35 grade (ISO P, ISO M and ISO S): P6003-D13.00R WMP35 or as
P6001 in the WPP45C grade (ISO P): P6001-D13.00R WPP45C

Optimum indexable insert for

or
Good Average Po
machining conditions
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—_— |IwnLTER Solid drilling

Square
P284..

Indexable inserts

P M K N 5
g HC HC HC HC HC
°E 22 )w8lale8clulglalel | lal8ls
a £ N MY XTSI =N T (oo 2T
ES | 1| s AR EREEEEREEEEEEE
Designation Z 0 mm mm a € A A A A
P2840S-1N-A57 4 6,35 2,38 14° 90° BB VW B OHWS S
P2840S-2N-A57 4 7.8 3,18 14° 90° BB VW B OHWS SN
- P2840S-3N-A57 4 9,52 3,97 11° % BB WV B OB S S
P2840S-4N-A57 4 11 3,97 11° % HW WW B OB SW S
P2840S-5N-A57 4 127 4,76 11° % HW WR N8 &[N S
P2840S-6N-A57 4 15 4,76 11° 96° = =
P2840S-7N-A57 4 17,6 5,56 11° 96° = =

P2840S-1N-E67 4 6,35 2.38 14° 90° ™ O W B/ 0N W/W/W/ W
P2840S-2N-E67 4 7.8 3,18 14° 90° N [/ B 0o s N
e P2840S-3N-E67 4 952 | 397 11° 96° B BB BN BV BB B
P2840S-4N-E67 4 11 3,97 11° 96° 0N /W OB 0" NN
P2840S-5N-E67 4 12,7 4,76 11° 96° N /S B 0o NS

P2840S-6N-E67 4 15 4,76 11° 96° ol |8 = 0 A BSs O B

P2840S-7N-E67 4 17.6 5,56 11° 96° 0ol O|Ss = o O Bs (B
P2841S-1N-A57 4 6,35 2,38 14° 0 SSH W SB BB S
P28415-2N-A57 4 7.8 3,18 14° 0 DS VE SN OB I
P28415-3N-A57 4 9,52 3,97 11° % S VB SB BB S
P2841S-4N-A57 4 11 3,97 11° % DS BB SN B/ I
P28415-5N-A57 4 12,7 476 11° % @SB W DB S W™ S B
P28415-6N-A57 4 15 4,76 11° % | S = B O®W® .
P2841S-7N-A57 4 17.6 5,56 11° % | S = o OB =
P2841S-1N-E57 4 6,35 2.38 14° 0° DB WE O(W/W W B ®
P28415-2N-E57 4 7.8 318 14° 0 @SB |(WH B S 3R
P2841S-3N-E57 4 9,52 3,97 11° % DB WE (/N B B .
P28415-4N-E57 4 11 3,97 11° % DB WH BN BN =N
P28415-5N-E57 4 127 4,76 11° % B WH BN B/ o
P2841S-6N-E57 4 15 4,76 11° 96° S = = 0ns =
P2841S-7N-E57 4 17.6 5,56 11° 96° S = = = =
P2841S-1N-E67 4 6.35 2.38 14° 90° S (WE B/ 0o s o
P2841S-2N-E67 4 7.8 3,18 14° 90° S BW® (W 0 0
P28415-3N-E67 4 9,52 3,97 11° 96° S VW (B 0o =
P2841S-4N-E67 4 11 3,97 11° 96° S B/W® B 0o =N
P2841S-5N-E67 4 12,7 4,76 11° 96° S (BB BN 0o o
P2841S-6N-E67 4 15 4,76 11° 96° S 3 = =ns =
P2841S-7N-E67 4 17,6 5,56 11° 96° S = = 0o =

HC = Coated carbide

Optimum indexable insert for

o © 8

or
Good Average P

machining conditions
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Solid drilling —] |IUJI:l_TER

Designation key for Walter drilling tools with indexable inserts

D4 140 - 03 - 12.00 F16 — A
(]
1 2 3 4 5 6 7 8 9
1 2 3 4 5
Tool group Generation Tool type Tool type 1. Delimiters
D Drilling 1 Cylindrical drill 20 Indexable insert drill —  Metric
with square indexable
insert . Inch
5  Chamfering tool
40 Indexable insert drill

with P600x indexable
insert

80 Compact chamfering

tool
6 7 8 9
Drilling depth/ Cutting diameter/clamping diameter Shank type and size, Insert size/
chamfer angle of the chamfering tool cylindrical interface size
02 2xD. F16 16mm
03 3xD. F20 20mm
04  4xDc F25 25mm
05 5xDc F32 32mm
07 7xDc F40 40mm
10 10xDc Al2 12mm
45  45° chamfer angle Al16 16mm
A20 20mm
A25 25mm
Al3 0.500inch
Al15 0625inch
Al19 0.750 inch
A26 1.000inch

Drilling/chamfering tools 141



—_— |IwnLTER Solid drilling

Exchangeable Insert drills

D4140 [ mm |

3xDc¢ =2
140°
@ @ P M K N S H 0
@ D4140 o0 00 00 o0 o0

TOOI Dc Lc I I5 dg ds in:i“:).(:tf)le Seat
Designation mm mm mm mm mm mm inserts  size Type

Parallel shank with flat D4140-03-12.00F16-A 12 36 68 48 16 20 021 1 A P600.-D12, ..
D4140-03-13.00F16-A 13 41 72 48 16 20 022 1 A P600.-D13, ..
D4140-03-14.00F16-B 14 45 76 48 16 20 015 1 B P600 . -D14, ..
D4140-03-15.00F16-B 15 48 80 48 16 20 0,16 1 B P600 . -D15, ..
D4140-03-16.00F20-C 16 51 84 50 20 25 0.25 1 C P600 . -D16, ..
D4140-03-17.00F20-C 17 54 88 50 20 25 027 1 C P600.-D17, ..
D4140-03-18.00F20-D 18 57 92 50 20 25 0.25 1 D P600 . -D18, ..
D4140-03-19.00F20-D 19 61 96 50 20 25 0.26 1 D P600 . -D19, ..
D4140-03-20.00F20-E 20 64 100 50 20 25 0.28 1 E P600 . -D20, ..
D4140-03-21.00F20-E 21 67 104 50 20 25 03 1 E P600.-D21, ..
D4140-03-22.00F25-F 22 70 109 56 25 32 0,48 1 F P600 . -D22, ..
D4140-03-23.00F25-F 23 73 113 56 25 32 0,50 1 F P600 . -D23, ..
D4140-03-24.00F25-G 24 76 117 56 25 32 0,52 1 G P600 . -D24, ..
D4140-03-25.00F25-G 25 80 121 56 25 32 0,50 1 G P600 . -D25, ..
D4140-03-26.00F25-H 26 83 125 56 25 32 0,57 1 H P600 . -D26, ..
D4140-03-27.00F25-H 27 86 129 56 25 32 0,63 1 H P600 . -D27, ..
D4140-03-28.00F32-J 28 89 134 60 32 40 0.86 1 J P600 . -D28, ..
D4140-03-29.00F32-J 29 92 138 60 32 40 0.89 1 J P600 . -D29, ..
D4140-03-30.00F32-K 30 95 142 60 32 40 0,95 1 K P600 . -D30, ..
D4140-03-31.00F32-K 31 99 146 60 32 40 1,01 1 K P600.-D31, ..

Bodies and assembly parts are included in the scope of delivery.
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Solid drilling
Assembly
parts D¢ [mm] 12-13 14-15 16-17 18-19 20-21 22-23 24-25 26-27 28-31
= Clamping screw FS1396 FS1397 FS1398 FS1399 FS1400 FS1401 FS1402 FS1403 FS1404
i| |=|=| for drill insert (Torx 71P) (Torx 8IP) (Torx 8IP) | (Torx 15IP) | (Torx 20IP) | (Torx 20IP) | (Torx 20IP) | (Torx 25IP) | (Torx 25IP)
‘ Tightening torque 1.2 Nm 2.0 Nm 2.0 Nm 4.0 Nm 5.0 Nm 5.0 Nm 5.0 Nm 55Nm 55Nm
Accessories
D¢ [mm] 12-13 14-17 18-19 20-25 26-31
Torque T-handle FS2041
Tightening torque 4.5-14 Nm
@] Torque screwdriver, analogue FS2001 FS2003 FS2003 FS2003
Tightening torque 0.4-1.2 Nm 1.5-5.0 Nm 1.5-5.0 Nm 1.5-5.0 Nm
— -y Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2014 (Torx 15IP) | FS2015 (Torx 20IP) | FS2049 (Torx 25IP)
@:— Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1487 (Torx 251P)
Drill inserts
P M|K|N|S
HC |HC|HC|HC|HC
o Q
R EIEEE
Dc gS|5 €2 s
Designation mm Seat size A
7 P6001-D.. 12-31.99 A-K S
l P6003-D.. 12-31,99 A-K oS S
P6004-D.. 12-315 A-K @
P6005-D.. 12-31,99 A-K =
HC = Coated carbide
i kpiece imary
ey of maching, wor! Priman
Staatr’\“d‘tcylamping arrangement application
Moderate application
Very good  Go°d

Drilling tools with indexable inserts
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Exchangeable Insert drills

D4140

3xDc¢ =2
140°
@ @ P M K N S H 0
@ D4140 o0 00 o0 o0 o0

TOOI D¢ L Iy I5 dp dg in:‘i‘:).(:ttle
Designation Inch Inch Inch Inch Inch Inch inserts Type

Parallel shank with flat * D4140.03-12,00F15-A 0472 | 1496 | 2,677 | 1890 | 0625 | 0787 0,40 1 P600.-D12, ..
* D4140.03-13,00F15-A 0512 | 1614 | 2,834 | 1890 | 0625 | 0,787 0,42 1 P600.-D13, ..
* D4140.03-14,00F15-B 0551 | 1772 | 2,992 | 1890 | 0625 | 0,787 0.44 1 P600 . -D14, ..
* D4140.03-15,00F15-B 0591 | 1,890 | 3,149 | 1,890 | 0625 | 0,787 0,46 1 P600 . -D15, ..
* D4140.03-16,00F19-C 0,630 | 2,008 | 3,307 | 2,031 | 0,750 | 0,984 0,49 1 P600 . -D16, ..
* D4140.03-17,00F19-C 0,669 | 2126 | 3,465 | 2,031 | 0750 | 0,984 0,51 1 P600.-D17, ..
* D4140.03-18,00F19-D 0,709 | 2244 | 3,622 | 2031 | 0750 | 0,984 0,55 1 P600 . -D18, ..
* D4140.03-19,00F19-D 0,748 | 2362 | 3,779 | 2,031 | 07750 | 0,984 0,60 1 P600 . -D19, ..
* D4140.03-20,00F19-E 0,787 | 2520 | 3937 | 2,031 | 0,750 | 0984 0,64 1 P600 . -D20, ..
* D4140.03-21,00F19-E 0827 | 2638 | 4,094 | 2031 | 0750 | 0,984 0,68 1 P600.-D21, ..
* D4140.03-22,00F26-F 0866 | 2756 | 4,291 | 2281 | 1,000 | 1,260 133 1 P600 . -D22, ..
* D4140.03-23,00F26-F 0906 | 2874 | 4,449 | 2281 | 1,000 | 1,260 1,10 1 P600.-D23, ..
* D4140.03-24,00F26-G 0945 | 2992 | 4607 | 2281 | 1,000 | 1,260 112 1 P600 . -D24, ..
* D4140.03-25,00F26-G 0984 | 3,150 | 4764 | 2,281 | 1,000 | 1,260 1,24 1 P600 . -D25, ..
* D4140.03-26,00F26-H 1024 | 3,268 | 4921 | 2281 | 1,000 | 1260 1,26 1 P600 . -D26, ..
* D4140.03-27,00F26-H 1,063 | 3,386 | 5078 | 2281 | 1,000 | 1260 132 1 P600 . -D27, ..
* D4140.03-28,00F31-J 1,102 | 3,504 | 5276 | 2281 | 1250 | 1575 1,76 1 P600 . -D28, ..
* D4140.03-29,00F31-J 1142 | 3,622 | 5433 | 2281 | 1,250 | 1575 1,85 1 P600 . -D29, ..
* D4140.03-30,00F31-K 1,181 | 3,740 | 5591 | 2281 | 1,250 | 1575 194 1 P600 . -D30, ..
* D4140.03-31,00F31-K 1220 | 3,898 | 5748 | 2281 | 1250 | 1575 2,05 1 P600.-D31, ..

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Solid drilling
Assembly 1102
parts D¢ [Inch] 0,472-0,5120,551-0,5910,630-0,6690,709-0,748 0,787-0,827 0,866-0,906 0,945-0,984 1,024-1,063 1,220
= Clamping screw FS1396 FS1397 FS1398 FS1399 FS1400 FS1401 FS1402 FS1403 FS1404
i| |=|=| for drill insert (Torx 71P) (Torx 8IP) (Torx 8IP) | (Torx 15IP) | (Torx 20IP) | (Torx 20IP) | (Torx 20IP) | (Torx 25IP) | (Torx 25IP)
- Tightening torque 12 Nm 2,0 Nm 2,0 Nm 4,0 Nm 50Nm 5,0 Nm 5,0Nm 55Nm 55Nm
Accessories
D¢ [Inch] 0,472-0,512 0,551-0,669 0,709-0,748 0,787-0,984 1,024-1,220
Torque T-handle FS2042
Tightening torque 4.5-14 Nm
@] Torque screwdriver, analogue FS2002 FS2002 FS2002 FS2002
Tightening torque 0.4-1.2 Nm 0.4-1.2 Nm 0.4-1.2Nm 0.4-1.2Nm
— -y Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2014 (Torx 15IP) | FS2015 (Torx 20IP) | FS2049 (Torx 25IP)
@=‘ Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1487 (Torx 251P)
Drill inserts
P M|K|N|S
HC |HC|HC|HC|HC
o Q
SRR
Dc gls3 €z 3
Designation mm Seat size A
7 P6001-D.. 12-31.99 A-K S
l ﬁ P6003-D.. 12-31,99 A-K oS S
P6004-D.. 12-315 A-K @
P6005-D.. 12-31,99 A-K =
HC = Coated carbide
)
i kpiece imary
“ity of machine, wor Priman
Staatr’\“d‘tcylamping arrangement application
°
Other.
Moderate application
Very good  Go°d
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Exchangeable Insert drills

D4140 [ mm |

—
5xDc Z=2
140°
@ @ P M K N S H 0
@ D4140 o0 0060 00 o0 o

TOOI Dc Lc I I5 dg ds in:i“:).(:tf)le Seat
Designation mm mm mm mm mm mm inserts  size Type

Parallel shank with flat D4140-05-12.00F16-A 12 62 92 48 16 20 022 1 A P600.-D12, ..
D4140-05-13.00F16-A 13 67 98 48 16 20 023 1 A P600.-D13, ..
D4140-05-14.00F16-B 14 73 104 48 16 20 0.25 1 B P600 . -D14, ..
D4140-05-15.00F16-B 15 78 110 48 16 20 0.26 1 B P600 . -D15, ..
D4140-05-16.00F20-C 16 83 116 50 20 25 0.28 1 C P600 . -D16, ..
D4140-05-17.00F20-C 17 88 122 50 20 25 0,30 1 C P600.-D17, ..
D4140-05-18.00F20-D 18 93 128 50 20 25 0,32 1 D P600 . -D18, ..
D4140-05-19.00F20-D 19 98 134 50 20 25 0.34 1 D P600 . -D19, ..
D4140-05-20.00F20-E 20 104 140 50 20 25 0,36 1 E P600 . -D20, ..
D4140-05-21.00F20-E 21 109 146 50 20 25 0,39 1 E P600.-D21, ..
D4140-05-22.00F25-F 22 114 153 56 25 32 0,60 1 F P600 . -D22, ..
D4140-05-23.00F25-F 23 119 159 56 25 32 0,61 1 F P600 . -D23, ..
D4140-05-24.00F25-G 24 124 165 56 25 32 0,64 1 G P600 . -D24, ..
D4140-05-25.00F25-G 25 130 171 56 25 32 0,66 1 G P600 . -D25, ..
D4140-05-26.00F25-H 26 135 177 56 25 32 0,72 1 H P600 . -D26, ..
D4140-05-27.00F25-H 27 140 183 56 25 32 0,77 1 H P600 . -D27, ..
D4140-05-28.00F32-J 28 145 190 60 32 40 1,04 1 J P600 . -D28, ..
D4140-05-29.00F32-J 29 150 196 60 32 40 1,08 1 J P600 . -D29, ..
D4140-05-30.00F32-K 30 155 202 60 32 40 1,16 1 K P600 . -D30, ..
D4140-05-31.00F32-K 31 161 208 60 32 40 121 1 K P600.-D31, ..

Bodies and assembly parts are included in the scope of delivery.
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Solid drilling
Assembly
parts D¢ [mm] 12-13 14-15 16-17 18-19 20-21 22-23 24-25 26-27 28-31
= Clamping screw FS1396 FS1397 FS1398 FS1399 FS1400 FS1401 FS1402 FS1403 FS1404
i| |=|=| for drill insert (Torx 71P) (Torx 8IP) (Torx 8IP) | (Torx 15IP) | (Torx 20IP) | (Torx 20IP) | (Torx 20IP) | (Torx 25IP) | (Torx 25IP)
- Tightening torque 12 Nm 2,0 Nm 2,0 Nm 4,0 Nm 50Nm 5,0 Nm 5,0Nm 55Nm 55Nm
Accessories
D¢ [mm] 12-13 14-17 18-19 20-25 26-31
Torque T-handle FS2041
Tightening torque 4.5-14 Nm
@] Torque screwdriver, analogue FS2001 FS2003 FS2003 FS2003
Tightening torque 0.4-1.2 Nm 1.5-5.0 Nm 1.5-5.0 Nm 1.5-5.0 Nm
— -y Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2014 (Torx 15IP) | FS2015 (Torx 20IP) | FS2049 (Torx 25IP)
@:— Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1487 (Torx 251P)
Drill inserts
P M|K|N|S
HC |HC|HC|HC|HC
o Q
R EIEEE
Dc gS|5 €2 s
Designation mm Seat size A
7 P6001-D.. 12-31.99 A-K S
l P6003-D.. 12-31,99 A-K oS S
P6004-D.. 12-315 A-K @
P6005-D.. 12-31,99 A-K =
HC = Coated carbide
i kpiece imary
ey of maching, wor! Priman
Staatr’\“d‘tcylamping arrangement application
Moderate application
Very good  Go°d
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—_— |IwnLTER Solid drilling

Exchangeable Insert drills

D4140

—
5xDc Z=2
140°
@ @ P M K N S H 0
@ D4140 e o0 o0 o0 o

TOOI D¢ L Iy I5 dp dg in:‘i‘:).(:ttle
Designation Inch Inch Inch Inch Inch Inch inserts Type

Parallel shank with flat * D4140.05-12,00F15-A 0472 | 2441 | 3,622 | 1890 | 0625 | 0787 0,42 1 P600.-D12, ..
* D4140.05-13,00F15-A 0512 | 2638 | 3,858 | 1,890 | 0625 | 0,787 0.44 1 P600.-D13, ..
* D4140.05-14,00F15-B 0551 | 2874 | 4,094 | 1890 | 0625 | 0787 0,46 1 P600 . -D14, ..
* D4140.05-15,00F15-B 0591 | 3071 | 4330 | 1890 | 0625 | 0787 0,57 1 P600 . -D15, ..
* D4140.05-16,00F19-C 0,630 | 3268 | 4567 | 2,031 | 0,750 | 0,984 0,55 1 P600 . -D16, ..
* D4140.05-17,00F19-C 0,669 | 3465 | 4,803 | 2031 | 0750 | 0,984 0,60 1 P600.-D17, ..
* D4140.05-18,00F19-D 0,709 | 3661 | 5039 | 2031 | 0,750 | 0,984 0,64 1 P600 . -D18, ..
* D4140.05-19,00F19-D 0,748 | 3,858 | 5275 | 2,031 | 0750 | 0,984 0,68 1 P600 . -D19, ..
* D4140.05-20,00F19-E 0,787 | 4,094 | 5512 | 2,031 | 0,750 | 0,984 0.75 1 P600 . -D20, ..
* D4140.05-21,00F19-E 0,827 | 4,291 | 5748 | 2,031 | 0,750 | 0,984 0,82 1 P600.-D21, ..
* D4140.05-22,00F26-F 0,866 | 4,488 | 6,024 | 2281 | 1,000 | 1,260 119 1 P600 . -D22, ..
* D4140.05-23,00F26-F 0,906 | 4685 | 6,260 | 2281 | 1,000 | 1,260 1,28 1 P600.-D23, ..
* D4140.05-24,00F26-G 0945 | 4882 | 6,496 | 2281 | 1,000 | 1,260 134 1 P600 . -D24, ..
* D4140.05-25,00F26-G 0984 | 5118 | 6732 | 2,281 | 1,000 | 1,260 1,46 1 P600 . -D25, ..
* D4140.05-26,00F26-H 1024 | 5315 | 6,968 | 2281 | 1,000 | 1260 154 1 P600 . -D26, ..
* D4140.05-27,00F26-H 1,063 | 5512 | 7204 | 2281 | 1,000 | 1260 1,63 1 P600 . -D27, ..
* D4140.05-28,00F31-J 1,102 | 5709 | 7,481 | 2281 | 1,250 | 1575 2,12 1 P600 . -D28, ..
* D4140.05-29,00F31-J 1142 | 5906 | 7,717 | 2281 | 1250 | 1575 2,25 1 P600 . -D29, ..
* D4140.05-30,00F31-K 1,181 | 6339 | 7,953 | 2281 | 1250 | 1,575 2,38 1 P600 . -D30, ..
* D4140.05-31,00F31-K 1220 | 6339 | 8189 | 2281 | 1,250 | 1575 2,54 1 P600.-D31, ..

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Solid drilling
Assembly 1102
parts D¢ [Inch] 0,472-0,5120,551-0,5910,630-0,6690,709-0,748 0,787-0,827 0,866-0,906 0,945-0,984 1,024-1,063 1,220
= Clamping screw FS1396 FS1397 FS1398 FS1399 FS1400 FS1401 FS1402 FS1403 FS1404
i| |=|=| for drill insert (Torx 71P) (Torx 8IP) (Torx 8IP) | (Torx 15IP) | (Torx 20IP) | (Torx 20IP) | (Torx 20IP) | (Torx 25IP) | (Torx 25IP)
- Tightening torque 12 Nm 2,0 Nm 2,0 Nm 4,0 Nm 50Nm 5,0 Nm 5,0Nm 55Nm 55Nm
Accessories
D¢ [Inch] 0,472-0,512 0,551-0,669 0,709-0,748 0,787-0,984 1,024-1,220
Torque T-handle FS2042
Tightening torque 4.5-14 Nm
@] Torque screwdriver, analogue FS2002 FS2002 FS2002 FS2002
Tightening torque 0.4-1.2 Nm 0.4-1.2 Nm 0.4-1.2Nm 0.4-1.2Nm
— -y Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2014 (Torx 15IP) | FS2015 (Torx 20IP) | FS2049 (Torx 25IP)
@=‘ Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1487 (Torx 251P)
Drill inserts
P M|K|N|S
HC |HC|HC|HC|HC
o Q
SRR
Dc gls3 €z 3
Designation mm Seat size A
7 P6001-D.. 12-31.99 A-K S
l ﬁ P6003-D.. 12-31,99 A-K oS S
P6004-D.. 12-315 A-K @
P6005-D.. 12-31,99 A-K =
HC = Coated carbide
)
i kpiece imary
“ity of machine, wor Priman
Staatr’\“d‘tcylamping arrangement application
°
Other.
Moderate application
Very good  Go°d
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—_— |IwnLTER Solid drilling

Exchangeable Insert drills

D4140 [ mm |

7xDc =2
140°
@ @ P M K N S H 0
@ D4140 oo o o0 o0 o
TOOI Dc Lc I I5 dg ds in:i“:).(:tf)le Seat
Designation mm mm mm mm mm mm inserts  size Type
Parallel shank with flat D4140-07-12.00F16-A 12 86 116 48 16 20 023 1 A P600.-D12, ..
ds D4140-07-13.00F16-A 13 93 124 48 16 20 0.25 1 A P600.-D13, ..
b EE= E_'% 21 D4140-07-14.00F16-B 14 101 132 48 16 20 0.26 1 B P600 . -D14, ..
L ¥ .r D4140-07-15.00F16-B 15 108 140 48 16 20 021 1 B P600 . -D15, ..
Ig I5 D4140-07-16.00F20-C 16 115 148 50 20 25 031 1 C P600 . -D16, ..
D4140-07-17.00F20-C 17 122 156 50 20 25 035 1 C P600.-D17, ..
D4140-07-18.00F20-D 18 126 164 50 20 25 0,38 1 D P600 . -D18, ..
D4140-07-19.00F20-D 19 136 172 50 20 25 0,41 1 D P600 . -D19, ..
D4140-07-20.00F20-E 20 144 180 50 20 25 0,45 1 E P600 . -D20, ..
D4140-07-21.00F20-E 21 151 188 50 20 25 0,43 1 E P600.-D21, ..
D4140-07-22.00F25-F 22 158 197 56 25 32 0,67 1 F P600 . -D22, ..
D4140-07-23.00F25-F 23 165 205 56 25 32 0,69 1 F P600 . -D23, ..
D4140-07-24.00F25-G 24 172 213 56 25 32 0,68 1 G P600 . -D24, ..
D4140-07-25.00F25-G 25 180 221 56 25 32 078 1 G P600 . -D25, ..
D4140-07-26.00F25-H 26 187 229 56 25 32 0,87 1 H P600 . -D26, ..
D4140-07-27.00F25-H 27 194 237 56 25 32 091 1 H P600 . -D27, ..
D4140-07-28.00F32-J 28 201 246 60 32 40 111 1 J P600 . -D28, ..
D4140-07-29.00F32-J 29 208 254 60 32 40 114 1 J P600 . -D29, ..
D4140-07-30.00F32-K 30 215 262 60 32 40 1,24 1 K P600 . -D30, ..
D4140-07-31.00F32-K 31 223 270 60 32 40 1,44 1 K P600.-D31, ..

Bodies and assembly parts are included in the scope of delivery.
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Solid drilling
Assembly
parts D¢ [mm] 12-13 14-15 16-17 18-19 20-21 22-23 24-25 26-27 28-31
= Clamping screw FS1396 FS1397 FS1398 FS1399 FS1400 FS1401 FS1402 FS1403 FS1404
i| |=|=| for drill insert (Torx 71P) (Torx 8IP) (Torx 8IP) | (Torx 15IP) | (Torx 20IP) | (Torx 20IP) | (Torx 20IP) | (Torx 25IP) | (Torx 25IP)
- Tightening torque 12 Nm 2,0 Nm 2,0 Nm 4,0 Nm 50Nm 5,0 Nm 5,0Nm 55Nm 55Nm
Accessories
D¢ [mm] 12-13 14-17 18-19 20-25 26-31
Torque T-handle FS2041
Tightening torque 4,5-14 Nm
@] Torque screwdriver, analogue FS2001 FS2003 FS2003 FS2003
Tightening torque 0,4-1,2 Nm 1,5-5,0 Nm 1,5-5,0 Nm 1,5-5,0 Nm
— -y Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2014 (Torx 15IP) | FS2015 (Torx 20IP) | FS2049 (Torx 25IP)
@:— Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1487 (Torx 251P)
Drill inserts
P M|K|N|S
HC |HC|HC|HC|HC
o Q
R EIEEE
Dc gS|5 €2 s
Designation mm Seat size A
7 P6001-D.. 12-31.99 A-K S
l P6003-D.. 12-31,99 A-K oS S
P6004-D.. 12-315 A-K @
P6005-D.. 12-31,99 A-K =
HC = Coated carbide
i kpiece imary
ey of maching, wor! Priman
Staatr’\“d‘tcylamping arrangement application
Moderate application
Very good  Go°d
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—_— |IwnLTER Solid drilling

Exchangeable Insert drills

D4140

7xDc =2
140°
@ @ P M K N S H 0
@ D4140 e © o0 o0 o
TOOI D¢ L Iy I5 dp dg in:‘i‘:).(:ttle
Designation Inch Inch Inch Inch Inch Inch inserts Type
Parallel shank with flat * D4140.07-12,00F15-A 0472 | 3386 | 4567 | 1890 | 0625 | 0787 0.44 1 P600.-D12, ..
ds * D4140.07-13,00F15-A 0512 | 3661 | 4882 | 1890 | 0625 | 0787 0,49 1 P600.-D13, ..
b EE= E_'% 21 * D4140.07-14,00F15-B 0551 | 3976 | 5197 | 1890 | 0625 | 0,787 0,53 1 P600 . -D14, ..
L ¥ .r * D4140.07-15,00F15-B 0591 | 4252 | 5511 | 1,890 | 0625 | 0787 0,57 1 P600 . -D15, ..
Ig I5 * D4140.07-18,00F19-D 0,630 | 4528 | 5827 | 2,031 | 0,750 | 0,984 0,62 1 P600 . -D16, ..
* D4140.07-19,00F19-D 0,669 | 4803 | 6142 | 2031 | 0750 | 0,984 0,81 1 P600.-D17, ..
* D4140.07-20,00F19-E 0,709 | 5079 | 6,457 | 2031 | 0750 | 0,984 0.73 1 P600 . -D18, ..
* D4140.07-21,00F19-E 0,748 | 5354 | 6,772 | 2,031 | 0,750 | 0,984 0,79 1 P600 . -D19, ..
* D4140.07-22,00F26-F 0,787 | 5669 | 7,086 | 2,281 | 1,000 | 1,260 0,86 1 P600 . -D20, ..
* D4140.07-23,00F26-F 0827 | 5945 | 7,401 | 2281 | 1,000 | 1,260 0,95 1 P600.-D21, ..
* D4140.07-24,00F26-G 0866 | 6220 | 7,755 | 2,281 | 1,000 | 1,260 137 1 P600 . -D22, ..
* D4140.07-25,00F26-G 0,906 | 6496 | 8071 | 2281 | 1,000 | 1,260 1,48 1 P600.-D23, ..
* D4140.07-16,00F19-C 0945 | 6,772 | 8,386 | 2,031 | 0750 | 0,984 157 1 P600 . -D24, ..
* D4140.07-17,00F19-C 0984 | 7,087 | 8701 | 2,031 | 0,750 | 0,984 1,98 1 P600 . -D25, ..
* D4140.07-26,00F26-H 1024 | 7,362 | 9016 | 2281 | 1,000 | 1260 181 1 P600 . -D26, ..
* D4140.07-27,00F26-H 1,063 | 7,638 | 9330 | 2281 | 1,000 | 1260 1,96 1 P600 . -D27, ..
* D4140.07-28,00F31-)J 1,102 | 7913 | 9685 | 2281 | 1,250 | 1575 2,47 1 P600 . -D28, ..
* D4140.07-29,00F31-J 1,142 | 8,189 | 10,000 | 2.281 1.250 | 1,575 2,65 1 P600 . -D29, ..
* D4140.07-30,00F31-K 1,181 | 8465 | 10,315 | 2,281 1,250 | 1,575 2,84 1 P600 . -D30, ..
* D4140.07-31,00F31-K 1220 | 8,780 | 10,630 | 2.281 1,250 | 1,575 3,02 1 P600.-D31, ..

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Solid drilling
Assembly 1102
parts D¢ [Inch] 0,472-0,5120,551-0,5910,630-0,6690,709-0,748 0,787-0,827 0,866-0,906 0,945-0,984 1,024-1,063 1,220
e Clamping screw FS1396 FS1397 FS1399 FS1400 FS1401 FS1402 FS1398 FS1403 FS1404
i| |=|=| for drill insert (Torx 71P) (Torx 8IP) | (Torx 15IP) | (Torx 20IP) | (Torx 20IP) | (Torx 20IP) | (Torx 8IP) | (Torx 25IP) | (Torx 25IP)
- Tightening torque 12 Nm 2,0 Nm 4,0 Nm 5,0Nm 50Nm 5,0 Nm 2,0 Nm 55Nm 55Nm
Accessories
D¢ [Inch] 0,472-0,512 0,551-0,984 0,630-0,669 0,709-0,906 1,024-1,220
Torque T-handle FS2042
Tightening torque 4,5-14 Nm
@] Torque screwdriver, analogue FS2002 FS2002 FS2002 FS2002
Tightening torque 0,4-1,2 Nm 0,4-1,2 Nm 0,4-1,2Nm 0,4-1,2 Nm
— -y Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2014 (Torx 15IP) | FS2015 (Torx 20IP) | FS2049 (Torx 25IP)
@=‘ Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1487 (Torx 251P)
Drill inserts
P M|K|N|S
HC |HC|HC|HC|HC
o Q
SRR
Dc gls3 €z 3
Designation mm Seat size A
7 P6001-D.. 12-31.99 A-K S
l ﬁ P6003-D.. 12-31,99 A-K oS S
P6004-D.. 12-315 A-K @
P6005-D.. 12-31,99 A-K =
HC = Coated carbide
)
i kpiece imary
“ity of machine, wor Priman
Staatr’\“d‘tcylamping arrangement application
°
Other.
Moderate application
Very good  Go°d
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Exchangeable Insert drills

D4140 [ mm |

10xDc
@ @ P M K N S H 0
@ D4140 e © o0 o0 o

TOOI Dc Lc I I5 dg ds ing:).(:tf)le Seat
Designation mm mm mm mm mm mm inserts  size Type

Parallel shank with flat * D4140-10-18,00F20-D 18 183 218 50 20 25 0.44 1 D P600 . -D18, ..
* D4140-10-20,00F20-E 20 204 240 50 20 25 0,53 1 E P600 . -D20, ..
* D4140-10-22,00F25-F 22 224 263 56 25 32 0.79 1 F P600 . -D22, ..
* D4140-10-24,00F25-G 24 244 285 56 25 32 091 1 G P600 . -D24, ..

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Solid drilling —] |IUJl:l_TER

Assembly parts

D¢ [mm] 18 20 22 24
i |=.=. Clamping screw for drill insert FS1399 (Torx 15IP) FS1400 (Torx 20IP) FS1401 (Torx 20IP) FS1402 (Torx 20IP)
i3/ I A Tightening torque 4,0 Nm 50 Nm 5,0 Nm 5,0 Nm
Accessories

D¢ [mm] 18 20-24
@] Torque screwdriver, analogue FS2004 FS2004

Tightening torque 1,5-5,0 Nm 1,5-5,0 Nm
e Interchangeable blade FS2014 (Torx 15IP) FS2015 (Torx 20IP)
@=— Screwdriver FS1485 (Torx 15IP) FS1486 (Torx 20IP)

Drill inserts

P [M|K|N|S
HC |HC|HC|HC|HC
2888 5|
D HEENFES
Designation mm Seat size A
P6001-D.. 18-24,7 D-G S
P6003-D.. 18-24,7 D-G oS S
P6004-D.. 18-245 D-G &
P6005-D.. 18-24,7 D-G s

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:tr’\“d‘tcylamping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Indexable Insert drills

D3120[ mm |

2xDc Z=1
@' @ i ' »@’.. P M K N S H o0
l I m D3120 e o o0 o0 o
No. of
TOOI . . D¢ Lc I I5 dp d, ir!dexable
Designation mm mm mm mm mm mm inserts Type
Parallel shank with flat D3120-02-16.00F25-P21 16 32 57 56 25 32 030 2
D3120-02-17.00F25-P21 17 34 59 56 25 32 031 2
D P b | dd;, D3120-02-18.00F25-P21 18 36 61 56 25 32 031 2 |P284.S-IN-..
L] 7Hﬂj D3120-02-19.00F25-P21 19 38 63 56 25 32 032 2
=I5 — D3120-02-20.00F25-P21 20 40 65 56 25 32 0.34 2
D3120-02-21.00F25-P22 21 42 67 56 25 32 036 2
D3120-02-22.00F25-P22 22 b4 69 56 25 32 035 2
D3120-02-23.00F25-P22 23 46 71 56 25 32 036 2 | P284.S-2N- ..
D3120-02-24.00F25-P22 24 48 73 56 25 32 037 2
D3120-02-25.00F25-P22 25 50 75 56 25 32 039 2
D3120-02-26.00F32-P23 26 52 84 60 32 40 0,62 2
D3120-02-27.00F32-P23 27 54 86 60 32 40 0,68 2
D3120-02-28.00F32-P23 28 56 88 60 32 40 066 2 | P284.5-3N- ..
D3120-02-29.00F32-P23 29 58 90 60 32 40 0,69 2
D3120-02-30.00F32-P23 30 60 92 60 32 40 071 2
D3120-02-31.00F32-P24 31 62 94 60 32 40 0,69 2
D3120-02-32.00F32-P24 3 64 9% 60 32 40 072 2
D3120-02-33.00F32-P24 33 66 98 60 32 40 075 2
D3120-02-34.00F32-P24 34 68 100 60 32 40 078 2 Pesl . 5-iN-..
D3120-02-35.00F32-P24 35 70 102 60 32 40 081 2
D3120-02-36.00F32-P24 36 72 104 60 32 40 085 2
D3120-02-37.00F40-P25 37 74 114 70 40 50 1.28 2
D3120-02-38.00F40-P25 38 76 116 70 40 50 132 2
D3120-02-39.00F40-P25 39 78 118 70 40 50 1.36 2
D3120-02-40.00F40-P25 40 80 120 70 40 50 139 2 PeBl 53N-..
D3120-02-41.00F40-P25 41 82 122 70 40 50 144 2
D3120-02-42.00F40-P25 42 84 124 70 40 50 1,48 2

Bodies and assembly parts are included in the scope of delivery.
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Solid drilling

Assembly parts

— |IUJl=II_TEI=!

D¢ [mm] 16-20 21-25 26-30 31-36 37-42
(i ‘ﬁ. Clamping screw for indexable insert | FS1454 (Torx 8IP) | FS1456 (Torx 9IP) | FS2181 (Torx 15IP) | FS2119 (Torx 15IP) | FS2139 (Torx 20IP)
= Tightening torque 1.2 Nm 2.0Nm 3,0 Nm 3,0 Nm 5,0 Nm
Accessories
D¢ [mm] 16-20 21-25 26-36 37-42
@] Torque screwdriver, analogue FS2001 FS2003 FS2003 FS2003
Tightening torque 0,4-1,2Nm 1,5-5,0 Nm 1,5-5,0 Nm 1,5-5,0 Nm
- Torque screwdriver, digital FS2248 FS2248 FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm
R Interchangeable blade FS2012 (Torx 8IP) FS2013 (Torx 9IP) FS2014 (Torx 15IP) FS2015 (Torx 20IP)
@:— Screwdriver FS1483 (Torx 8IP) FS1484 (Torx 9IP) FS1485 (Torx 15IP) FS1486 (Torx 20IP)
Indexable inserts
P M K N S
HC HC HC HC HC
0n|ln 0 0 0nln 0n
N 0|0 |0 o ;nin o|In | n|.n o 0| mn o
AN M T T T (= (N M T OO || T
o T o T O o o e o T T T O = T = M = W I S B = W W o 6
¥ ¥ 0|0 X v v X< XXX o x
Designation Size EEAE A A A
P2840S-.N-A57 1-5 OB B OB OB S B
@ P2840S-.N-E67 1-5 0 AW/ BN 0w (N
P2841S-.N-A57 1-5 DO BB SN OB S
P2841S-.N-E57 1-5 DO BWE BN WS B®
P2841S-.N-E67 1-5 S /W (WS 0N s 0™
HC = Coated carbide
)
ine. workpiece Primary
ilit of machine, N )
St:utr’\:l cylamp'mg arrangement application
°
Oother
jication
Good Moderate applicati
Very good
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Indexable Insert drills

D3120[ mm |

3xDc Z=1
@' @ i ' »@’.. P M K N S H o0
l I m D3120 e o o0 o0 o
No. of
TOOI . . D¢ Lc I I5 dp d, ir!dexable
Designation mm mm mm mm mm mm inserts Type
Parallel shank with flat D3120-03-16.00F25-P21 16 48 73 56 25 32 031 2
. ; D3120-03-17.00F25-P21 17 51 76 56 25 32 032 2
De == Sl 4, D3120-03-18.00F25-P21 18 54 79 56 25 32 033 2 |P284.S-IN-..
L—] 1 D3120-03-19.00F25-P21 19 57 82 56 25 32 0.34 2
s D3120-03-20.00F25-P21 20 60 85 56 25 32 0.40 2
D3120-03-21.00F25-P22 21 63 88 56 25 32 036 2
D3120-03-22.00F25-P22 22 66 91 56 25 32 0,42 2
D3120-03-23.00F25-P22 23 69 94 56 25 32 037 2 | P284.S-2N- ..
D3120-03-24.00F25-P22 24 72 97 56 25 32 0.42 2
D3120-03-25.00F25-P22 25 75 100 56 25 32 0.44 2
D3120-03-26.00F32-P23 26 78 110 60 32 40 0,67 2
D3120-03-27.00F32-P23 27 81 113 60 32 40 074 2
D3120-03-28.00F32-P23 28 84 116 60 32 40 073 2 | P284.5-3N- ..
D3120-03-29.00F32-P23 29 87 119 60 32 40 076 2
D3120-03-30.00F32-P23 30 90 122 60 32 40 084 2
D3120-03-31.00F32-P24 31 93 125 60 32 40 078 2
D3120-03-32.00F32-P24 3 96 128 60 32 40 0,86 2
D3120-03-33.00F32-P24 33 99 131 60 32 40 0,86 2
D3120-03-34.00F32-P24 34 102 134 60 32 40 09 2 Pesl . 5-iN-..
D3120-03-35.00F32-P24 35 105 137 60 32 40 095 2
D3120-03-36.00F32-P24 36 108 140 60 32 40 1,00 2
D3120-03-37.00F40-P25 37 111 151 70 40 50 143 2
D3120-03-38.00F40-P25 38 114 154 70 40 50 1.49 2
D3120-03-39.00F40-P25 39 117 157 70 40 50 164 2
D3120-03-40.00F40-P25 40 120 160 70 40 50 160 2 PeBl 53N-..
D3120-03-41.00F40-P25 41 123 163 70 40 50 167 2
D3120-03-42.00F40-P25 42 126 166 70 40 50 183 2

Bodies and assembly parts are included in the scope of delivery.
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Solid drilling

Assembly parts

— |IUJl=II_TEI=!

D¢ [mm] 16-20 21-25 26-30 31-36 37-42
(i ‘ﬁ. Clamping screw for indexable insert | FS1454 (Torx 8IP) | FS1456 (Torx 9IP) | FS2181 (Torx 15IP) | FS2119 (Torx 15IP) | FS2139 (Torx 20IP)
= Tightening torque 1.2 Nm 2.0Nm 3,0 Nm 3,0 Nm 5,0 Nm
Accessories
D¢ [mm] 16-20 21-25 26-36 37-42
@] Torque screwdriver, analogue FS2001 FS2003 FS2003 FS2003
Tightening torque 0,4-1,2Nm 1,5-5,0 Nm 1,5-5,0 Nm 1,5-5,0 Nm
- Torque screwdriver, digital FS2248 FS2248 FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm
R Interchangeable blade FS2012 (Torx 8IP) FS2013 (Torx 9IP) FS2014 (Torx 15IP) FS2015 (Torx 20IP)
@=— Screwdriver FS1483 (Torx 8IP) FS1484 (Torx 9IP) FS1485 (Torx 15IP) FS1486 (Torx 20IP)
Indexable inserts
P M K N S
HC HC HC HC HC
0|0 0 n 0nln 0n
N 0|0 |0 o ;nin o|In | n|.n o 0| mn o
AN M T T T (= (N M T OO || T
o T o T O o o e o T T T O = T = M = W I S B = W W o 6
¥ X0 X o X <X X XXX 00| X
Designation Size EEAE A A A
P2840S-.N-A57 1-5 OB B OB OB S B
@ P2840S-.N-E67 1-5 0 AW/ BN 0w (N
P2841S-.N-A57 1-5 DO BB SN OB S
P2841S-.N-E57 1-5 DD WH W (W ™
P2841S-.N-E67 1-5 S /W (WS 0N s 0™
HC = Coated carbide
)
ine. workpiece Primary
ilit of machine, N )
St:utr’\:l cylamp'mg arrangement application
°
Oother
ication
Good Moderate applicati
Very good
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Indexable Insert drills

D3120[ mm |

IDXDC Z=1

i ' e P M K N S H 0
@' @ l.l m D3120 e® © o0 o0 o

No. of
TOOI D¢ Lc I I5 dg dg indexable

Designation mm mm mm mm mm mm inserts Type
Parallel shank with flat D3120-04-16.00F25-P21 16 64 89 56 25 32 035 2
i . { D3120-04-17.00F25-P21 17 68 93 56 25 32 033 2
PR s S —=——icid.  D3120-04-18.00F25-P21 18 72 97 56 25 32 035 2 |P284.S-IN-..
e— L — T D3120-04-19.00F25-P21 19 76 101 56 25 32 0,36 2
L 51 D3120-04-20.00F25-P21 20 80 105 56 25 32 038 2
D3120-04-21.00F25-P22 21 84 109 56 25 32 038 2
D3120-04-22.00F25-P22 22 88 113 56 25 32 043 2
D3120-04-23.00F25-P22 23 92 117 56 25 32 043 2 | P284.S-2N- ..
D3120-04-24.00F25-P22 24 9% 121 56 25 32 0.46 2
D3120-04-25.00F25-P22 25 100 125 56 25 32 0.49 2
D3120-04-26.00F32-P23 26 104 136 60 32 40 072 2
D3120-04-27.00F32-P23 27 108 140 60 32 40 076 2
D3120-04-28.00F32-P23 28 112 144 60 32 40 0,80 2 | P284.5-3N- ..
D3120-04-29.00F32-P23 29 116 148 60 32 40 0.84 2
D3120-04-30.00F32-P23 30 120 152 60 32 40 0,88 2
D3120-04-31.00F32-P24 31 124 156 60 32 40 0,86 2
D3120-04-32.00F32-P24 3 128 160 60 32 40 091 2
D3120-04-33.00F32-P24 33 132 164 60 32 40 0,96 2
D3120-04-34.00F32-P24 34 136 168 60 32 40 109 2 Pesl . 5-iN-..
D3120-04-35.00F32-P24 35 140 172 60 32 40 1,08 2
D3120-04-36.00F32-P24 36 144 176 60 32 40 115 2
D3120-04-37.00F40-P25 37 148 188 70 40 50 159 2
D3120-04-38.00F40-P25 38 152 192 70 40 50 166 2
D3120-04-39.00F40-P25 39 156 196 70 40 50 174 2
D3120-04-40.00F40-P25 40 160 200 70 40 50 1.89 2 PeBl 53N-..
D3120-04-41.00F40-P25 41 164 204 70 40 50 1.90 2
D3120-04-42.00F40-P25 42 168 208 70 40 50 199 2

Bodies and assembly parts are included in the scope of delivery.
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Solid drilling

Assembly parts

— |IUJl=II_TEI=!

D¢ [mm] 16-20 21-25 26-30 31-36 37-42
(i ‘ﬁ. Clamping screw for indexable insert | FS1454 (Torx 8IP) | FS1456 (Torx 9IP) | FS2181 (Torx 15IP) | FS2119 (Torx 15IP) | FS2139 (Torx 20IP)
= Tightening torque 1.2 Nm 2.0Nm 3,0 Nm 3,0 Nm 5,0 Nm
Accessories
D¢ [mm] 16-20 21-25 26-36 37-42
@] Torque screwdriver, analogue FS2001 FS2003 FS2003 FS2003
Tightening torque 0,4-1,2Nm 1,5-5,0 Nm 1,5-5,0 Nm 1,5-5,0 Nm
- Torque screwdriver, digital FS2248 FS2248 FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm 1,0-6,0 Nm
R Interchangeable blade FS2012 (Torx 8IP) FS2013 (Torx 9IP) FS2014 (Torx 15IP) FS2015 (Torx 20IP)
@:— Screwdriver FS1483 (Torx 8IP) FS1484 (Torx 9IP) FS1485 (Torx 15IP) FS1486 (Torx 20IP)
Indexable inserts
P M K N S
HC HC HC HC HC
0n|ln 0 0 0nln 0n
N 0|0 |0 o ;nin o|In | n|.n o 0| mn o
AN M T T T (= (N M T OO || T
o T o T O o o e o T T T O = T = M = W I S B = W W o 6
¥ ¥ 0|0 X v v X< XXX o x
Designation Size EEAE A A A
P2840S-.N-A57 1-5 OB B OB OB S B
@ P2840S-.N-E67 1-5 0 AW/ BN 0w (N
P2841S-.N-A57 1-5 DO BB SN OB S
P2841S-.N-E57 1-5 DO BWE BN WS B®
P2841S-.N-E67 1-5 S /W (WS 0N s 0™
HC = Coated carbide
)
ine. workpiece Primary
ilit of machine, N )
St:utr’\:l cylamp'mg arrangement application
°
Oother
jication
Good Moderate applicati
Very good
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TITEX

HSS twist drills (S ~—— .
DA110 Perform

— Available as set
T )

118°
WZ90AJ e o o0 o

o

De dy 2
h8 Le Iy 12 fl1 a
Designation mm mm mm mm mm =
Parallel shank DA110-08-01.000U0- 1 10 34 12 1 =
DA110-08-01.100U0- 11 12 36 14 11 =
Dt 7*1 DA110-08-01.200U0- 12 14 38 16 12 =
T T DA110-08-01.300U0- 13 14 38 16 13 =
‘7"5'2 DA110-08-01.400U0- 1.4 15 40 18 1.4 =
I DA110-08-01.500U0- 15 15 40 18 15 =
DA110-08-01.600U0- 16 17 43 20 16 =
DA110-08-01.700U0- 17 17 43 20 17 =
DA110-08-01.800U0- 18 19 46 22 1.8 =
DA110-08-01.900U0- 19 19 46 22 19 =
DA110-08-02.000U0- 2 20 49 24 2 =
DA110-08-02.100U0- 21 20 49 24 2.1 =
DA110-08-02.200U0- 2.2 23 53 27 2.2 =
DA110-08-02.300U0- 23 23 53 27 2.3 =
DA110-08-02.400U0- 2.4 26 57 30 2.4 =
DA110-08-02.500U0- 2.5 26 57 30 2.5 =
DA110-08-02.600U0- 2,6 26 57 30 2,6 =
DA110-08-02.700U0- 2.7 28 61 33 2.7 =
DA110-08-02.800U0- 2.8 28 61 33 2.8 =
DA110-08-02.900U0- 29 28 61 33 2.9 =
DA110-08-03.000U0- 3 28 61 33 3 =
DA110-08-03.100U0- 31 30 65 36 31 =
DA110-08-03.200U0- 32 30 65 36 32 =
DA110-08-03.300U0- 33 30 65 36 33 =
DA110-08-03.400U0- 34 33 70 39 3.4 =
DA110-08-03.500U0- 35 33 70 39 35 =
DA110-08-03.600U0- 36 33 70 39 36 =
DA110-08-03.700U0- 37 33 70 39 37 =
DA110-08-03.800U0- 38 36 75 43 38 =
DA110-08-03.900U0- 39 36 75 43 39 =
DA110-08-04.000U0- 4 36 75 43 4 =
DA110-08-04.100U0- 4,1 36 75 43 4,1 =
DA110-08-04.200U0- 4,2 36 75 43 4,2 =
DA110-08-04.300U0- 4,3 39 80 47 43 =
DA110-08-04.400U0- 4,4 39 80 47 4,4 =
DA110-08-04.500U0- 4,5 39 80 47 4,5 =
DA110-08-04.600U0- 4,6 39 80 47 4,6 =
DA110-08-04.700U0- 4,7 39 80 47 4,7 =
DA110-08-04.800U0- 4,8 Lb 86 52 48 =
DA110-08-04.900U0- 49 A 86 52 49 =
DA110-08-05.000U0- 5 Lb 86 52 5 =
DA110-08-05.100U0- 51 A 86 52 51 =
DA110-08-05.200U0- 52 L 86 52 5.2 =
DA110-08-05.300U0- 53 L 86 52 53 =
DA110-08-05.400U0- 5.4 48 93 57 5.4 =
DA110-08-05.500U0- 55 48 93 57 55 =
DA110-08-05.600U0- 5.6 48 93 57 56 =

Ordering example for the WZ90AJ grade: DA110-08-01.000U0-WZ90AJ Continued

DS B/ x New addition to the product range
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TITEX
Continued
De dy 2
h8 L Iy I f11 &
Designation mm mm mm mm mm =
Parallel shank DA110-08-05.700U0- 57 48 93 57 5.7 =
DA110-08-05.800U0- 58 48 93 57 58 =
gc ?t DA110-08-05.900U0- 59 48 93 57 59 =
T T DA110-08-06.000U0- 6 48 93 57 6 =
RLCIZ DA110-08-06.100U0- 6,1 52 101 63 6,1 =
h DA110-08-06.200U0- 6.2 52 101 63 6.2 =
DA110-08-06.300U0- 6,3 52 101 63 6.3 =
DA110-08-06.400U0- 6.4 52 101 63 6.4 =
DA110-08-06.500U0- 6,5 52 101 63 6,5 =
DA110-08-06.600U0- 6,6 52 101 63 6.6 =
DA110-08-06.700U0- 6,7 52 101 63 6,7 =
DA110-08-06.800U0- 6.8 57 109 69 6.8 =
DA110-08-06.900U0- 6.9 57 109 69 6.9 =
DA110-08-07.000U0- 7 57 109 69 7 =
DA110-08-07.100U0- 7.1 57 109 69 71 =
DA110-08-07.200U0- 7.2 57 109 69 7.2 =
DA110-08-07.300U0- 7.3 57 109 69 7.3 =
DA110-08-07.400U0- 7.4 57 109 69 7.4 =
DA110-08-07.500U0- 7.5 57 109 69 7.5 =
DA110-08-07.600U0- 7.6 62 117 75 7.6 =
DA110-08-07.700U0- 7.7 62 117 75 7.7 =
DA110-08-07.800U0- 7.8 62 117 75 7.8 =
DA110-08-07.900U0- 7.9 62 117 75 7.9 =
DA110-08-08.000U0- 8 62 117 75 8 =
DA110-08-08.100U0- 8,1 62 117 75 8.1 =
DA110-08-08.200U0- 8,2 62 117 75 8,2 =
DA110-08-08.300U0- 8.3 62 117 75 8.3 =N
DA110-08-08.400U0- 8,4 62 117 75 8.4 =
DA110-08-08.500U0- 8,5 62 117 75 8,5 =
DA110-08-08.600U0- 8,6 66 125 81 8,6 =
DA110-08-08.700U0- 8,7 66 125 81 8,7 =
DA110-08-08.800U0- 8,8 66 125 81 8.8 =
DA110-08-08.900U0- 8,9 66 125 81 89 =
DA110-08-09.000U0- 9 66 125 81 9 =
DA110-08-09.100U0- 91 66 125 81 91 =
DA110-08-09.200U0- 9,2 66 125 81 9,2 =
DA110-08-09.300U0- 9,3 66 125 81 93 =
DA110-08-09.400U0- 9,4 66 125 81 9,4 =
DA110-08-09.500U0- 9,5 66 125 81 9,5 =
DA110-08-09.600U0- 9,6 71 133 87 9,6 =
DA110-08-09.700U0- 9,7 71 133 87 9,7 =
DA110-08-09.800U0- 9,8 71 133 87 9,8 =
DA110-08-09.900U0- 9,9 71 133 87 9.9 =
DA110-08-10.000U0- 10 71 133 87 10 =
DA110-08-10.100U0- 10,1 71 133 87 10,1 =
DA110-08-10.200U0- 10,2 71 133 87 10,2 =
DA110-08-10.300U0- 10,3 71 133 87 10,3 =
DA110-08-10.400U0- 10,4 71 133 87 104 =
DA110-08-10.500U0- 10,5 71 133 87 10,5 =
DA110-08-10.700U0- 10,7 76 142 94 10,7 =
DA110-08-10.800U0- 10,8 76 142 94 10,8 =
DA110-08-11.000U0- 11 76 142 94 11 =
DA110-08-11.100U0- 111 76 142 94 111 =
DA110-08-11.300U0- 113 76 142 94 113 =
DA110-08-11.500U0- 115 76 142 94 115 =
DA110-08-11.800U0- 11,8 76 142 94 11,8 =
DA110-08-12.000U0- 12 87 151 101 12 =
Ordering example for the WZ90AJ grade: DA110-08-01.000U0-WZ90AJ Continued
o0
for imar
Best tool a:;;icat;lon
& B 7.
Good Average poet apg&::{ion
machining conditions
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TITEX

Continued
De dy 2
h8 L Iy 1> f11 =
Designation mm mm mm mm mm =
Parallel shank DA110-08-12.100U0- 12,1 87 151 101 12,1 =
DA110-08-12.200U0- 12,2 87 151 101 12,2 =
Dt T*l DA110-08-12.500U0- 125 87 151 101 125 =
T T DA110-08-13.000U0- 13 87 151 101 13 =
RLCIZ DA110-08-13.500U0- 135 94 160 108 135 =
I DA110-08-13.700U0- 137 94 160 108 137 =
DA110-08-14.000U0- 14 94 160 108 14 =
DA110-08-14.500U0- 145 99 169 114 145 =
DA110-08-15.000U0- 15 99 169 114 15 =
DA110-08-15.500U0- 155 104 178 120 155 =
DA110-08-16.000U0- 16 104 178 120 16 =

Ordering example for the WZ90AJ grade: DA110-08-01.000U0-WZS0AJ

DS W/ x New addition to the product range

164 HSS drilling and reaming tools



Solid drilling —] |IUJI:LTER

TITEX

HSS - DA110 Perform twist drill — set e R e st
DA110-SET-1-10.5-WZ90AJ
DA110-SET-1-13-WZ90AJ

e | O 7&@ &

118°
WZ90AJ e o o0 o
Sets Including
Designation @ mm core-hole drill Pitch Quantity
33
-SET-1-10.5- 4,2
DA110-SET-1-10.5-WZ90AJ 10-105 05 24
6.8
10,2
Sets
Designation @ mm Pitch Quantity
DA110-SET-1-13-WZ90AJ 1,0-13,0 05 25

For the dimensions for the DA110 Perform twist drill, please see the ordering page.

HSS drilling and reaming tools 165



—_—1 |IwnLTEFl Solid drilling

TITEX

Cutting data
Solid carbide drills

The specified cutting data are average standard values.
For specific applications, adjustment is recommended.

:ﬂ% Drilling depth 3xDc
= Wet machining (E = emulsion, O = oil) Designation DC160 Advance
jx = Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS
Standard DIN 6537 short
Ve = Cutting speed Cooling External coolant
VRR = Feed rate chart from page 169 onwards
Grade WJ30ET
VCRR = v, rate chart from page 168 onwards
* The classification of the machining groups can be found in the material group comparison table Dia. range [mm] 3-20
2 | £ | .
o w0 = o
z 518 | 2
- 0 [s}
3 INEEEREE
C<0.25% Annealed 125 430 P1 110 12 EO
C>0.25..<0.55% Annealed 190 640 P2 121 12 EO
Noeelloyes] sl C>0.25..<0.55% Heat-treated 210 710 P3 110 12 EO
C>0.55% Annealed 190 640 P4 110 10 EO
C>0.55% Heat-treated 300 | 1010 P5 78 10 EO
Free-machining steel (short-chipping) Annealed 220 750 P6 110 12 EO
Annealed 175 590 P7 121 12 EO
P Low-aloy steel Heat-treated 285 | 960 | P8 69 10 EO
Heat-treated 380 | 1280 P9 55 7 EO
Heat-treated 430 | 1480 | P10 44 5 EO
: Annealed 200 680 P11 78 9 EO
:.'gh‘a””y Sl e Hardened and tempered 300 | 1010 | P12 78 10 EO
igh-alloy tool steel
Hardened and tempered 380 | 1280 | P13 4t 7 EO
Stainless steel Ferritic/martensitic, annealed 200 680 P14 99 12 EO
Martensitic, heat-treated 330 | 1110 | P15 55 10 EO
Austenitic, quench hardened 200 680 M1
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 M2
Austenitic/ferritic, duplex 230 780 M3
Malleable cast iron Ferritic 200 400 K1 88 16 EO
Pearlitic 260 700 K2 88 12 EO
Ery@stiar Low tensile strength 180 200 K3 110 16 EO
K High tensile strength/austenitic 245 350 K4 88 16 EO
Cast iron with spheroidal graphite Femt.lc. Lk 400 K5 110 L6 EI0
Pearlitic 265 700 K6 88 12 EO
GGV (CGI) 230 400 K7 99 2 EO
Wrought aluminium alloys Nochardenabis S0 . NE
Hardenable, hardened 100 340 N2
< 12% Si, not hardenable 75 260 N3 225 16 EO
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 225 16 EO
> 12% Si, not hardenable 130 450 N5 190 12 EO
N Magnesium alloys 70 250 N6
Unalloyed, electrolytic copper 100 340 N7 185 6 EO
Copper and copper alloys Brass, bronze, red brass 90 310 N8 165 10 EO
(bronze/brass) Cu alloys, short-chipping 110 | 380 N9 205 16 EO
High-tensile, Ampco 300 | 1010 | N10 68 5 EO
Fe-based Annealed 200 680 S1
Hardened 280 940 S2
Heat-resistant alloys Annealed 250 840 S3
Ni- or Co-based Hardened 350 | 1180 S4
s Cast 320 | 1080 S5
Pure titanium 200 680 S6 35 5 EO
Titanium alloys a and B alloys, hardened 375 | 1260 S7 27 3 EO
B alloys 410 | 1400 S8 22 3 EO
Tungsten alloys 300 | 1010 S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50 HRC - H1 30 3 OE
Hardened steel Hardened and tempered 55HRC| - H2
H Hardened and tempered 60 HRC - H3
Hardened cast iron Hardened and tempered 55 HRC - H4
Thermoplastics Without abrasive fillers 01 110 16 EO
Thermosets Without abrasive fillers 02 L
0 Plastic, glass-fibre-reinforced GFRP 03 L
Plastic, carbon-fibre-reinforced CFRP 04 L
Plastic, aramid-fibre-reinforced AFRP 05 L
Graphite (technical) 80 Shore 06 L
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— |ILUl=II_TEI=!

TITEX

5xDc 5x Dc 5 x Dc 8 x Dc
DB130 Advance DC150 Perform DC160 Advance DC160 Advance
DIN 1899 DIN 6537 long DIN 6537 long Walter
External coolant External coolant Internal coolant Internal coolant
WJ30UU WJ30TA WJ30ET WJ30ET
0,1-1,45 3-20 3-20 3-20
]
VCRR VRR :u% =Y ve VRR :I% S 4 ve VRR :u% S Y ve VRR :u% = Y
C63 5 EO 81 12 EO 130 12 EO 124 12 EO
C63 6 EO 72 10 EO 130 12 EO 124 10 EO
C63 6 EO 72 10 EO 130 12 EO 124 10 EO
C50 5 EO 65 9 EO 130 10 EO 124 10 EO
C40 5 EO 51 EO 108 10 EO 103 10 EO
C63 6 EO 81 12 EO 151 12 EO 144 12 E O
C63 6 EO 72 12 EO 130 12 EO M 124 12 EO M
C40 5 EO 45 8 EO 97 10 EO M 93 10 EO M
25 4 EO 33 6 EO 56 8 EO M 54 8 EO M
C20 3 EO 26 4 EO 60 6 EO M 57 6 E O M
€32 4 EO 57 9 EO 85 10 EO 81 9 EO
C40 5 EO 51 8 EO 108 10 EO 103 10 EO
C25 4 EO 38 6 EO 50 8 EO 48 7 E O
C50 6 EO 65 12 EO 118 12 EO 113 12 EO
C40 5 EO 51 8 EO 61 9 EO 58 9 E O
Cl2 3 EO 53 6 EO 51 6 EO
C20 3 EO 36 5 EO 47 6 EO 45 6 EO
Cl2 2 E O 38 4 EO 37 4 E O
C50 6 EO 65 16 EO 108 16 EO M 103 16 EO M
C40 4 E O 51 12 EO 98 16 EO M 94 16 E O M
C63 7 EO 81 16 EO 130 16 EO M 124 16 EO M
C50 6 E O 65 16 EO 108 16 EO M 103 16 E O M
C63 7 EO 72 16 EO 151 16 EO M 144 16 EO M
C40 4 E O 51 12 EO 98 16 EO M 94 16 E O M
C50 5 E O 57 12 EO 108 16 EO M 103 16 E O M
C160 9 EO M 225 10 EO M 400 16 EO 380 16 EO
C160 9 EO M 225 10 EO M 400 16 EO 380 16 EO
C125 9 EO M 200 16 EO M 250 16 EO M 238 16 EO M
C100 9 EO M 180 16 EO M 220 16 EO M 209 16 EO M
C63 8 EO M 144 12 EO M 180 16 EO M 171 16 EO M
C125 9 ML
C100 6 EO 144 6 EO 180 8 EO 171 8 EO
C80 8 EO 126 10 EO 160 10 EO 152 10 EO
C80 8 EO 162 16 EO 180 12 EO 171 12 EO
32 3 EO 60 5 EO 71 6 EO 68 6 EO
C12 2 EO 42 4 EO 40 4 EO
29 4 EO 28 4 EO
Cl2 2 EO 33 5 EO 32 5 EO
13 4 EO 13 4 EO
27 4 EO 26 4 E O
C20 3 EO 30 5 EO 52 6 EO 50 6 EO
Cl2 2 EO 20 3 EO 37 4 EO 36 4 EO
Cl2 1 E O 18 3 EO 33 4 EO 32 4 E O
46 5 EO 4l 5 E O
46 5 EO 4l 5 E O
20 3 OE 42 3 OE M 40 3 OE
C25 12 EO 81 16 EO 110 16 EO 105 16 EO
C40 8 1L
C40 8 1L
C40 8 1L
C40 8 L
C40 8 L
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Solid drilling

VCRR: Speed diagram
Solid carbide micro drills

Speed n [rpm]
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TITEX

VRR: Feed rate charts
for solid carbide and HSS drilling and reaming tools

Feed f [mm] for diameter [mm]

VRR 0,05 0,06 0,08 0,1 0,12 0,15 0,2 0,25 0,4 0,5 0,6 0,8 1 1,2 1,5 2
1 0,001 | 0,001 0,001 | 0,001 0,001 0,001 0,001 0,001 | 0,001 0,002 | 0,002 | 0,003 | 0,003 | 0,004 | 0,005 0,007
2 0,001 | 0,001 0,001 | 0,001 0,001 0,001 0,001 0,002 | 0,003 | 0,003 | 0,004 | 0,005 | 0,007 | 0,008 | 0,010 0,013
3 0,001 | 0,001 0,001 | 0,001 0,001 0,002 | 0,002 | 0,003 | 0004 | 0,005 | 0006 | 0008 | 0010 | 0012 | 0015 0,020
4 0,001 | 0,001 0,001 | 0,001 0,002 | 0002 | 0003 | 0003 | 0005 | 0,007 | 0,008 | 0011 0,013 | 0,016 | 0,020 0,027
5 0,001 | 0,001 0,001 | 0,002 | 0,002 | 0,003 0,003 | 0,004 | 0,007 0,008 | 0010 | 0013 | 0,017 | 0,020 | 0,025 0,033
6 0,001 | 0,001 0,002 | 0,002 | 0,002 | 0,003 0,004 | 0005 | 0008 | 0010 | 0012 | 0016 | 0,020 | 0,024 | 0,030 0,040
7 0,001 | 0,001 0,002 | 0,002 | 0,003 | 0,004 | 0005 | 0,006 | 0,009 | 0012 | 0014 | 0019 | 0023 | 0028 | 0,035 0,047
8 0,001 | 0002 | 0002 | 0003 | 0,003 | 0,004 | 0005 | 0,007 | 0011 0,013 | 0016 | 0021 0,027 | 0,032 | 0,040 0,053
9 0,002 | 0002 | 0002 | 0003 | 0004 | 0005 | 0006 | 0,008 | 0,012 | 0,015 | 0,018 | 0,024 | 0030 | 0036 | 0,045 0,060
10 0,002 | 0002 | 0003 | 0003 | 0004 | 0005 | 0007 | 0,008 | 0,013 | 0,017 | 0,020 | 0,027 | 0033 | 0040 | 0,050 0,067
12 0,002 | 0002 | 0003 | 0004 | 0005 | 0,006 | 0,008 | 0,010 | 0,016 | 0,020 | 0,024 | 0,032 | 0040 | 0048 | 0,060 0,080
16 0,003 | 0003 | 0004 | 0005 | 0,006 | 0,008 | 0,011 0,013 | 0021 0,027 | 0,032 | 0043 | 0,053 | 0,064 | 0,080 011
20 0,003 | 0004 | 0,005 | 0,007 0,008 | 0010 | 0013 | 0017 | 0,027 0,033 | 0,040 | 0,053 | 0,067 | 0,080 0,10 013
25 0,004 | 0005 | 0,007 | 0008 | 0010 | 0,013 0,017 | 0021 | 0033 | 0042 | 0050 | 0,067 | 0,083 | 0,100 | 0,125 0.167
30 0,005 | 0006 | 0008 | 0010 | 0012 | 0015 | 0020 | 0,025 | 0,040 | 0,050 | 0,060 | 0,080 | 0100 | 0120 | 0,150 0,200

Feed f [mm] for diameter [mm]

VRR 2,5 4 5 6 8 10 12 15 20 25 40 50 60 80 100
1 0,008 0,013 0,017 0,018 0,021 0,024 0,026 0,029 0,033 0,037 0,047 0,053 0,058 0,067 0,075
2 0,017 0,027 0,033 0,037 0,042 0,047 0,052 0,058 0,067 0,075 0,094 011 012 013 015
3 0,025 0,040 0,050 0,055 0,063 0,071 0,077 0,087 0,10 011 014 0.16 017 0.20 0.22
4 0,033 0,053 0,067 0,073 0,084 0,094 010 012 013 015 0,19 021 0.23 0.27 0,30
5 0,042 0,067 0,083 0,091 011 012 013 014 017 019 024 0.26 0.29 033 0,37
6 0,050 0,080 0,10 011 013 014 015 017 0,20 0.22 0.28 032 0.35 0,40 0,45
7 0,058 0,093 012 013 015 016 018 0.20 023 0.26 0.33 037 0,40 0,47 0,52
8 0,067 011 013 015 0,17 019 021 0.23 027 030 0.38 0.42 0.46 053 0,60
9 0,075 012 015 016 019 021 023 0.26 0,30 034 0.42 0.47 0,52 0,60 0,67
10 0,083 013 017 0.18 021 0.24 0.26 0.29 0,33 037 0,47 053 0,58 0,67 0.75
12 0,10 0,16 0.20 022 0.25 0.28 0,31 0.35 0,40 0.45 0,57 0,63 0,69 0,80 0,89
16 013 021 027 0.29 0,34 0.38 0,41 0.46 0,53 0,60 0.75 0.84 0,92 1,07 1,19
20 0,17 027 033 037 0,42 0.47 0,52 058 0,67 075 0,94 1,05 1,15 1,33 1,49
25 021 033 0.42 0,46 0,53 0,59 0,65 072 0,83 093 1,18 132 1,44 1,67 1,86
30 0.25 0,40 0,50 0,55 0,63 0,71 0,77 0.87 1,00 112 1,41 1,58 173 2,00 2,24
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Solid drilling

Cutting data for D4140

:u% - _ Drilling depth 3xD.
= Wet machining (E = emulsion, O = oil)
ﬂ Designation D4140
= Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS Diameter range 12-31
Ve = Cutting speed
VRR = Feed rate chart from page 177 onwards
* The classification of the machining groups can be found in the material group comparison table
2 L | .
g 415 | 2
g § 5 ’;: P6001 P6003
. 2 |= v E WPP45C WMP35
3 . . N © G 5
g Overview oEflr\t:icl::IaelTe:‘ltaeirlal groups é § g £ v | VRR ﬁ ve | VRR ﬁ jﬁ
C<0.25% Annealed 125 | 430 P1 |110| 7 |EO 110| 7 |EO
C>0.25..<0.55% Annealed 190 | 640 P2 |110| 7 |EO 110 7 |EO
Nieelloyes] el C>0.25..<055% Heat-treated 210 | 710 P3 100 7 |EO 00| 7 |EO
C>0.55% Annealed 190 | 640 P4 1100 6 |EO 100 6 |EO
C>0.55% Heat-treated 300 | 1010 | P5 80 7 |EO 80 7 |EO
Free-machining steel (short-chipping) Annealed 220 | 750 P6 [110| 7 |EO 110 7 |EO
Annealed 175 | 590 P7 1110 7 |EO 110 7 |EO
P Loyl sice Heat-treated 285 | 960 P8 71 7 |EO 71 7 |EO
Heat-treated 380 | 1280 | P9 32 3 |0OE 32 3 |0E
Heat-treated 430 | 1480 | P10
: Annealed 200 | 680 | P11 | 80 6 |EO 80 6 |EO
-1 St el Hardened and tempered 300 | 1010 | P12 | 80 | 7 |EO 80 | 7 |EO
high-alloy tool steel
Hardened and tempered 380 | 1280 | P13 63 5 EO 63 5 EO
Stainless steel Ferritic/martensitic, annealed 200 | 680 | P14 90 7 EO 90 7 EO
Martensitic, heat-treated 330 | 1110 | P15 | 71 7 |EO 71 7 |EO
Austenitic, quench hardened 200 | 680 M1 63 4 EO
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2
Austenitic/ferritic, duplex 230 | 780 M3 28 5 EO
Malleable cast iron Ferritic 200 | 400 Kl [110| 8 |EO 110| 8 |EO
Pearlitic 260 | 700 K2 | 110 8 |EO 110| 8 |EO
. Low tensile strength 180 | 200 K3 [140| 9 |EO 140| 9 |EO
Grey cast iron - - —
K High tensile strength/austenitic 245 | 350 K& 120 9 EO 120 9 EO
Cast iron with spheroidal graphite Ferrlt.lg 155 | 400 Ko 1120 8 LEO lo) 8 LEO
Pearlitic 265 | 700 K6 [110 | 8 |EO 110| 8 |EO
GGV (CGI) 230 | 400 K7 [110| 7 |EO 10| 7 |EO
Wrought aluminium alloys Noehardenable 0 -~ T
Hardenable, hardened 100 | 340 N2
< 12% Si, not hardenable 75 260 N3
Cast aluminium alloys <12% Si, hardenable, hardened 90 310 N4
N > 12% Si, not hardenable 130 | 450 N5
Magnesium alloys 70 250 N6
Unalloyed, electrolytic copper 100 | 340 N7
Copper and copper alloys Brass, bronze, red brass 90 310 N8
(bronze/brass) Cu alloys, short-chipping 110 | 380 | N9
High-tensile, Ampco 300 | 1010 | N10
Fo-based Annealed 200 | 680 S1 50 3 |EO
Hardened 280 | 940 S2
Heat-resistant alloys Annealed 250 | 840 S3 28 5 EO
Ni- or Co-based Hardened 350 | 1180 | S4 11 2 |EO
S Cast 320 | 1080 | S5 18 5 |EO
Pure titanium 200 | 680 S6 63 4 EO
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 56 4 EO
B alloys 410 | 1400 | S8 56 3 |EO
Tungsten alloys 300 | 1010 | S9 18 5 EO
Molybdenum alloys 300 | 1010 | S10 18 5 EO
Hardened and tempered 50HRC| - H1
Hardened steel Hardened and tempered 55HRC| - H2
H Hardened and tempered 60 HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - H4
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore| 06
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The specified cutting data are average standard values.
For specific applications, adjustment is recommended.

3xD 5xDc
D4140 D4140
12-31 12-31

= ==

h

PG00 P600S PG00 P6003 PG00 P600S
WXK25 WKKA45C WPPL5C WMP35 WXK25 WKKASC
e | vRR N B v | vRR |y D& e v | [ e | v D TR e | w2 | B e | |y | DR
00 | 7 | EO 00 | 7 [Eo0
00 | 7 | EO w0 | 7 |EoO
00 | 7 | EO 0w | 7 |Eo0
% | 6 |EO % | 6 |EO
71| 7 |EO 71| 7 |EO
00 | 7 | EO 0 | 7 |Eo
00 | 7 | EO
63 | 7 | EO 63 | 7 |EO
32 | 3 | OE 32 | 3 | oE
80 | 6 | EO 80 | 6 |EO
71| 7 | EO 71| 7 |EO
63 | 5 | EO 63 | 5 | EO
% | 7 |EO % | 7 |EO
71| 7 | Eo 71| 7 |EO
63 | 4 | EO
28 | 5 |EO
10| 8 |[EO 10 [ 8 | EO 10| 8 [EO 10| 8 [EO
00 | 8 | EO 10 | 8 | EO 10 | 8 | EO 00 | 8 | EO
60 | 9 |EO 10 | 9 | EO 1 | 9 [ EoO 0 | 9 |EO
1w | 9 | Eo0 120 9 | EO 120 9 |EO 1w | 9 | EoO
120 8 | EO 120 | 8 | EO 120 | 8 | EO 120 8 | EO
00| 8 |EO 10 | 8 | EO 10| 8 |EoO 00| 8 |EO
100 | 7 | Eo 10 | 7 | EO 10 | 7 | Eo 100 | 7 |Eo
250 | 16 | EO 250 | 16 | EO
250 | 16 | EO 250 | 16 | EO
W | 9 [E0 | ™ %0 | 9 [E0 | M
30 | 9 | EO | M 30 | 9 | EO | M
200 9 | EO | ™ 200 9 [ E0 | M
10 | 4 | EO 10 | 4 | EO
220 | 10 | EO 220 | 10 | EO
220 | 10 | EO 220 | 10 | EO
80 | 5 | EO 71| 5 |EO

50 B EO

25 5 EO
10 2 EO
18 5 EO
63 4 EO
50 4 EO
50 3 EO
18 5 EO
18 5 EO

HC = Coated carbide
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Solid drilling
Cutting data for D4140
:u% - _ Drilling depth 7xDe
= Wet machining (E = emulsion, O = oil)
ﬂ Designation D4140
= Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS Diameter range 12-31
Ve = Cutting speed
VRR = Feed rate chart from page 177 onwards
* The classification of the machining groups can be found in the material group comparison table
2 L | .
g 415 | 2
g § 5 ’;: P6001 P6003
. 2 |= v E WPP45C WMP35
3 . . N © G 5
g Overview oEflr\t:icl::IaelTe:‘ltaeirlal groups é § g £ v | VRR ﬁ :ﬁ ve | VRR ﬁ jﬁ
C<0.25% Annealed 125 | 430 P1 |100| 7 |EO 00| 7 |EO
C>0.25..<0.55% Annealed 190 | 640 P2 100 7 |EO 00| 7 |EO
Nieelloyes] el C>0.25..<055% Heat-treated 210 | 710 P3 100 7 |EO 00| 7 |EO
C>0.55% Annealed 190 | 640 P4 90 6 |EO 90 6 |EO
C>0.55% Heat-treated 300 | 1010 | P5 71 7 |EO 71 7 |EO
Free-machining steel (short-chipping) Annealed 220 | 750 P6 [100| 7 |EO 00| 7 |EO
Annealed 175 | 590 P7 1100 7 |EO 00| 7 |EO
P Loyl sice Heat-treated 285 | 960 P8 63 7 |EO 63 7 |EO
Heat-treated 380 | 1280 | P9 32 3 |0OE 32 3 |0E
Heat-treated 430 | 1480 | P10
: Annealed 200 | 680 | P11 | 80 6 |EO 80 6 |EO
-1 St el Hardened and tempered 300 | 1010 P12 | 71 | 7 |EO 71| 7 |EO
high-alloy tool steel
Hardened and tempered 380 | 1280 | P13 63 5 EO 63 5 EO
Stainless steel Ferritic/martensitic, annealed 200 | 680 | P14 90 7 EO 90 7 EO
Martensitic, heat-treated 330 | 1110 | P15 | 71 7 |EO 71 7 |EO
Austenitic, quench hardened 200 | 680 M1 63 4 EO
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2
Austenitic/ferritic, duplex 230 | 780 M3 28 5 EO
Malleable cast iron Ferritic 200 | 400 Kl [110| 8 |EO 110| 8 |EO
Pearlitic 260 | 700 K2 | 110 8 |EO 110| 8 |EO
. Low tensile strength 180 | 200 K3 120 9 |EO 120 9 |EO
Grey cast iron - - —
K High tensile strength/austenitic 245 | 350 K& 120 9 EO 120 9 EO
Cast iron with spheroidal graphite Ferrlt.lg 155 | 400 Ko 1120 8 LEO lo) 8 LEO
Pearlitic 265 | 700 K6 [110 | 8 |EO 110| 8 |EO
GGV (CGI) 230 | 400 K7 [110| 7 |EO 10| 7 |EO
Wrought aluminium alloys Noehardenable 0 -~ T
Hardenable, hardened 100 | 340 N2
< 12% Si, not hardenable 75 260 N3
Cast aluminium alloys <12% Si, hardenable, hardened 90 310 N4
N > 12% Si, not hardenable 130 | 450 N5
Magnesium alloys 70 250 N6
Unalloyed, electrolytic copper 100 | 340 N7
Copper and copper alloys Brass, bronze, red brass 90 310 N8
(bronze/brass) Cu alloys, short-chipping 110 | 380 | N9
High-tensile, Ampco 300 | 1010 | N10
Fo-based Annealed 200 | 680 S1 50 3 |EO
Hardened 280 | 940 S2
Heat-resistant alloys Annealed 250 | 840 S3 25 5 EO
Ni- or Co-based Hardened 350 | 1180 | S4 10 2 |EO
S Cast 320 | 1080 | S5 18 5 |EO
Pure titanium 200 | 680 S6 63 4 EO
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 50 4 EO
B alloys 410 | 1400 | S8 50 3 |EO
Tungsten alloys 300 | 1010 | S9 18 5 EO
Molybdenum alloys 300 | 1010 | S10 18 5 EO
Hardened and tempered 50HRC| - H1
Hardened steel Hardened and tempered 55HRC| - H2
H Hardened and tempered 60 HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - H4
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore| 06
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The specified cutting data are average standard values.
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7 xD¢ 10xD.
D4140 D4140
12-31 18-24

PG00 P600S PG00 P6003 PG00 P600S
WXK25 WKKA45C WPPL5C WMP35 WXK25 WKKASC
e | R | B v | R | | B e | vRr | 2 e |y 3R e | w2 B e | |y | DR
w | 7 |EO % | 7 |EO
w | 7 |EO w | 7 |EO
80 | 7 |EO 80 | 7 |EO
80 | 6 | EO 80 | 6 |EO
63 | 7 | EO 63 | 7 | EO
w | 7 |EO w0 | 7 |EO
% | 7 |EO
5% | 7 | EO 5 | 7 | EO
32 | 3 | OE 32 | 3 | oE
63 | 6 | EO 63 | 6 |EO
63 | 7 | EO 63 | 7 | EO
63 | 5 | EO 63 | 5 | EO
71| 7 |EO 71| 7 |EO
5% | 7 | EO 55 | 7 | EO
50 | 4 | EO
5 | 5 |E0
10| 8 [EO 00 | 8 | EO 00| 8 [EO 00| 8 [EO
00 | 8 | EO 00 | 8 | EO 0 | 8 | EO % | 8 | EO
1w | 9 [ EoO 120 | 9 | EO 120 | 9 | EO W | 9 | EO
1w | 9 | Eo0 10 | 9 | Eo 10| 9 |EoO 120 9 | EO
120 | 8 | EO 10 | 8 | EO 10| 8 |[EO 10| 8 |[EO
00| 8 |EO 00| 8 | EO 00| 8 |EO w0 | 8 |EO
100 | 7 | Eo 0| 7 | Eo 0 | 7 |EoO % | 7 | EO
220 | 16 | EO 160 | 16 | EO
220 | 16 | EO 160 | 16 | EO
%0 | 9 [ E0 | M
260 | 9 | EO | M 200 9 |EO | M
200 9 |[E0 | ™ 180 | 9 | EO | M
10 | 4 | EO 100 | 4 | EO
220 | 10 | EO 200 | 10 | EO
220 | 10 | EO 200 | 10 | EO
71| 5 |EO 65 | 5 | EO
0w | 3 |EO
22 [ 5 |E0
9 | 2 |EO
L | 5 |EO
50 | 4 | EO
5 | 4 |EO
5 | 3 |EO
.| 5 | EO
. | 5 [EO
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Cutting data for D3120

:ﬂ% = Wet machining (E = emulsion, 0 = oil) Indexable insert geometry
3% = Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS Starting values for feed
f [mm/rev]
* The classification of the machining groups can be found in the material group comparison table
A 57
Grade 1| Grade 2 | Grade 3 | Grade 4 | Grade 5
2 | & *
g é % g Dc [mm]
= o
5 |5 |2
‘g Overview of the main material groups E % E % ﬁ jﬁ
= and code letters s |22 =
C<0.25% Annealed 125 | 430 Pl | @@ 0,05 0,06 0,06 0,09 012
C>0.25..<0.55% Annealed 190 | 640 P2 | ee 0,07 0,09 0,10 013 018
ey siieel C>0.25..<055% Heat-treated 210 | 710 P3 | @@ 0,07 0,09 0.10 013 018
C>0.55% Annealed 190 | 640 P4 | @@ 0,07 0,09 0,10 013 018
C>0.55% Heat-treated 300 | 1010 | P5 | @@ 0,07 0,09 0,10 013 018
Free-machining steel (short-chipping) | Annealed 220 | 750 P6 |e® | @ 0,07 0,09 0,10 013 018
Annealed 175 | 590 P7 | e® 0,08 010 012 0.15 0.20
P Heat-treated 285 | 960 P8 | e 0,07 0,09 0.10 013 015
Low-alloy steel
Heat-treated 380 | 1280 | P9 | @@ 0,07 0,09 0,10 013 015
Heat-treated 430 | 1480 | P10 | @@ 0,05 0,06 0,06 0,09 012
‘ Annealed 200 | 680 | P11 | @@ 0,08 0,10 012 0.15 018
:‘3:_';':2){ fggf'sf:edl Hardened and tempered 300 | 1010 | P12 | @@ 007 | 009 | 010 | 013 | 015
Hardened and tempered 380 | 1280 | P13 | @@ 0,06 0,08 0,09 012 014
. Ferritic/martensitic, annealed 200 | 680 | P14 | @@ 0,07 0,09 0,10 013 015
Stainless steel —
Martensitic, heat-treated 330 | 1110 | P15 | @@ 0,06 0,08 0,09 0,12 014
Austenitic, quench hardened 200 | 680 Ml | e® 0,06 0,07 0,08 0,10 013
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2 | ee® 0,06 0,07 0,08 0,10 013
Austenitic/ferritic, duplex 230 | 780 M3 | e® 0,06 0,07 0,08 0,10 013
Malleable cast iron IFEiETe 200 | 400 | KI |ee | e | 009 | 012 0,14 017 | 022
Pearlitic 260 | 700 K2 |e® | @ 0,07 0,09 011 0.14 019
. Low tensile strength 180 | 200 K3 |e@® | @ 0,10 0,13 0,15 018 023
Grey cast iron " - —
K High tensile strength/austenitic 245 | 350 K& | @@ | ® 0,08 0,10 0,12 0,15 0,20
(et e i et i Ferrit.ic. 155 | 400 K5 |ee | @ 0,10 013 0,15 0,18 023
Pearlitic 265 | 700 K6 | ®® 0,08 0,10 012 0,18 023
GGV (CGl) 230 | 400 K7 |e® | @ 0,09 012 0,14 017 0,22
Wrought aluminium alloys Mot hardenable 30 - e
Hardenable, hardened 100 | 340 N2 | eo®
< 12% Si, not hardenable 75 260 N3 | @@
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 | @@
> 12% Si, not hardenable 130 | 450 NS |e® | @
N Magnesium alloys 70 250 N6 | @@
Unalloyed, electrolytic copper 100 | 340 N7
Copper and copper alloys Brass, bronze, red brass 90 310 N8 | @@
(bronze/brass) Cu alloys, short-chipping 110 | 380 NG |e® | @
High-tensile, Ampco 300 | 1010 | N10 | e® | ® 0,06 0,07 0,08 0,10 013
Annealed 200 | 680 S1 | ee®
Fe-based Hardened 280 | 940 | S2 | ee
Heat-resistant alloys Annealed 250 | 840 S3 | ee
Ni- or Co-based Hardened 350 | 1180 | S4 | ee
Cast 320 | 1080 | S5 | ee
S Pure titanium 200 | 680 S6
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 | ee®
B alloys 410 | 1400 | S8 | e®
Tungsten alloys 300 | 1010 | S9 | ee 0,05 0,06 0,06 0,09 011
Molybdenum alloys 300 | 1010 | S10 | e® 0,05 0,06 0,06 0,09 011
Hardened and tempered 50 HRC| - Hl | ee® 0,05 0,06 0,06 0,09 010
Hardened steel Hardened and tempered 55 HRC| - H2 | e® 0,05 0,06 0,06 0.09 010
H Hardened and tempered 60HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - H4 | @@ 0,05 0,06 0,06 0,09 0,10
Thermoplastics Without abrasive fillers 0l |ee® | o
Thermosets Without abrasive fillers 02 |ee | o
Plastic, glass-fibre-reinforced GFRP 03
0 Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore| 06 oo | o 0,09 0,12 0,14 017 0,22

ee Recommended application (the specified cutting data is regarded as starting values for the recommended application)

When using drills > 3 x D, the following reductions are recommended:
> 3 x D: Cutting speed v, —20%, feed f -30% when spot drilling, feed f -50% when spot drilling on inclined surfaces.
> 4 x D: Cutting speed v; —30%, feed f —40% when spot drilling
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The specified cutting data are average standard values.
For specific applications, adjustment is recommended.

Cutting material grade

Indexable insert geometry Outer insert [P2840S]

Starting values for feed Starting values for cutting speed
f [mm/rev] Ve [m/min]
E57 E67 HC
Grade 1 | Grade 2 | Grade 3 | Grade 4 | Grade 5 | Grade 1 | Grade 2 | Grade 3 | Grade 4 | Grade 5 WKP255 WKP355 WSP45S
f [mm/rev] f [mm/rev] f [mm/rev]

D [mm] D¢ [mm]

0,06 0,10 0,16 0,06 0,10 0,16 0,06 0,10 0,16
0,05 0,06 0,06 0,09 0,12 0,05 0,06 0,06 0,09 0,12 350 320 300 270 250 220
0,06 0,07 0,08 0,11 017 0,06 0,07 0,08 011 0,17 260 240 220 220 200 180 170 160 150
0,06 0,07 0,08 0,11 0,17 240 220 200 200 180 150 150 140 130
0,06 0,07 0,08 0,11 0,17 220 200 180 180 150 140 140 130 120
0,06 0,07 0,08 0,11 0,17 190 170 150 150 130 120 130 120 110
0,06 0,07 0,08 0,11 0,17 220 200 180 180 150 140 140 130 120
0,06 0,08 0,10 0,13 0,19 0,06 0,08 0,10 0,14 0,20 260 240 220 220 200 180 170 160 160
0,06 0,07 0,08 0,11 0,14 230 210 190 190 170 140 140 130 120
0,06 0,07 0,08 0,11 0,14 210 190 170 180 160 130 140 120 110
0,05 0,06 0,06 0,09 011 190 170 160 170 140 130 140 120 110
0,06 0,08 0,10 0,13 0,17 0,06 0,08 0,10 0,12 0,16 220 200 180 200 170 150 140 130 120
0,06 0,07 0,08 011 0,14 200 170 150 180 140 130 130 120 110
0,05 0,06 0,07 0,10 0,13 190 160 140 170 130 120 120 110 100
0,06 0,07 0,08 0,11 0,14 0,06 0,07 0,08 011 0,14 190 170 150 140 130 120
0,05 0,06 0,07 0,10 013 0,05 0,06 0,07 0,10 0,13 150 130 120 120 110 100
0,06 0,07 0,08 0,10 0,13 0,06 0,07 0,09 0,12 0,14 220 200 180 180 170 150
0,06 0,07 0,08 0,10 013 0,06 0,07 0,09 0,12 0,14 150 130 110 130 110 100
0,06 0,07 0,08 0,10 0,13 0,06 0,07 0,09 0,12 0,14 120 100 80 100 80 70
0,07 0,09 0,11 0,14 021 0,07 0,09 0,11 0,14 0,21 210 190 170 190 180 160 170 140 120
0,05 0,07 0,08 0,11 0,18 0,05 0,07 0,09 190 140 120 130 120 110 130 120 110
0,08 0,10 0,12 0,15 0,22 0,08 0,10 0,12 0,15 0,22 220 200 180 200 190 170 180 160 130
0,06 0,08 0,09 0,12 0,19 180 150 130 150 130 110 150 130 110
0,08 0,10 0,12 0,15 0,22 0,08 0,10 0,12 0,15 0,22 150 140 130 140 120 110 150 130 120
0,06 0,08 0,09 0,12 0,22 0,06 0,08 140 130 120 120 110 100 120 110 110

0,07 0,09 011 0.14 021 0.07 0,09 011 014 021 180 150 130 150 130 110 150 130 110

0,07 0,09 0,10 0,12 0,17 0.07 0,09 011 012 017 450 450 450
0,08 010 012 0,15 017 0,08 010 012 015 017 300 300 300
0,08 0,10 012 015 017 0,08 010 012 015 017 250 250 250
0,08 0,10 012 015 017 0,08 0,10 0,12 015 017 200 200 200
0,08 010 012 0,15 017 0,08 0,10 012 015 017 300 300 300
010 012 014 017 022 0.10 012 014 017 022 300 250 200
010 012 014 017 022 0,10 012 0,14 017 022 350 300 250
0,06 0,07 0,08 0,10 013 0,06 0,07 0,09 012 014 150 130 110 130 110 100
0,05 0,06 0,07 0.10 013 0,05 0,06 0,07 010 013 100 100 100 100 90 90

0,05 0,06 0,06 0,09 011 0.05 0,06 0,06 0,09 011 80 80 80 80 70 70

0,05 0.06 0,07 0.10 012 0,05 0,06 0,07 010 012 60 60 60 60 50 50

0,05 0,06 0,06 0,09 011 0,05 0,06 0,06 0.09 011 50 50 50 50 40 40

0,05 0,06 0,06 0,09 011 0,05 0,06 0.06 0,09 011 50 50 50 50 40 40

0,05 0,06 0,07 0,10 012 0,05 0,06 0,07 010 012 50 50 50 45

0,05 0,06 0.06 0,09 011 0,05 0,06 0,06 0,09 011 50 50 40 40

0,05 0,06 0,06 0,09 011 0,05 0,06 0.06 0,09 011 70 60

0,05 0,06 0,06 0,09 011 0,05 0,06 0,06 0,09 011 70 60

0,05 0,06 0,06 0.09 0,10 70 60 50

0,05 0,06 0,06 0,09 010 60 50 50

0,05 0.06 0,06 0,09 0,10 60 50 50

016 018 0,20 0,25 0,30 0.16 018 0.20 025 030 400 400 400 400 400 400

012 014 018 0,20 025 012 0.14 018 020 025 300 300 300 300 300 300 300 300 300

0,07 0,09 011 0,14 021 300 250 200 250 200 150 250 200 150

HC = Coated carbide
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Drilling with X offset
using a stationary drill with rotating workpiece

Adjustment range Adjustment device  Adjustment range for Walter Drill D3120
Bimax X D = 16-42 mm with P284 . . indexable inserts.
2 — /4 ] o\ g
; | Sz I \p

N/ Le ‘

Indexable (L= Do)z 4 (Lc = D)< & Indexable (Le =Dz 4 (Lc = Do) < &
insert size D AX Dmax | AXmax  Drmax insert size D AX Dmax | AXmax  Drmax
mm mm mm mm mm mm mm mm mm mm
16 1,0 18,0 18 196 31 11 33.2 19 34,8
17 08 186 15 20,0 32 09 33.8 16 35.2
1 18 07 194 13 20,6 33 07 34,4 14 35,8
19 05 20,0 1.0 21,0 4 34 05 350 11 36,2
20 03 206 08 216 35 03 35,6 08 36,6
21 11 232 20 25,0 36 02 36,4 06 37.2
22 09 238 17 25,4 37 09 388 18 40,6
2 23 0,8 24,6 1.5 26,0 38 07 39,4 15 41,0
24 06 252 12 26,4 39 05 40,0 1.2 414
25 04 258 1.0 27,0 5 40 05 410 1.2 L4
26 1,0 28,0 17 29,4 41 04 418 09 428
27 08 286 14 29.8 42 02 62,4 06 432
3 28 06 29,2 1.2 30,4
29 04 298 09 30,8
30 03 306 07 314
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D4140 drilling strategy

Drilling depth > 5 x D. =10 x D

Pilot hole
D4140-03
n =-20%
f =-50%
approx.
max. approx. 500 rpm n =100%

Recommendation:
Drilling without interruption

VRR: Feed rate charts for D4140

Feed f [mm] for diameter [mm]

VRR 12 15 20 2> 40 50 60 80 100
2 0.052 0,058 0.067 0.075 0,094 011 012 013 015
3 0.077 0,087 0.10 011 014 0.16 017 0.20 022
4 010 012 013 015 0.19 021 0.23 0.27 030
5 013 014 017 0,19 0.24 0.26 0.29 033 0,37
6 015 0.17 0.20 022 0.28 0.32 0.35 0.40 0.45
7 018 0.20 0.23 0.26 033 037 0.40 0.47 052
8 021 0.23 0.27 0,30 0.38 0.42 0.46 053 0.60
9 023 0.26 0.30 034 0.42 0.47 052 0.60 0,67
10 0.26 0.29 033 037 0.47 053 0,58 0,67 0.75
12 031 0.35 0.40 0.45 057 063 0.69 0.80 0.89
16 041 0.46 053 0,60 0.75 0.84 0,92 1,07 119
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TITEX

Cutting data
HSS drills

The specified cutting data are average standard values.
For specific applications, adjustment is recommended.

:ﬂ% Drilling depth ~8 x Dc
= Wet machining (E = emulsion, O = oil) Designation DA110 Perform
:'x = Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS
Standard DIN 338
Ve = Cutting speed Cooling External coolant
VRR = Feed rate chart from page 169 onwards -
Coating/grade WZ90AJ
* The classification of the machining groups can be found in the material group comparison table
Dia. range [mm] 1-16
2 | £ | .
o " = [=%
z 518 | 2
- 0 [s}
3 IR X
C<0.25% Annealed 125 430 P1 29 9
C>0.25..<0.55% Annealed 190 640 P2 29 10
Noeelloyes] sl C>0.25..<0.55% Heat-treated 210 710 P3 23 10
C>0.55% Annealed 190 640 P4 22 8
C>0.55% Heat-treated 300 | 1010 P5 15 8
Free-machining steel (short-chipping) Annealed 220 750 P6 29 10
Annealed 175 590 P7 29 10
P Low-aloy steel Heat-treated 285 | 960 P8 13
Heat-treated 380 | 1280 P9 9 3
Heat-treated 430 | 1480 | P10
: Annealed 200 680 P11 9 4 EO
:.'gh‘a””y Sl e Hardened and tempered 300 | 1010 | P12 15 8 EO
igh-alloy tool steel
Hardened and tempered 380 | 1280 | P13 7 3 EO
Stainless steel Ferritic/martensitic, annealed 200 680 P14 24 10 EO
Martensitic, heat-treated 330 | 1110 | P15 15 8 EO
Austenitic, quench hardened 200 680 M1 5 4 OE
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 M2 8 5 EO
Austenitic/ferritic, duplex 230 780 M3
Malleable cast iron Ferritic 200 400 K1 22 12 EO
Pearlitic 260 700 K2 17 10 EO
Ery@Estiar Low tensile strength 180 200 K3 28 12 EO
K High tensile strength/austenitic 245 350 K4 22 12 EO
Cast iron with spheroidal graphite Femt.lc. Lk 400 K5 2 L2 EI0
Pearlitic 265 700 K6 17 10 EO
GGV (CGI) 230 400 K7 20 10 EO
Wrought aluminium alloys Nochardenabis S0 . NE
Hardenable, hardened 100 340 N2
< 12% Si, not hardenable 75 260 N3
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4
> 12% Si, not hardenable 130 450 N5
N Magnesium alloys 70 250 N6
Unalloyed, electrolytic copper 100 340 N7 41 5 EO
Copper and copper alloys Brass, bronze, red brass 90 310 N8
(bronze/brass) Cu alloys, short-chipping 110 | 380 N9 51 12 EO
High-tensile, Ampco 300 | 1010 | N10
Fe-based Annealed 200 680 Sl 4 3 OE
Hardened 280 940 S2
Heat-resistant alloys Annealed 250 840 S3
Ni- or Co-based Hardened 350 | 1180 S4
s Cast 320 | 1080 S5
Pure titanium 200 680 S6
Titanium alloys a and B alloys, hardened 375 | 1260 S7
B alloys 410 | 1400 S8
Tungsten alloys 300 | 1010 S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50 HRC - H1
Hardened steel Hardened and tempered 55HRC| - H2
H Hardened and tempered 60 HRC - H3
Hardened cast iron Hardened and tempered 55 HRC - H4
Thermoplastics Without abrasive fillers 01 25 12 EO
Thermosets Without abrasive fillers 02 28 8
0 Plastic, glass-fibre-reinforced GFRP 03 L
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06
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J— | |IUJn|_-rER Counterboring and precision boring

Positive rhombic 80°
CCMT

Tiger-tec® Silver L
Indexable inserts
P M K N s
HC HC HC |HCHW| HC
n 0nininnln 0| n n|vlv
SENEHHEEEREREEE
r I alala|S| S oo nnn xRS H a0
Designation mm mm A A A
CCMT060202-E47 0.2 6.45 = S S
CCMTO060204-E47 04 6.45 o S CoJE
y CCMT09T302-E47 0,2 9,67 = S S
CCMTO09T304-E47 0.4 9,67 = o R
CCMT09T308-E47 0.8 9,67 s S S8
CCMT120404-E47 0.4 12.9 = o o
CCMT120408-E47 0.8 12.9 ] O S &
CCMT120412-E47 1.2 12,9 = S S
CCMT160508-E47 0,8 16,12 = S S
See the IS0 1832 designation key for dimensions HC = Coated carbide
HW = Uncoated carbide
e ;
Positive square —
SCMT ¥
| ©
. . \ /
Tiger-tec® Silver ‘l\’
90° — | ——
Indexable inserts
P M K N s
HC HC HC | HC HC
ninlQnlauvnn 0n|wn 0| vln
8152|852 /8/8/2/8/8|8|8/12-2/8|8/2/8/8
r | Tae dlsSsI=IsSI=sIgEZEsS==S==
g2 acnnnnnn XXX ounnonununn
Designation mm mm AR A A A A A A A
SCMT060204-E47 0.4 6.35 = CCE)E S IS
SCMT09T304-E47 0.4 953 ] DO GRS
SCMT09T308-E47 0.8 9,53 = CCE)E S CIC0E S
SCMT120408-E47 0.8 127 & DO GRS
See the IS0 1832 designation key for dimensions HC = Coated carbide
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Positive Trigon 80°
WCMT

Tiger-tec® Silver

Indexable inserts

P M K|S

HC HC HC|HC

ni n uvnuwn 2]

g8/12|18|2/5|3|8|=8

| r ool SIS

a2 nunn<cln

Designation mm mm A
WCMT030204-E47 35 0.4 = S S

/ WCMT040204-E47 43 0.4 = ") S
/ WCMTO6T304-E47 6.5 0.4 ] () ()
WCMT06T308-E47 6.5 08 o3 S S
WCMT080408-E47 8.7 08 = S S

HC = Coated carbide

Positive rhombic 80°

Cermet YL
Indexable inserts
M K N S
HE HC HC HC |HCHW, HC
ni un un un [ BN"]
=|88/8|5/85/8/2(8/8|2/8/2| |5|82/8 8
I r FlalalasazssSsSsSsExZa=S=S==s
waolacao|22|nnnnunXXXXnnonnn
Designation mm mm A ARSI A A A
CCMT060202-FP4 6,45 0.2 CC)Co)
CCMT060204-FP4 6,45 0.4 SDSS
CCMT060208-FP4 6.45 08 DS
CCMT09T302-FP4 9,67 0,2 SOSD
CCMTO09T304-FP4 9,67 0.4 DD
CCMTO09T308-FP4 9,67 08 DD
CCMT120404-FP4 12,90 0.4 S
CCMT120408-FP4 12,90 08 S
See the IS0 1832 designation key for dimensions HE = Coated cermet
HC = Coated carbide
HW = Uncoated carhide
nsert for

Optimum indexable i

o 6 8

or
Good Average P
onditions

machining ¢

Indexable inserts for counterboring and precision boring 181



e— | |IUJl:I_TER Counterboring

Two flute boring tool
B3220

Walter BoringVtP!''™™

41-153|[K=90°| | Z=2

ﬁ P M K N S H 0
- B3220 oo o0 00 o oo
d; Dc I 14.1 ARS
Tool Basic body designation mm mm mm mm
NCT ScrewFit B32206.736.41-55.22 36 65 65.3
Jl' ‘< B32206.C4.041-056.22 Ch 41-55 80 80,3
| i g
- Né 80 803
o} B32206.N4.041-056.22 )
B32206.745.55-70.22 T45 80 80,3
Walter Capto™ B32206.C5.055-073.22 c5 55-70 100 1003
l41
e T B32206.N5.055-073.22 N5 100 1003
[ 1 De
B32206.N6.070-093.22 6 70-90 110 1103
f— 1
B32206.C6.070-93.22 N6 75-95 100 1003
B32206.C8.090-113.22 c8 110 1103
90-110
Modular adaptor
B32206.N8.090-113.22 N8 100 1003
B32206.C8.110-153.22 8 110 1103
110-133
B32206.N8.110-153.22 N8 100 1003
B32206.C8.110-153.22 8 110 1103
130-153
B32206.N8.110-153.22 N8 100 1003

For assembly aids, see page D 154 of the Walter General Catalogue 2017

® ARS cartridge for axial and radial offset roughing. For this, a cartridge ® of the complete tool with CC insert seat must be replaced.
I41 For the projection length when using the ARS counterboring method, see "Technical information”

Bodies and assembly parts are included in the scope of delivery.
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Cartridge ® designation ARS cartridge ® designation Type Complete tool designation with C insert
B3220.736.41-55.22.CC09*
EB207-208.CC09 EB207-208-1.CC09 B3220.C4.041-055.22.CC09
B3220.N4.041-055.22.CC09
Cco9
B3220.T45.55-70.22.CC09*
EB209-210.CC09 EB209-210-1.CC09 B3220.C5.055-070.Z2.CC09
B3220.N5.055-070.Z2.CC09
B3220.C6.070-090.Z2.CC12
EB211-212.CC12 EB211-212-1.CC12 B3220.N6.070-090.22 CC12
B3220.C6.070-090.Z2.CC16
EB211-212.CC16 EB211-212-1.CC16 B3220.N6.070-090.22 CC16
B3220.C8.090-110.Z2.CC12
B3220.C8.090-110.Z2.CC16
EB213-214.CC12 EB213-214-1.CC12
EB213-214.CC16 EB213-214-1.CC16
B 3220.N8.090-110.22.CC12
B 3220.N8.090-110.22.CC16
CC12
CC16

EB215.CC12 EB215-1.CC12
EB215.CC16 EB215-1.CC16
EB216.CC12 EB216-1.CC12
EB216.CC16 EB216-1.CC16

B3220.C8.110-133.22.CC12
B3220.C8.110-133.Z2.CC16

B 3220.N8.110-133.22.CC12
B 3220.N8.110-133.22.CC16

B3220.C8.130-153.Z2.CC12
B3220.C8.130-153.Z2.CC16

B 3220.N8.130-153.22.CC12
B 3220.N8.130-153.22.CC16

*

Important: The projection of the cartridges
must be sufficient for chip removal when used
with extension in blind-hole bores.
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Two flute boring tool
B3223 / B3224

Walter BoringVtP!''™™

Dc
150~ |[(k=90°|| Z=2
640
ﬁ P M K N S H o0
- B3223 / B3224 o0 00 o0 o oo
Tool d; Dc A 141 ARS Bridge
Basic body designation mm mm mm mm designation
Walter Capto™
C8 160 1603
150-220 EB134AL
N8 150 150,3
C8 160 160,3
220-290 EB135AL
B32236G.C8.150-640
N8 150 150,3
jﬂ B32246.C8.150-640
C8 160 1603
290-360 EB136AL
N8 150 150,3
c8 360-430 160 160,3 EB137AL

For assembly aids, see page D 154 of the Walter General Catalogue 2017

® ARS cartridge for axial and radial offset roughing. For this, a cartridge @ of the complete tool with CC insert seat must be replaced.
I41 For the projection length when using the ARS counterboring method, see "Technical information”

Bodies and assembly parts are included in the scope of delivery.
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Cartridge holder Cartridge ® ARS cartridge ®
designation designation designation Type Complete tool designation with C insert

B3220.C8.150-220.22.CC12
B3220.C8.150-220.Z22.CC16

B3224.C8.150-220.22.CC12
B3224.C8.150-220.Z22.CC16

B 3220.N8.150-220.22.CC12
B 3220.N8.150-220.22.CC16

B 3224.N8.150-220.22.CC12
B 3224.N8.150-220.2.CC16

B3220.C8.220-290.22.CC12
B3220.C8.220-290.22.CC16

B3224.C8.220-290.Z2.CC12
B3224.C8.220-290.22.CC16

B3220.N8.220-290.22.CC12

EB217.CC12 EB217-1.CC12 cc12 B3220.N8.220-290.22.CC16
EB122 EB217.CC16 EB217-1.CC16 CC16

B3224.N8.220-290.22.CC12
B3224.N8.220-290.22.CC16

B3220.C8.290-360.Z22.CC12
B3220.C8.290-360.22.CC16

B3224.C8.290-360.22.CC12
B3224.C8.290-360.22.CC16

B3220.N8.290-360.22.CC12
B3220.N8.290-360.22.CC16

B3224.N8.290-360.22.CC12
B3224.N8.290-360.22.CC16

B3220.C8.360-430.22.CC12
B3220.C8.360-430.22.CC16

B3224.C8.360-430.Z2.CC12
B3224.C8.360-430.22.CC16
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Counterboring

Two flute boring tool
B3223 / B3224

Walter BoringVtP!''™™

Tool

Basic body designation

Modular adaptor

B3223G.N8.150-640

B3224G.N8.150-640

[~ 150——

P

M

Dc
150- | (k=90°|| Z=2
640

K N S H o0

B3223 /B3224

d; D¢ lg 14.1 ARS Bridge
mm mm mm mm designation
N8 360-430 150 150,3 EB137AL
c8 160 1603
430-500 EB138AL
N8 150 150,3
C8 160 1603
500-570 EB139AL
N8 150 150,3
C8 160 160,3
570-640 EB140AL
N8 150 150,3

For assembly aids, see page D 154 of the Walter General Catalogue 2017

® ARS cartridge for axial and radial offset roughing. For this, a cartridge @ of the complete tool with CC insert seat must be replaced.
I41 For the projection length when using the ARS counterboring method, see "Technical information™

Bodies and assembly parts are included in the scope of delivery.
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Cartridge holder Cartridge ® ARS cartridge ®
designation designation designation Type Complete tool designation with C insert

B3220.N8.360-430.22.CC12
B3220.N8.360-430.22.CC16

B3224.N8.360-430.22.CC12
B3224.N8.360-430.22.CC16

B3220.C8.430-500.22.CC12
B3220.C8.430-500.22.CC16

B3224.C8.430-500.22.CC12
B3224.C8.430-500.22.CC16

B3220.N8.430-500.22.CC12
B3220.N8.430-500.22.CC16

B3224.N8.430-500.22.CC12
B3224.N8.430-500.22.CC16

B3220.C8.500-570.22.CC12

EB217.CC12 EB217-1.CC12 cc12 B3220.C8.500-570.22.CC16
EB122 EB217.CC16 EB217-1.CC16 CC16

B3224.C8.500-570.Z22.CC12
B3224.C8.500-570.22.CC16

B3220.N8.500-570.22.CC12
B3220.N8.500-570.22.CC16

B3224.N8.500-570.22.CC12
B3224.N8.500-570.22.CC16

B3220.C8.570-640.22.CC12
B3220.C8.570-640.Z2.CC16

B3224.C8.570-640.22.CC12
B3224.C8.570-640.Z22.CC16

B3220.N8.570-640.22.CC12
B3220.N8.570-640.22.CC16

B 3224.N8.570-640.22.CC12
B 3224.N8.570-640.22.CC16
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Precision boring

Precision boring cartridges

- 0.01 and 0.002 mm adjustment accuracy

Tool Demim dg l13 f hp Iy t Set Indexable
Designation mm mm mm mm mm mm mm mm insert type
FR709 / FL709 36 4,5 9.25 20 8,5 49,8 1 0,01 TC..1102..
FR760 36 55 135 20 8,5 49,5 1 0,002 | TC..1102..
FR710/ FL710 28 4,5 9.25 16 8,5 49,5 1 0,01 CC..0602..
FR761 28 55 135 16 8,5 49,5 1 0,002 | CC..0602..
ds
hy
t
D min
45°
Measured with master insert TC .. 110204 and CC . . 060204
For radial/axial adjustment range, see page B 641 in the Walter General Catalogue 2017
Bodies and assembly parts are included in the scope of delivery.
Assembly parts _
Indexable insert type TC..1102.. CC..0602..
Clamping screw FS1129 (Torx 8) FS1129 (Torx 8)
Clamping screw for cartridge FS1354 FS1354
Compression piece FK369 FK369
@B Adjusting screw, axial FS1355 FS1355
% Radial adjusting screw FS1356 FS1356
Accessories )
Indexable insert type TC..1102..
Dz, Screwdriver FS257 (Torx 8)
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Precision boring cartridges

— 0.01 and 0.002 mm adjustment accuracy

— |IUJl=II_TEI=!

TOOI Demim dg l13 f hy Iy t Set Indexable
Designation mm mm mm mm mm mm mm mm insert type
K =95° FR717 / FL717 28 4,5 9.25 16 8,5 495 1 0,01 |CC..0602..
~A FR763 28 55 135 16 8,5 49,5 1 0,002 |[CC..0602..
Measured with master insert CC . . 060204
For radial/axial adjustment range, see page B 641 in the Walter General Catalogue 2017
Bodies and assembly parts are included in the scope of delivery.
Assembly parts _
Indexable insert type CC..0602..
éagl Clamping screw FS1129 (Torx 8)
=== Clamping screw for cartridge FS1354
@ Compression piece FK369
ﬁB Adjusting screw, axial FS1355
% Radial adjusting screw FS1356
Accessories )
Indexable insert type TC..1102..
,:I:I:, Screwdriver FS257 (Torx 8)
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Cutting data for precision boring (cartridges) — positive basic shape

ISO turning

Cermet

Iy

:IE = Cutting data for wet machining
N
:ﬁ = Dry machining is possible.

Cutting material grades

Starting values for
cutting speed v¢ [m/min]

o £ HE
T o -
s 2 | s El
g Overview of the main material groups E §’ & WEP10
5 and code letters & | 7 2
E = % NE % f [mm/rev]
3 5 |85] 2 :“E R 3%, 4xDe | BxDc
C<0.25% Annealed 125 | 430 P1 (X) ° 288 261 162
C>0.25..<0.55% Annealed 190 | 640 P2 (X} ° 270 216 135
Nioeelloyed] stieel C>0.25.. < 0.55% Heat-treated 210 | 710 P3 (X} ° 243 198 126
C>0.55% Annealed 190 | 640 P4 (X} ° 234 189 117
C>0.55% Heat-treated 300 | 1010 | P5 (X} ° 207 171 108
Free-machining steel (short-chipping) Annealed 220 | 750 P6 (1) ° 243 198 126
Annealed 175 | 590 P7 () o 270 216 135
P T Heat-treated 285 960 P8 (1) ° 225 180 117
Heat-treated 380 | 1280 | P9 oo o 198 162 99
Heat-treated 430 | 1480 | P10 | ee® ° 171 135 72
) Annealed 200 | 680 | P11 | ee® ° 225 171 117
-2l St el Hardened and tempered 300 | 1010 | P12 | e | e 189 162 99
high-alloy tool steel
Hardened and tempered 380 | 1280 | P13 (1) [ 180 144 81
Stainless steel Ferritic/martensitic, annealed 200 | 680 P14 o0 [ 225 180 117
Martensitic, heat-treated 330 | 1110 | P15 | ee o 171 153 90
Austenitic, quench hardened 200 | 680 M1 (1) [ 207 162 108
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2 o0 ° 153 117 99
Austenitic/ferritic, duplex 230 780 M3 o0 e 171 135 81
Malleable cast iron Ferritic 200 | 400 K1 (X) ° 225 189 108
Pearlitic 260 | 700 K2 () o 180 153 99
Gy eEsiiber Low tensile strength 180 | 200 K3 (X ° 243 207 126
K High tensile strength/austenitic 245 | 350 K4 (1) (] 180 153 99
Gt i i el e Ferritic 155 | 400 K5 () ° 225 180 117
Pearlitic 265 | 700 K6 (X) ° 207 162 108
GGV (CGI) 230 | 400 K7 (X) °
Wrought aluminium alloys Nochardenable L - NL b °
Hardenable, hardened 100 | 340 N2 o0 °
<12% Si, not hardenable 75 260 N3 () °
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 (X ] °
N > 12% Si, not hardenable 130 | 450 N5
Magnesium-based alloys?* 70 250 N6
Unalloyed, electrolytic copper 100 | 340 N7 (1) °
Copper and copper alloys Brass, bronze, red brass 90 310 N8 (X °
(bronze/brass) Cu alloys, short-chipping 110 | 380 | N9 o0 °
High-tensile, Ampco 300 | 1010 | N10
Fo-based Annealed 200 | 680 S1 (X ] °
Hardened 280 | 940 S2 () °
Heat-resistant alloys Annealed 250 | 840 S3 (1) °
Ni- or Co-based Hardened 350 | 1180 | S4 (XJ [
s Cast 320 | 1080 | S5 [(X) °
Pure titanium 200 | 680 S6 (X} °
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 (1) °
B alloys 410 | 1400 | S8 (1) (]
Tungsten alloys 300 | 1010 | S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50 HRC H1 ° (1)
H Hardened steel Hardened and tempered 55 HRC H2 ° (1)
Hardened and tempered 60 HRC H3 ° (1)
Hardened cast iron Hardened and tempered 55 HRC Ha ° (1)
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 180 Shore| 06
ee Recommended application (the specified cutting data is regarded as starting values for the recommended The specified cutting data are HE = Coated cermet
application) average standard values.
®  Possible application, reduce cutting data by 30-50% (increase by approx. 70-80% for ISO M) For specific applications, adjustment

Note: If dry machining is possible, the tool life is reduced by 20-30% on average.
For specific applications, adjustment is recommended.

! The classification of the machining groups can be found from page B 1174 onwards in the Walter General Catalogue 2017.

3 Water-miscible coolants must not be used when machining magnesium alloys.
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Threading

HSS-E (-PM) taps
designation key

Example:
1 2 3 4 5 6 7 8 Grade
1 2 3 4
Tool group Generation Tool type Tool type
T Threadi : 15 Universal 21 Isop
reacing 1 Biind hole taps 45° helix angle 40° helix angle
300-1000 N/mm? 800-1250 N/mm?
2 Through hole taps 16 Universal 22 I1soP
Straight-fluted, 15° helix angle
spiral point 1000-1400 N/mm?
300-800 N/mm?
20 Isop
45° helix angle
350-800 N/mm?
5 6 7 8
1. Delimiters Thread dimensions Tolerance/shank type Modification
- Metric C 6HX 2B L 6HX 2B 0 External coolant
Reinforced shank Reduced shank
1 Axial inner coolant
Grade designation key
for solid carbide and HSS-E (PM) cutting tool materials
Example:
1 2 3
W W 6 0 AG Substrate Application range Coating
Wear
resistance AA TN
Walter 1 2 3 05
10 AG  TiNK/VAP
] 15
2 20 BD TicN
] 25
o 30 BC  TicN
s 35
? 40 RG TiAN
45
50
60
=
iow 65
N 70
g 75
80
A y 85
l 90
T
95
Toughness
194 Threading




Tapping

HSS-E-PM machine taps
TC120 Supreme

- For long-chipping materials

M #
=
6HX é P M K N S H 0
DIN 13 — WW60AG o0 °
L)
DIN 371 o E
P h L I3 h9 L] Io S
Designation Dn mm mm mm mm mm mm mm N =
TC120-M3-C0- M3 05 56 10 18 35 2,7 3 s
t ﬁ TC120-M4-CO- M4 0.7 63 135 21 4,5 3.4 6 3 s
TC120-M5-C0- M5 0.8 70 16,5 25 6 4.9 8 3 =
? i TC120-M6-C0- M6 1 80 20 30 6 4,9 8 3 s
Dn - I T 4, TC120-M8-C0- M8 1,25 90 26,5 35 8 6.2 9 3 £33
J | ¥ T1c120-m10-coO- M 10 15 100 33 39 10 8 11 3 s
‘*Lc {19 |-
13—
Ih

Ordering example for the WW60AG grade: TC120-M3-C0-WW60AG
Q
DIN 376 . 2
P h L I3 h9 [] Iy s
Designation Dn mm mm mm mm mm mm mm N =
-~ P TC120-M12-L0- M12 1,75 110 395 83 9 7 10 4 =
M TC120-M16-L0- M 16 2 120 52 78 12 9 12 4 =
TC120-M20-L0- M 20 2,5 140 65 95 16 12 15 4 s
DL % TC120-M24-L0- M 24 3 160 78 113 18 145 17 4 =
*N— *l TC120-M30-L0- M 30 35 205 97 140 22 18 21 4 s

-~ L — | lg |-
13
h

Ordering example for the WW60AG grade: TC120-M12-L0-WW60AG
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Tapping

HSS-E-PM machine taps
TC120 Supreme

- For long-chipping materials

M 6HX

o
<
=
z
(V)]
e
(=]

DIN13 WWG0AG ( X ) [ ]

U]
DIN 371 4 2
P lh L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
TC120-M8-C1- M8 1,25 90 26,5 35 8 6.2 9 3 s
[jp% TC120-M10-C1- M 10 15 100 33 39 10 8 11 3 s

T

Dy =E =3 d;

f

Le—=] | lg |«

13—
h
Ordering example for the WW60AG grade: TC120-M8-C1-WW60AG

U]
DIN 376 4 2
P lh L 5 h9 L] l s
Designation Dn mm mm mm mm mm mm mm N =
TC120-M12-L1- M 12 1,75 110 39,5 83 9 7 10 4 s
TC120-M16-L1- M 16 2 120 52 78 12 9 12 4 =

T 4

d;
i

Ordering example for the WW60AG grade: TC120-M12-L1-WW60AG

Best tool for

Average Poor

machining con

Good i
ditions

Primal’_Y
application

[ ]
Other

application
)
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HSS-E (-PM) machine taps N

TC121 Supreme

- For long-chipping materials

o= P M K N S H o0
M =
6HX = WW60RG e o o o
DIN13 — WY80BD e o o o
(L)
d T B
DIN 371 P I Le I3 he [ lo g 8
Designation Dy mm mm mm mm mm mm mm N = =
3 TC121-M2-CO- M2 0.4 45 4 7.6 2.8 2.1 5 3 o=
% TC121-M3-C0- M3 0,5 56 6 11 3,5 2.7 6 3 o=
TC121-M4-CO- M 4 0,7 63 7 14,8 45 3.4 6 3 o8
o 1 i d*l TC121-M5-C0- M5 0.8 70 8 20,7 6 49 8 3 o=
7 ¥ TC121-M6-CO- M6 1 80 10 25 6 49 8 3 R
- Le |- ~| 9|~ TC121-M8-CO- M8 1.25 90 12 35 8 6.2 9 3 o=
I3—= | TC121-M10-C0- M 10 15 100 15 39 10 8 11 3 R
I 1
Ordering example for the WWG0RG grade: TC121-M2-C0-WW60RG
o a
d S o
DIN 376 P I Le Is ho O] k g g
Designation Dn mm mm mm mm mm mm mm N = =
P TC121-M12-L0- M 12 175 110 16 83 9 7 10 4 o=
E\g TC121-M14-L0- M 14 2 110 20 81 11 9 12 4 o=
* ; TC121-M16-L0- M 16 2 110 20 68 12 9 12 4 K
o — | (j] TC121-M20-L0- M 20 25 140 25 95 16 12 15 4 o=
L Le |- |19 l
13
I

Ordering example for the WW60RG grade: TC121-M12-L0-WW60RG
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HSS-E (-PM) machine taps SR

TC121 Supreme

- For long-chipping materials

_—_
M =
6HX é P M K N S H 0
DIN 13 — WW60RG oo o o d
L)
d S
DIN 371 P lh L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
TC121-M5-C1- M5 0.8 70 8 20,7 6 4,9 8 3 s
TC121-M6-C1- M6 1 80 10 25 6 4,9 8 3 s
TC121-M8-C1- M8 1,25 90 12 35 8 6.2 9 3 =
. ? 3 TC121-M10-C1- M 10 15 100 15 39 10 8 11 3 =
1
1
9l
Ordering example for the WW60RG grade: TC121-M5-C1-WW60RG
L)
d; &
DIN 376 P lh Lc B h9 L] I 2
Designation Dn mm mm mm mm mm mm mm N =
P TC121-M12-L1- M 12 1,75 110 16 83 9 7 10 4 s
@5 TC121-M14-L1- M 14 2 110 20 81 11 9 12 4 s
TC121-M16-L1- M 16 2 110 20 68 12 9 12 4 s
D* ? ; TC121-M20-L1- M 20 2,5 140 25 95 16 12 15 4 s
N 1

f

*Lc* *|9¢

Ordering example for the WW60RG grade: TC121-M12-L1-WW60RG

[ X ]

est tool for primary

: application

& B |7,

Poor Other

Average her
™ lica
” machining conditions app
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HSS-E-PM machine taps
TC122 Supreme

- For long-chipping materials

M %
=
6HX é P M K N S H 0
DIN 13 — WW60BC o0 °
(8]
DIN 371 % g
P h L I3 h9 L] Io S
Designation Dn mm mm mm mm mm mm mm N =
P TC122-M3-C0- M3 05 56 10 10 35 2,7 3 s
Eﬁ TC122-M4-CO- M4 0.7 63 13 13 4,5 3.4 6 3 s
TC122-M5-C0- M5 0.8 70 16 16 6 4.9 8 3 =
DLJ : ? g TC122-M6-C0- M6 1 80 15 30 6 4,9 8 3 s
N 1
T L F TCl22-M8-Co- M8 1,25 90 18 35 8 6.2 9 3 s
- L ‘* -1~ TC122-M10-CO- M 10 15 100 20 39 10 8 11 3 s
f— 3 —=|
i}
Ordering example for the WW60BC grade: TC122-M3-C0-WW60BC
(8]
DIN 376 E g
P h Lc I3 h9 L] o s
Designation Dn mm mm mm mm mm mm mm N =
P TC122-M12-L0- M 12 1,75 110 23 83 9 7 10 4 b
M TC122-M14-L0- M 14 2 110 25 81 11 9 12 4 s
TC122-M16-L0- M 16 2 110 25 68 12 9 12 4 =
5 ? g TC122-M20-L0- M 20 2,5 140 30 95 16 12 15 4 s
N 1

1

| I-c *|9¢

Ordering example for the WW60BC grade: TC122-M12-L0-WW60BC
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HSS-E-PM machine taps
TC122 Supreme

- For long-chipping materials

>
M =
6HX é P M K N S H 0
DIN 13 — WW60BC o0 °
(8]
DIN 371 4 g
P lh L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
P TC122-M5-C1- M5 0.8 70 16 16 6 4,9 8 3 s
E/_kg TC122-M6-C1- M6 1 80 15 30 6 4,9 8 3 s
TC122-M8-C1- M8 1,25 90 18 35 8 6.2 9 3 =
5 ? 3 TC122-M10-C1- M 10 15 100 20 39 10 8 11 3 =
N i 1
f ‘ f
- Lc - ] |9 |-
-~ 3 —=
I
Ordering example for the WW60BC grade: TC122-M5-C1-WW60BC
8]
DIN 376 e g
P lh Lc B h9 L] I 2
Designation Dn mm mm mm mm mm mm mm N =
P TC122-M12-L1- M 12 1,75 110 23 83 9 7 10 4 s
@E TC122-M14-L1- M 14 2 110 25 81 11 9 12 4 s
TC122-M16-L1- M 16 2 110 25 68 12 9 12 4 s
— ? i TC122-M20-L1- M 20 2,5 140 30 95 16 12 15 4 s
Dn = d

f

- Lc *|9¢

hh

Ordering example for the WW60BC grade: TC122-M12-L1-WW60BC

[ X ]

est tool for primary

: application

& B |7,

Poor Other

Average her
™ lica
” machining conditions app
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HSS-E-PM machine taps A — e

Paradur® Ni

- For long-chipping materials

M @ P M K N S H 0
6HX = TICN ° Y
DIN13 — Uncoated [ ] ( X}
dg
~DIN 371 Designation Designation P Iy Lc I3 h9 [] lg

TICN uncoated Dy mm mm mm mm mm mm mm N

P * 20410206-M2 204102-M2 M2 0.4 45 8 8 2,8 21 5 3

M * 20410206-M2.5 204102-M2.5 M25 0,45 50 9 30 2.8 21 5 3

N E\] { % 20410206-M3 204102-M3 M3 0,5 56 10 35 3,5 2.7 6 3
Dn = [ 2d1 x 20410206-M4 204102-M4 M4 0,7 63 13 42 4,5 3,4 6 3
! lom g J * 20410206-M5 204102-M5 M5 0.8 70 16 16 6 49 8 3
f—— 53— * 20410206-M6 204102-M6 M6 1 80 15 23 6 49 8 3

h * 20410206-M8 204102-M8 M8 1,25 90 18 29,5 8 6.2 9 3

* 20410206-M10 204102-M10 M 10 15 100 20 335 10 8 11 4

dg
DIN 376 Designation Designation P h L I3 h9 U] g

TICN uncoated Dy mm mm mm mm mm mm mm N

—-{P 204602-M12 M 12 1,75 110 23 83 9 7 10 4
M 204602-M14 M 14 2 110 25 81 11 9 12 4

1 [‘] { 204602-M16 M 16 2 110 25 68 12 9 12 4
On %\ —— Hd1 204602-M18 M 18 25 125 30 81 14 11 14 5
T*Lc’l Jlg: 204602-M20 M 20 25 140 30 95 16 12 15 5

I3
h

@S B/« New addition to the product range
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HSS-E-PM machine taps B —— e

Prototex® TiNi .
< B=3,5-5| |J 44HRC
- Recommended with oil 2xDN w 1400
- For long-chipping materials N/mm?
MF P M K N S H 0
TICN o0 oo o oo
DIN 13 Uncoated oo oo o oo
DIN 371 i
~ Designation Designation P Iy L I3 h9 L] lg
TICN uncoated Dn mm mm mm mm mm mm mm N
P * 21216106-M8X0.75 |212161-M8X0.75 MF 8x0.75 | 0,75 80 10 29 8 6.2 9 3
M * 21216106-M8X1 212161-M8X1 MF 8x1 1 90 12 29 8 6.2 9 3
[m]
i [ 4
Dn dp
t t
‘*LCA —|lgf=
—— I3—
I
D "
IN 374 Designation Designation P Iy Ly I3 h9 L] Ig
TICN uncoated Dn mm mm  mm mm mm mm mm N
P * 21266106-M10X1.25 [ 212661-M10X1.25 MF 10x1.25| 125 | 100 20 77 7 5.5 8 3
% * 21266106-M12X1 212661-M12X1 MF 12x1 1 100 16 73 9 7 10 4
1 * 21266106-M12X1.25 | 212661-M12X1.25 MF 12x1.25| 125 | 100 21 73 9 7 10 4
[M T —— — & % 21266106-M12X1.5 |212661-M12X15 MF 12x1.5 15 100 21 73 9 7 10 4
! - 4_1 ’ll J * 21266106-M14X1 212661-M14X1 MF 14x1 1 100 16 71 11 9 12 4
C 9
I3 * 21266106-M14X1.5 |[212661-M14X1.5 MF 14x1.5 15 100 21 71 9 12 4
It * 21266106-M16X1 212661-M16X1 MF 16x1 1 100 18 58 12 9 12 4

DS B/ x New addition to the product range
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Tapping

HSS-E machine taps R e ———————

TC216 Perform “!ﬁ

<

- . B=3,5-5 32HRC
- For long-chipping materials 3xDN W i }ggg
N/mm?
/ =
UNC 28 =
I?E’ P M K N S H 0
ASME B1.1 = WYBO0AA oo oo oo oo

| b

DIN 371 Dy ho L. Is d O Iy e

Designation Dn-P mm mm mm mm mm mm mm N =

P TC216-UNC6-CO- UNC 6-32 3,505 56 11 20 4 3 6 3 s

M TC216-UNCB8-CO- UNC 8-32 4,166 63 12 21 4,5 3.4 6 3 s

¥ [\] y TC216-UNC10-CO- UNC 10-24 4,826 70 13 25 6 49 8 3 =
Dn I —— *}%*dl TC216-UNC1/4-C0- UNC 1/4-20 6,35 80 15 30 7 55 8 3 e
kLca‘ ,‘ lo J TC216-UNC5/16-C0- UNC5/16-18 | 7,938 90 18 35 8 6.2 9 3 s
l—oI3 TC216-UNC3/8-C0- UNC 3/8-16 9,525 100 20 39 10 8 11 3 e

hh
Ordering example for the WY80AA grade: TC216-UNC6-CO-WY80AA

! $

DIN 376 Dy ho L Is & O I 2
Designation Dn-P mm mm mm mm mm mm mm N =

P TC216-UNC1/2-L0- UNC1/2-13 | 127 110 23 83 9 7 10 4 s

E TC216-UNC5/8-L0- UNC 5/8-11 | 15,875 110 25 68 12 9 12 4 =

7  TC216-UNC3/4-L0- UNC 3/4-10 | 19,05 125 30 81 14 11 14 4 s

1
DN1 P —
T

Fd;
| Ak
< lg/~

I3

=L

h
Ordering example for the WY80AA grade: TC216-UNC1/2-L0-WY80AA

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::tion
machining conditions
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— ||LUl=ILTEH Tapping

HSS-E-PM machine taps B —— e

Prototex® TiNi

< B=3,5-5| |J 44HRC
- Recommended with oil 2xDN w i 1400
- For long-chipping materials N/mm?
UNC P M K N S H 0
TICN o0 oo o oo
ASMEB1.1 Uncoated oo oo o oo
|
~DIN 2184-1 Designation Designation Dy hb Le I3 d; L] lg
TICN uncoated Dn-P mm mm mm mm mm mm mm N
P * 2220706-UNC2 22207-UNC2 UNC 2-56 2,184 | 45 9 9 2,8 2,1 5 2
M * 2220706-UNC4 22207-UNC4 UNC 4-40 2,845 | 56 10 10 35 2,7 6 2
[} [\] { % 2220706-UNC6 22207-UNC6 UNC 6-32 3,505 | 56 12 12 4 3 6 3
DN S % 2220706-UNC8 22207-UNC8 UNC 8-32 4,166 | 63 13 13 4,5 3,4 6 3
! ‘*Lc“l *Igl % 2220706-UNC10 22207-UNC10 UNC 10-24 4,826 | 70 16 16 6 49 8 3
—— I3— * 2220706-UNC1/4 22207-UNC1/4 UNC 1/4-20 | 6,35 80 15 25 7 55 8 3
h * 2220706-UNC5/16 22207-UNC5/16 UNC5/16-18 | 7,938 | 90 18 29,5 8 6,2 9 3
* 2220706-UNC3/8 22207-UNC3/8 UNC3/8-16 | 9,525 | 100 20 335 10 8 11 3
< UNC 10: Without reduced neck after the thread
|
DIN 2184-1 Designation Designation Dn h%.il Lc I3 d; L] Ig
TICN uncoated Dn-P mm mm mm mm mm mm  mm N
P * 2225706-UNC7/16 22257-UNC7/16 UNC 7/16-14 | 11,113 | 100 20 76 8 6,2 9 4
@5 * 2225706-UNC1/2 22257-UNC1/2 UNC 1/2-13 12,7 110 23 83 9 7 10 4
L{ 0 § * 2225706-UNC5/8 22257-UNC5/8 UNC5/8-11 |15,875| 110 25 68 12 9 12 4
Dn ———

-]

[

‘*Lc"‘ "llg

13

DS B/ x New addition to the product range
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HSS-E-PM machine taps e —

Prototex® TiNi

< B=3,5-5| | 44HRC
- Recommended with oil 2xDN W i 1400
- For long-chipping materials N/mm?
- P M K N S H 0
UNC 28 =
Iﬁ’ TICN o0 oo o oo
ASME B1.1 = Uncoated o0 oo e oo
|
~DIN 2184-1 Designation Designation Dn h;! e I3 dp L] lg
TICN uncoated Dn-P mm mm mm mm mm  mm mm N
P * 2221706-UNC2 22217-UNC2 UNC 2-56 2,184 | 45 9 9 2,8 2,1 5 2
M * 2221706-UNC4 22217-UNC4 UNC 4-40 2,845 | 56 10 10 35 2,7 6 2
1] E\] § % 2221706-UNC5 22217-UNC5 UNC 5-40 3,175 | 56 10 10 35 2.7 6 2
Dn J-d1 % 2221706-UNC6 22217-UNC6 UNC 6-32 3,505 | 56 12 12 4 3 6 3
t kLca‘ *lgl * 2221706-UNC8 22217-UNC8 UNC 8-32 4,166 | 63 13 13 4,5 3.4 6 3
f— I3—— % 2221706-UNC10 22217-UNC10 UNC 10-24 4,826 | 70 16 16 6 4,9 8 3
h * 2221706-UNC1/4 22217-UNC1/4 UNC1/4-20 | 6,35 80 15 25 7 55 8 3
* 2221706-UNC5/16 22217-UNC5/16 UNC5/16-18 | 7,938 | 90 18 29,5 8 6.2 9 3
* 2221706-UNC3/8 22217-UNC3/8 UNC 3/8-16 | 9,525 | 100 20 335 10 8 11 3
< UNC 10: Without reduced neck after the thread
|
DIN 2184-1 Designation Designation Dn hl'El L I3 d; L] Ig
TICN uncoated Dn-P mm mm mm mm mm mm mm N
P * 2226706-UNC7/16 22267-UNC7/16 UNC 7/16-14 | 11,113 | 100 20 76 8 6,2 9 4
@ * 2226706-UNC1/2 22267-UNC1/2 UNC 1/2-13 12,7 110 23 83 9 7 10 4
i 0 § * 2226706-UNC9/16 22267-UNC9/16 UNC9/16-12 | 14,288 | 110 25 81 11 9 12 4
DN{ e — Fd1 « 2226706-UNC5/8 22267-UNC5/8 UNC5/8-11 |15,875| 110 25 68 12 9 12 4
T«—LC——‘ "lg l * 72226706-UNC3/4 | 22267-UNC3/4 UNC 3/4-10 | 19,05 | 125 30 81 14 11 14 4
I3
h

@S B/« New addition to the product range
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HSS-E machine taps 1 g
TC115 Perform _
h hlmﬂm_hr

=
3xDN
UNC =1
2B — P M K N S H 0
ASME B1.1 -
WYB0AA o0 o0 o0 o
4 Z
DIN 371 Dy k Le I3 h9 ] lg 2
Designation Dn-P mm mm mm mm mm mm mm N =
P TC115-UNC6-CO- UNC 6-32 3,505 56 6,5 20 4 3 3 s
@ TC115-UNC8-C0- UNC 8-32 4,166 63 7 21 4,5 3.4 6 3 s
N 4 TC115-UNC10-Co- UNC 10-24 4,826 70 8 25 6 49 8 3 =
Dn = } d1 TC115-UNC1/4-CO- UNC 1/4-20 6,35 80 10 30 7 5.5 8 3 =
T¢L N g J TC115-UNC5/16-C0- UNC5/16-18 | 7,938 90 12 35 8 6.2 9 3 =
C
fe— I3 TC115-UNC3/8-C0- UNC 3/8-16 | 9,525 100 15 39 10 8 11 3 =
I
Ordering example for the WYB0AA grade: TC115-UNC6-C0-WY80AA
& 3
DIN 376 Dy I L Is ho O Iy 2
Designation Dn-P mm mm mm mm mm mm mm N =
P TC115-UNC1/2-L0- UNC1/2-13 | 127 110 18 83 9 7 10 3 =
@5 TC115-UNC5/8-L0- UNC5/8-11 | 15,875 110 20 68 12 9 12 3 =
7 ¢ TC115-UNC3/4-LO- UNC 3/4-10 | 19,05 125 25 81 14 11 14 4 s
Dn | ————Fd
f
e L] =g~
13

Ordering example for the WYB0AA grade: TC115-UNC1/2-L0-WY80AA

[ X ]

est tool for primary

: application

& B |7,

Poor Other

Average her
™ lica
” machining conditions app
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— ||LUl=ILTER

HSS-E machine taps
Paradur® HT

< C=2-3 44HRC
- For long-chipping and short-chipping materials 3.5;DN M Eégg
N/mm?
UNC B
2B é M K S 0
ASMEBL1 — TIN Y oo o °
DIN 2184-1 "
- Designation Dn L L I3 h9 L] Io
TIN Dn-P mm mm mm mm mm mm mm N
P 2231115-UNC1/4 UNC 1/4-20 6,35 80 15 30 7 55 8 3
M 2231115-UNC5/16 UNC5/16-18 | 7,938 90 18 35 8 6,2 9 3
i E\] y 2231115-UNC3/8 UNC 3/8-16 9,525 100 20 39 10 8 11 3
DN = dp
f }
I i
<7|3
i}
DIN 2 "
IN 2184-1 Designation Dy I L I3 h9 L] g
TIN Dn-P mm mm mm mm mm mm mm N
P 2236115-UNC1/2 UNC 1/2-13 12,7 110 23 83 9 7 10 3
@5 2236115-UNC5/8 UNC5/8-11| 15,875 110 25 68 12 9 12 3
| T i 2236115-UNC3/4 UNC 3/4-10 19,05 125 30 81 14 11 14 3
Dn = d: 2236115-UNC1 UNC 1"-8 25,4 160 36 113 18 145 17 4
f
A Rk
I3
I
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HSS-E-PM machine taps S — e

Paradur® Ni

< €=2-3 ‘ 44HRC
. _ 15xDN :ZW 1700
- For long-chipping materials 25° N/mm?
U Nc P M K N S H 0
2B

TICN ° (X ]
ASMEB1.1 Uncoated ([ ] ( X}
dy
~DIN 2184-1 Designation Designation Dn Ih e I3 h9 [] lg

TICN uncoated Dn-P mm mm mm mm mm mm mm N
—-|P * 22410206-UNC2 224102-UNC2 UNC 2-56 2,184 | 45 9 9 2,8 2,1 5 3
gg * 22410206-UNC3 224102-UNC3 UNC 3-48 2,515 | 50 9 9 2,8 2,1 5 3
kN E\] § % 22410206-UNC4 224102-UNC4 UNC 4-40 2,845 | 56 10 10 35 2,7 6 3
Dn = @ SHdi % 22410206-UNC6 224102-UNC6 UNC 6-32 3,505 | 56 12 12 4 3 6 3
! . N J * 22410206-UNC8 224102-UNC8 UNC 8-32 4,166 | 63 13 13 4,5 3,4 6 3
fe— I3——=| * 22410206-UNC10 224102-UNC10 UNC 10-24 4,826 | 70 16 16 6 49 8 3
h * 22410206-UNC1/4 224102-UNC1/4 UNC1/4-20 | 6,35 80 15 25 7 55 8 3
* 22410206-UNC5/16 |224102-UNC5/16 UNC5/16-18 | 7,938 | 90 18 29,5 8 6,2 9 3
* 22410206-UNC3/8 224102-UNC3/8 UNC 3/8-16 | 9,525 | 100 20 335 10 8 11 4

< UNC 10: Without reduced neck after the thread

dq
DIN 2184-1 Designation Designation Dn I Lc I3 h9 L] Ig
TICN uncoated Dn-P mm mm mm mm mm mm mm N
P * 22460206-UNC7/16 | 224602-UNC7/16 UNC7/16-14 | 11,113 | 100 20 76 8 6,2 9 4
M * 22460206-UNC1/2 224602-UNC1/2 UNC 1/2-13 12,7 110 23 83 9 7 10 4
N [‘]  X* 22460206-UNC5/8 224602-UNC5/8 UNC5/8-11 |15,875| 110 25 68 12 9 12 4
DN@ I T * 22460206-UNC3/4 224602-UNC3/4 UNC 3/4-10 | 19,05 | 125 30 81 14 11 14 5
' f~Lc —{lgl=
I3
h

DS B/ x New addition to the product range
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HSS-E-PM machine taps e —

Prototex® TiNi N
< B=3,5-5| | 44HRC
. . - 1400
~ Recommended with oil - 2xDN A 2700
- For long-chipping materials N/mm?
- P M K N S H 0
UNF =
3B = TICN oo oo e oo
ASME B1.1 = Uncoated oo oo e oo
Iy
~DIN 2184-1 Designation Designation Dn h9 e I3 d; L] lg
TICN uncoated Dn-P mm mm mm mm mm mm mm N
P % 2320706-UNF4 23207-UNF4 UNF 4-48 2,845 | 56 10 10 35 2,7 6 2
M % 2320706-UNF5 23207-UNF5 UNF 5-44 3175 | 56 10 10 35 2,7 6 2
] E\] § % 2320706-UNF6 23207-UNF6 UNF 6-40 3505 | 56 12 12 4 3 6 3
Dn d1 % 2320706-UNF8 23207-UNF8 UNF 8-36 4,166 | 63 13 13 4,5 3,4 6 3
t L a‘ lo b % 2320706-UNF10 23207-UNF10 UNF 10-32 4,826 | 70 16 16 6 49 8 3
c —|lg|=-
f— I3—— * 2320706-UNF1/4 23207-UNF1/4 UNF 1/4-28 | 6,35 80 15 25 7 55 8 3
h * 2320706-UNF5/16 23207-UNF5/16 UNF 5/16-24 | 7,938 | 90 18 29,5 8 6,2 9 3
* 2320706-UNF3/8 23207-UNF3/8 UNF 3/8-24 | 9525 | 100 20 335 10 8 11 3
< UNF 10: Without reduced neck after the thread
h
DIN 2184'1 Designation Designation Dn h9 Ly I3 dp L] lg
TICN uncoated Dn-P mm mm mm mm mm mm mm N
—~P * 2325706-UNF7/16 23257-UNF7/16 UNF 7/16-20 | 11,113 | 100 20 76 8 6,2 9 4
(Yg * 2325706-UNF1/2 23257-UNF1/2 UNF 1/2-20 12,7 100 23 73 9 7 10 4
N g * 2325706-UNF5/8 23257-UNF5/8 UNF 5/8-18 | 15,875 | 100 25 58 12 9 12 4
DN{ [ — — ——=d;
g —— K
—Lc—= lo[=
13
h

@S B/« New addition to the product range
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HSS-E-PM machine taps Hﬂ_‘

< B=3,5-5| |J 44HRC
. . e 1400
- Recommended with oil - 2xDN ) 2700
- For long-chipping materials N/mm?

UNF P M K N S H 0

2B TICN oo oo o oo
ASME B1.1 = Uncoated oo oo o oo
Iy
~DIN 2184-1 Designation Designation Dn h9 e I3 d; L] lg

TICN uncoated Dn-P mm mm mm mm mm mm mm N

P * 2321706-UNF5 23217-UNF5 UNF 5-44 3175 | 56 10 10 35 2,7 6 2

M * 2321706-UNF6 23217-UNF6 UNF 6-40 3,505 | 56 12 12 4 3 6 3

[} [\] { % 2321706-UNF10 23217-UNF10 UNF 10-32 4,826 | 70 16 16 6 4.9 8 3

Dn d1 % 2321706-UNF1/4 23217-UNF1/4 UNF 1/4-28 | 6,35 80 15 25 7 55 8 3

t - L )‘ lo ! % 2321706-UNF5/16 23217-UNF5/16 UNF 5/16-24 | 7,938 | 90 18 29,5 8 6.2 9 3

c —|lg|=
—— I3— * 2321706-UNF3/8 23217-UNF3/8 UNF 3/8-24 | 9,525 | 100 20 335 10 8 11 3
I
< UNF 10: Without reduced neck after the thread
h
DIN 2184-1 Designation Designation Dn h9 Le I3 d; L] Ig

TICN uncoated Dn-P mm mm mm mm mm mm mm N

P * 2326706-UNF7/16 23267-UNF7/16 UNF 7/16-20 | 11,113 | 100 20 76 8 6.2 9 4

@g * 2326706-UNF1/2 23267-UNF1/2 UNF 1/2-20 12,7 100 23 73 9 7 10 4

7 § * 2326706-UNF5/8 23267-UNF5/8 UNF 5/8-18 | 15,875 | 100 25 58 12 9 12 4

Mk
|
\
|

i
(pr

A

13

°o0 _ \
Primary application

)
Other application
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HSS-E-PM machine taps A — e

Paradur® Ni

- For long-chipping materials

UNF @ P M K N S H 0
3B = TICN ° 'Y
ASME B1.1 — Uncoated ® ot
DIN 2184-1 .
~ = Designation Designation Dn Iy e I3 h9 L] lg
TICN uncoated Dn-P mm mm mm mm mm mm mm N
P * 23410406-UNF8 234104-UNF8 UNF 8-36 4,166 | 63 13 42 4,5 3.4 6 3
M * 23410406-UNF10 234104-UNF10 UNF 10-32 4,826 | 70 16 16 6 49 8 3
iR E\] § % 23410406-UNF12 234104-UNF12 UNF 12-28 5486 | 80 15 23 6 49 8 3
Dn = f SHdi % 23410406-UNF1/4 234104-UNF1/4 UNF 1/4-28 | 6,35 80 15 25 7 55 8 3
! . g J * 23410406-UNF5/16 | 234104-UNF5/16 UNF 5/16-24 | 7,938 | 90 18 29,5 8 6.2 9 3
C
fe— 13— * 23410406-UNF3/8 234104-UNF3/8 UNF 3/8-24 | 9,525 | 100 20 335 10 8 11 4
Ih
< UNF 10: Without reduced neck after the thread
DIN 2184-1 "
- Designation Designation Dn Iy L I3 h9 L] Ig
TICN uncoated Dn-P mm mm mm mm mm mm mm N
P * 23460406-UNF7/16 | 234604-UNF7/16 UNF 7/16-20 | 11,113 | 100 20 76 8 6,2 9 4
Eg * 23460406-UNF1/2 234604-UNF1/2 UNF 1/2-20 12,7 100 23 73 9 7 10 4
N E‘] y * 23460406-UNF5/8 234604-UNF5/8 UNF 5/8-18 | 15,875 | 100 25 58 12 9 12 4
D Ee—= [d;
T 1
' ~Lec Jlg*
13
h

@S B/« New addition to the product range
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HSS-E machine taps *m Eers
Paradur® Ni

C=2-3
- For long-chipping materials
NPT ’é‘ P M K N S H 0
f/g_‘ TICN ° (X ]
ASME B1.20.1 = Uncoated ® b
PROTOTYPE TOOLS d -
Designation Designation DN fhreass N L I3 h9 lg
STANDARD TICN uncoated Dn-P mm pe:ei:c; mm mm mm mm mm mm N
P * 2546706-NPT1/16 25467-NPT1/16 NPT 1/16-27 | 7,717 | 27 80 14 56 8 6,2 6 3
M * 2546706-NPT1/8 25467-NPT1/8 NPT 1/8-27 | 10,065| 27 90 14 61 11 9 9 4
[t * 2546706-NPT1/4 25467-NPT1/4 NPT 1/4-18 |13,372| 18 | 100 | 20 56 14 11 11 4
DN W — —— — =9-d1 % 2546706-NPT3/8 25467-NPT3/8 NPT 3/8-18 |16,812| 18 | 110 | 20 65 16 12 12 5
T%L Jlg J * 2546706-NPT1/2 25467-NPT1/2 NPT 1/2-14 | 20947 | 14 | 125 | 26 78 18 | 145 | 15 5
C
I3 * 2546706-NPT3/4 25467-NPT3/4 NPT 3/4-14 | 26,292 | 14 | 140 | 26 75 22 18 18 5
I * 2546706-NPT1 25467-NPT1 NPT 1*-115 | 32914 | 12 | 150 | 31 81 28 22 22 5
Taper ratio 1:16

DS B/ x New addition to the product range
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Designation key
HSS-E-PM thread former

Example:

T

C420 M10 W W 60 AD

— — —
1 2 3 4 5 6 7 8 Grade
1 2 3 4
Tool group Generation Tool type Tool type
T Threading 4 Thread formers 20  Universal 30 i1soP
200-1200 N/mm? 200-1200 N/mm?
5 6 7 8
1. Delimiters Thread dimensions Tolerance/shank type Modification
- Metric C 6HX 2B L 6HX 2B E>_<terna| coo_lan';
Reinforced shank Reduced shank without lubrication
D DIN/ANSI grooves
E 66X N 6Hx Axial internal coolant,
Reinforced shank Reduced shank without lubrication
grooves
Radial internal coolant
External coolant with
lubrication grooves
Chamfer form E
Extended shank XL
Grade designation key
for solid carbide and HSS-E (PM) cutting tool materials
Example:
1 2 3
W W 6 0 A D Substrate Application range Coating
Wear
resistance AD TN
Walter 1 2 3 05
10 BA TicN
] 15
E 20 EL AICRN
8 25
= 30
3 35
40
45
50
55
= 60
oW 62
a 70
T 75
4 85
n
a Y 90
95
Toughness

Threading

213
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HSS-E-PM machine thread formers i

TC420 Supreme !!MM!HM
< C=2-3 36HRC
- 1200
. ) 3xDN :;;a ~200
- For long-chipping materials N/mm?
M P M K N S H 0
6HX WW6E0AD e® o o o0 o
DIN13 WW60BA e © o o0 o
Q <<
DIN 2174 a g E
P h L I3 h9 L] g g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC420-M2-C0- M2 0,4 45 4 11 2.8 2.1 5 3 ==
M TC420-M2.5-C0- M 2.5 0,45 50 4 14 28 21 5 3 RS
s T | TC420-M3-CO- M3 05 56 6 18 35 2.7 6 4 o s
DN ] =di TC420-M3.5-CO0- M35 0,6 56 7 20 4 3 6 4 K
o 4 ol TCe20-me-co- M 4 07 | 63 7 21 | 45 | 34 6 BREIES
C
13— TC420-M5-C0- M5 0,8 70 8 25 6 4,9 8 5 K
h TC420-M6-CO- M6 1 80 10 30 6 49 8 5 o (s
TC420-M8-C0- M8 1,25 90 12 35 8 6.2 9 5 ==
TC420-M10-CO0- M 10 15 100 15 39 10 8 11 6 RS
Ordering example for the WW60AD grade: TC420-M2-C0-WW60AD
[=) <
DIN 2174 a g E
P I Le I3 hg [ lo = =
Designation Dn mm mm mm mm mm mm mm N = =
p TC420-M12-L0- M12 175 110 16 83 9 7 10 6 o=
@5 TC420-M14-L0- M 14 2 110 20 81 11 9 12 6 RS
4 C‘] { TC420-M16-LO- M 16 2 110 20 68 12 9 12 6 o (B
Dy =1 d1 TC420-M20-L0- M 20 25 140 25 95 16 12 15 7 =
T f
-~ Lc—~ | lg|=
I

Ordering example for the WW60AD grade: TC420-M12-L0-WWG60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers 11—

TC420 Supreme “!

- For long-chipping materials

M % P M K N S H 0
j—
6HX = WW6E0AD e® o0 o o0 o
DIN13 — WW60BA o0 00 © o0 o
(=) <
DIN 2174 d g E
P I L I3 h9 L] Io s =
Designation Dy mm mm mm mm mm mm mm N = =
~|P TC420-M5-C1- M5 0.8 70 8 25 6 49 8 5 o=
Mg TC420-M6-C1- M6 1 80 10 30 6 49 8 5 o (s
f T | TC420-M8-C1- M8 1.25 90 12 35 8 6.2 9 5 RS
Dy } ==3-d1 TC420-M10-C1- M 10 15 100 15 39 10 8 11 6 RS
f .1 f
~—Lc—= lg (=~
3=
\ I
Ordering example for the WW60AD grade: TC420-M5-C1-WW60AD
(=) <
DIN 2174 a g E
P h Lc g h9 L] ly s £
Designation Dn mm mm mm mm mm mm mm N = =
—p TC420-M12-L1- M 12 175 | 110 16 83 9 7 10 6 BB
M TC420-M14-L1- M 14 2 110 20 81 11 9 12 6 RIS
n TC420-M16-L1- M 16 2 110 20 68 12 9 12 6 o=
Dn (I a1
LT T

1

4>|g<—

Ordering example for the WW60AD grade: TC420-M12-L1-WW60AD

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::ﬂon
machining conditions
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HSS-E-PM machine thread formers i

TC420 Supreme !!MM!HM
< C=2-3 36HRC
- 1200
. ) 3xDN :;;a ~200
- For long-chipping materials N/mm?
M P M K N S H 0
6GX WW6E0AD e® o o o0 o
DIN13 WW60BA e © o o0 o
Q <<
DIN 2174 & g 8
P h L I3 h9 L] g g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC420-M2-E0- M2 0,4 45 4 11 2.8 2.1 5 3 ==
M TC420-M2.5-E0- M 2.5 0,45 50 4 14 28 21 5 3 RS
s T | TC420-M3-EO- M3 05 56 6 18 35 2.7 6 4 o s
DN ] =di TC420-M3.5-E0- M35 0,6 56 7 20 4 3 6 4 K
o 4 o .} TC420-Ma-EO- M 0.7 63 7 21 45 | 34 6 ERE
C
13— TC420-M5-E0- M5 0,8 70 8 25 6 4,9 8 5 K
h TC420-M6-EO- M6 1 80 10 30 6 49 8 5 o (s
TC420-M8-E0- M8 1,25 90 12 35 8 6.2 9 5 ==
TC420-M10-E0- M 10 15 100 15 39 10 8 11 6 RS
Ordering example for the WW60AD grade: TC420-M2-E0-WW60AD
[=) <
DIN 2174 & g 8
P h L 1 h9 L] ly s £
Designation Dn mm mm mm mm mm mm mm N = =
p TC420-M12-NO- M12 175 110 16 83 9 7 10 6 =
@5 TC420-M14-NO- M 14 2 110 20 81 11 9 12 6 £
4 C‘] { TC420-M16-NO- M 16 2 110 20 68 12 9 12 6 =
Dn =1 1
T f
-~ Lc—~ | lg|=
I

Ordering example for the WW60AD grade: TC420-M12-NO-WW60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers e e

TC420 Supreme

b Ahan,

FIPPTPPPPPTIRT

< C=2-3 36HRC
. . 3,5xDN ZZW i 1550
- For long-chipping materials N/mm?
M P M K N S H O©
6HX WW6E0AD e® o0 o o0 o
DIN13 WW60BA oo 00 o o0 o
(=) <<
d s 3
DIN 2174 P I L I3 h9 L] Io g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC420-M2-C6- M2 0.4 45 4 11 2.8 2.1 5 3 o=
@ TC420-M2.5-C6- M25 045 50 4 14 28 2.1 5 3 RS
T | TC420-M3-C6- M3 0,5 56 6 18 35 2.7 6 4 o8
DN } =}-di TC420-M3.5-C6- M35 0,6 56 7 20 4 3 6 4 o=
o N . TC420-Ma-Co- M4 07 63 7 21 45 34 6 BERE
I3— TC420-M5-C6- M5 0.8 70 8 25 6 49 8 5 o=
I TC420-M6-C6- M6 1 80 10 30 6 49 8 5 N (=
TC420-M8-C6- M8 1.25 90 12 35 8 6.2 9 5 o=
TC420-M10-C6- M 10 15 100 15 39 10 8 11 6 RS
Ordering example for the WW60AD grade: TC420-M2-C6-WW60AD
i = g
DIN 2174 P h L I3 h9 [] lg s £
Designation Dn mm mm mm mm mm mm mm N = =
P TC420-M12-L6- M 12 175 110 16 83 9 7 10 6 K
@)‘ TC420-M14-L6- M 14 2 110 20 81 11 9 12 6 RIS
& . TC420-M16-L6- M 16 2 110 20 68 12 9 12 6 o=
On d1 TC420-M20-L6- M 20 25 140 25 95 16 12 15 7 o

Ordering example for the WW60AD grade: TC420-M12-L6-WWG60AD

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::tion
machining conditions
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HSS-E-PM machine thread formers e -

TC420 Supreme oy

Forl i eral < C=2-3 XL 36HRC
- For long-chipping materials
g-chipping 3,5xDN W ‘kha‘ herid
N/mm?
M 6HX P M K N S H 0
DIN13 WWG60AD oo 6060 o o0 o
[=}
DIN376 XL a g
~ P lh L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
—~|P TC420-M3-CH- M3 05 125 6 18 35 2,7 6 4 s
M TC420-M4-CH- M 4 07 125 7 21 4,5 3.4 6 5 =
E‘] { TC420-M5-CH- M5 0.8 140 8 25 6 4,9 8 5 =
D;v I ;11 TC420-M6-CH- M6 1 160 10 30 6 4,9 8 5 s
[ ha¥e
I3—= 9
\ I
Ordering example for the WW60AD grade: TC420-M3-CH-WW60AD
o
DIN376 XL 4 g
~ P lh L [ h9 L] I3 s
Designation Dn mm mm mm mm mm mm mm N =
TC420-M8-LH- M8 1,25 180 18 157 6 4,9 8 5 Es
TC420-M10-LH- M 10 1,5 200 20 177 7 5.5 8 6 s
Eh TC420-M12-LK- M 12 1,75 220 23 193 9 7 10 6 s
d; TC420-M16-LH- M 16 2 220 25 178 12 9 12 6 Es

'

Ordering example for the WW60AD grade: TC420-M8-LH-WW60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers
TC420 Supreme

- For long-chipping materials

M % P M K N S H 0
j—
6HX = WW6E0AD e® o0 o o0 o
DIN13 — = WW60BA o0 00 © o0 o
(=) <<
DIN 2174 & g B
P I L I3 h9 L] Io s =
Designation Dy mm mm mm mm mm mm mm N = =
TC420-M5-C2- M5 0.8 70 8 25 6 49 8 5 o=
TC420-M6-C2- M6 1 80 10 30 6 49 8 5 o (s
T | TC420-M8-C2- M8 125 90 12 35 8 6.2 9 5 K
=yd1 TC420-M10-C2- M 10 15 100 15 39 10 8 11 6 RS
'
- Ig [~
Ordering example for the WW60AD grade: TC420-M5-C2-WW60AD
(=) <
DIN 2174 & g 8
P h Lc g h9 L] ly s £
Designation Dn mm mm mm mm mm mm mm N = =
p TC420-M12-L2- M12 175 110 16 83 9 7 10 6 o=
@g TC420-M14-L2- M 14 2 110 20 81 11 9 12 6 RS
______________ T, TC420-M16-L2- M 16 2 110 20 68 12 9 12 6 BB
______________ »d; TC420-M20-L2- M 20 25 140 25 95 16 12 15 7 RS
[
—lgf~
I3
h

Ordering example for the WW60AD grade: TC420-M12-L2-WWG60AD

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::ﬂon
machining conditions
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HSS-E-PM machine thread formers A i
TC420 Supreme s

PIFPPPIPPPTIR

< E=1,5-2| [ 36HRC
. _ 3,5xDN :ZW i 1500
- For long-chipping materials N/mm?
M ’2‘ P M K N S H o0
6HX = WW6E0AD oo o0 o o0 o
DIN13 — WWB0BA oo 00 © o0 o
Q <<
d s 2
DIN 2174 P h L I3 h9 L] g g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC420-M2-CE- M2 0,4 45 4 11 2.8 2.1 5 3 ==
M TC420-M2.5-CE- M25 0,45 50 4 14 2.8 2.1 5 3 K
T | TC420-M3-CE- M3 05 56 6 18 35 2.7 6 4 o s
DN } =-di TC420-M3.5-CE- M35 0,6 56 7 20 4 3 6 4 K
t L s j TC420-Mé4-CE- M4 0,7 63 7 21 45 3.4 6 5 o=
I3— TC420-M5-CE- M5 0,8 70 8 25 6 49 8 5 ==
h TC420-M6-CE- M6 1 80 10 30 6 49 8 5 o (s
TC420-M8-CE- M8 1,25 90 12 35 8 6.2 9 5 ==
TC420-M10-CE- M 10 15 100 15 39 10 8 11 6 K
Ordering example for the WW60AD grade: TC420-M2-CE-WW60AD
@ 2 B
DIN 2174 P I L I3 h9 [] Iy s £
Designation Dn mm mm mm mm mm mm mm N = =
TC420-M12-LE- M 12 1,75 110 16 83 9 7 10 6 K
TC420-M14-LE- M 14 2 110 20 81 11 9 12 6 K
T | TC420-M16-LE- M 16 2 110 20 68 12 9 12 6 R

1
d
!

Ordering example for the WW60AD grade: TC420-M12-LE-WW60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers e e

TC420 Supreme

b Ahan,

FIPPTPPPPPTIRT

< C=2-3 36HRC
. . 3,5xDN ZZW i 1550
- For long-chipping materials N/mm?
M P M K N S H o0
6GX WW6E0AD e® o0 o o0 o
DIN13 WW60BA e o0 © o0 o
(=) <<
d s 3
DIN 2174 P I L I3 h9 L] Io g =
Designation Dy mm mm mm mm mm mm mm N = =
TC420-M2-E6- M2 0.4 45 4 11 2.8 2.1 5 3 o=
TC420-M2.5-E6- M25 0,45 50 4 14 2.8 2.1 5 3 o s
TC420-M3-E6- M3 0,5 56 6 18 35 2.7 6 4 o8
TC420-M3.5-E6- M35 0,6 56 7 20 4 3 6 4 o=
TC420-M4-E6- M4 0,7 63 7 21 45 3.4 6 5 o™
TC420-M5-E6- M5 0.8 70 8 25 6 49 8 5 o=
TC420-M6-E6- M6 1 80 10 30 6 49 8 5 N (=
TC420-M8-E6- M8 1.25 90 12 35 8 6.2 9 5 o=
TC420-M10-E6- M 10 15 100 15 39 10 8 11 6 o s
Ordering example for the WW60AD grade: TC420-M2-E6-WWG60AD
i = g
DIN 2174 P h L I3 h9 [] lg s £
Designation Dn mm mm mm mm mm mm mm N = =
P TC420-M12-N6- M 12 175 110 16 83 9 7 10 6 =
@)‘ TC420-M14-N6- M 14 2 110 20 81 11 9 12 6 =
T . TC420-M16-N6- M 16 2 110 20 68 12 9 12 6 £

Dn d

Ordering example for the WW60AD grade: TC420-M12-N6-WW60AD

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::tion
machining conditions

HSS-E (-PM) taps 221
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HSS-E-PM machine thread formers A i
TC420 Supreme

A b L, ’

PIFPPPIPPPTIR

< E=15-2 36HRC
. _ 3,5xDN ZZW 1500
- For long-chipping materials N/mm?
M P M K N S H 0
6GX WW6E0AD oo o0 o o0 o
DIN13 WW60BA oo o0 o o0 o
Q <<
DIN 2174 & g 8
P h L I3 h9 L] g g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC420-M2-EE- M2 0,4 45 4 11 2.8 2.1 5 3 ==
M TC420-M2.5-EE- M 2.5 0,45 50 4 14 28 21 5 3 RS
T | TC420-M3-EE- M3 05 56 6 18 35 2.7 6 4 o s
DN } =-di TC420-M4-EE- M4 0,7 63 7 21 45 3.4 6 5 K
t L s j TC420-M5-EE- M5 08 70 8 25 6 49 8 5 o=
C
35— TC420-M6-EE- M6 1 80 10 30 6 4,9 8 5 K
h TC420-M8-EE- M8 1,25 90 12 35 8 6.2 9 5 o | =N
TC420-M10-EE- M 10 1.5 100 15 39 10 8 11 6 o s
Ordering example for the WW60AD grade: TC420-M2-EE-WW60AD
(=) <<
2 dy S 8
DIN 2174 P h L I3 h9 U] o s =
Designation Dy mm mm mm mm mm mm mm N = =
TC420-M12-NE- M 12 175 110 16 83 9 7 10 6 =
TC420-M14-NE- M 14 2 110 20 81 11 9 12 6 =
6 | &8

E‘] TC420-M16-NE- M 16 2 110 20 68 12 9 12

[y .

Ordering example for the WW60AD grade: TC420-M12-NE-WW60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers Wq—_*‘ —

TC430 Supreme

Ahan,

Madadaadada s

- ) 3,5xDN| |
- For long-chipping materials

M @ P M K N S H 0
6HX g: WWE0AD e o o o
DIN 13 — = WWB6DEL e o o o
0 2 =
DIN 2174 P I L I3 h9 L] Io g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC430-M3-C6- M3 0.5 56 6 18 35 27 6 4 8
M TC430-M4-C6- M4 0,7 63 7 21 4,5 3.4 6 5 8
E\] y TC430-M5-C6- M5 0.8 70 8 25 6 49 8 5 =
GN ] = di TC430-M6-C6- M6 1 80 10 30 6 49 8 5 F)
., | Lt Tca3o-ms-ce- M8 125 | 90 12 35 8 6.2 9 6 | % | %8
5—] TC430-M10-C6- M 10 15 | 100 15 39 10 8 11 7 | 8| =
f h
Ordering example for the WW60AD grade: TC430-M8-C6-WW60AD
4 g
DIN 2174 P h L I3 h9 [] Iy s £
Designation Dn mm mm mm mm mm mm mm N = =
P TC430-M12-L6- M 12 1,75 110 16 83 9 7 10 a 8
M TC430-M16-L6- M 16 2 110 20 68 12 9 12 8 a

Dn

di
.............. T

Ordering example for the WW60AD grade: TC430-M12-L6-WWG0AD

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::ﬂon
machining conditions

HSS-E (-PM) taps 223
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HSS-E-PM machine thread formers i1 —————

TC430 Supreme !!MEEH!HM

< C=2-3 36HRC
- For long-chipping materials 3 5' DN W 1200
X -200

N/mm?
M ?
6HX é P M K N S H 0
DIN 13 — WWB0AD e o o o
[=}
DIN 2174 a g
P lh L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
P TC430-M8-C1- M8 1,25 90 12 35 8 6.2 9 6 =
M TC430-M10-C1- M 10 15 100 15 39 10 8 11 7 =
[m]
' [
DN } dp
f
~—Lc -~ lg [~
I3—=
h
Ordering example for the WW60AD grade: TC430-M8-C1-WW60AD
o
DIN 2174 4 g
P lh L [ h9 L] I3 s
Designation Dn mm mm mm mm mm mm mm N =
TC430-M12-L1- M 12 1,75 110 16 83 9 7 10 8 s
TC430-M16-L1- M 16 2 110 20 68 12 9 12 8 s

O
&

(.

lg

Ordering example for the WW60AD grade: TC430-M12-L1-WWG60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers
TC430 Supreme

< C=2-3 36HRC
- For long-chipping materials 3 5' DN M 1200
X -200

N/mm?
M =
6HX é P M K N S H 0
DIN 13 — = WWB0AD e o o o
a
DIN 2174 4 3
P h L I3 h9 L] Io S
Designation Dn mm mm mm mm mm mm mm N =
TC430-M8-C2- M8 1,25 90 12 35 8 6.2 9 6 s
TC430-M10-C2- M 10 15 100 15 39 10 8 11 7 s
[m]

[ 4

34,

1

- Ig [~

Ordering example for the WW60AD grade: TC430-M8-C2-WW60AD

o
DIN 2174 4 g
P h L ks h9 L] ly s
Designation Dn mm mm mm mm mm mm mm N =
p TC430-M12-L2- M 12 1,75 110 16 83 9 7 10 =
@5 TC430-M16-L2- M 16 2 110 20 68 12 9 12 8 =

Dk -dy

T

— L —= —~llg

h

Ordering example for the WW60AD grade: TC430-M12-L.2-WWG60AD

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::ﬂon
machining conditions

HSS-E (-PM) taps 225
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HSS-E-PM machine thread formers e e

TC430 Supreme ,

A,

PIFPPPIPPPTIR

< C=2-3 | |[J 36HRC
- For long-chipping materials »
g-chipping i 3,5xDN W 1500
N/mm?
M ?
6GX é P M K N S H 0
DIN13 — WWE0AD e o o o
[=}
DIN 2174 a g
P lh L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
P TC430-M8-E6- M8 1,25 90 12 35 8 6.2 9 6 =
M TC430-M10-E6- M 10 15 100 15 39 10 8 11 7 =
[m]
[
On 1 o
t f
Lc 1 lg [~
I3—=
\ h
Ordering example for the WW60AD grade: TC430-M8-E6-WWG0AD
o
DIN 2174 4 g
P lh L [ h9 L] I3 s
Designation Dn mm mm mm mm mm mm mm N =
p TC430-M12-N6- M 12 1,75 110 16 83 9 7 10 8 s
@5 TC430-M16-N6- M 16 2 110 20 68 12 9 12 8 s

di
............... T

DN

Ordering example for the WW60AD grade: TC430-M12-N6-WW60AD

DS B/ x New addition to the product range
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HSS-E-PM machine thread formers W—-’
TC420 Supreme

< C=2-3 36HRC
- For long-chipping materials 3 5' DN M 1200
X -200

N/mm?
MF =1
=
6HX = P M K N S H O©
DIN13 — WW60AD ee o0 o o0 o
a
d 3
DIN 2174 P h L I3 h9 L] o S
Designation Dn mm mm mm mm mm mm mm N =
TC420-M8X1-L1- MF 8x1 1 90 12 67 6 4,9 8 5 =
TC420-M10X1-L1- MF 10x1 1 90 12 67 7 55 8 6 =
n f TC420-M12X1-L1- MF 12x1 1 100 13 73 9 7 10 6 =
d1 TC420-M12X1.5-L1- MF 12x1.5 15 100 13 73 9 7 10 6 =
TC420-M14X1.5-L1- MF 14x1.5 15 100 15 71 11 9 12 6 3
Ordering example for the WW60AD grade: TC420-M8X1-L1-WW60AD
- PR R RN -
HSS-E-PM machine thread formers
TC420 Supreme e

. . 3,5xDN w
- For long-chipping materials

MF P M K N S H o
6HX WWB60AD e o0 © o0 o
DIN 13 WWG60BA o o0 o o0 o

& 2 B

DIN 2174 P I L I3 h9 U] lo s 2

Designation Dn mm mm mm mm mm mm mm N = =

TC420-M8X1-L6- MF 8x1 1 90 12 67 6 49 8 5 o™

TC420-M10X1-L6- MF 10x1 1 90 12 67 7 55 8 6 o™

TC420-M12X1-L6- MF 12x1 1 100 13 73 9 7 10 6 FREKS

TC420-M12X1.5-L6- MF 12x1.5 15 100 13 73 9 7 10 6 o™

TC420-M14X1-L6- MF 14x1 1 100 15 71 11 9 12 6 FREKS

TC420-M14X1.25-L6- MF 14x1.25 | 1,25 100 15 71 11 9 12 6 o™

TC420-M14X1.5-L6- MF 14x1.5 15 100 15 71 11 9 12 6 FREKS

TC420-M16X1.5-L6- MF 16x1.5 15 100 15 58 12 9 12 6 FREKS

Ordering example for the WW60AD grade: TC420-M8X1-L6-WW60AD

@S B/« New addition to the product range

HSS-E (-PM) taps 227
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1Y FY YT

HSS-E-PM machine thread formers
TC420 Supreme R

< C=2-3 36HRC
. _ 3,5%DN ZZW 13500
- For long-chipping materials
M F P M K N S H 0
6HX

WWG60AD oo 60 o o0 o
DIN13 WWG60BA o0 o060 o o0 o
[=} <
DIN 2174 4 g g
P I L I3 h9 L] lo g =
Designation Dy mm mm mm mm mm mm mm N = =
TC420-M8X1-L2- MF 8x1 1 90 12 67 6 4,9 8 5 ==
TC420-M10X1-L2- MF 10x1 1 90 12 67 7 55 8 6 ==
TC420-M12X1-L2- MF 12x1 1 100 13 73 9 7 10 6 o
TC420-M12X1.5-L2- MF 12x1.5 15 100 13 73 9 7 10 6 o=
TC420-M14X1.5-L2- MF 14x15 | 1,5 100 15 71 11 9 12 6 o=
TC420-M16X1.5-L2- MF 16x1.5 15 100 15 58 12 9 12 6 ==
Ordering example for the WW60AD grade: TC420-M8X1-L2-WWG0AD
. AAMAAIA.
HSS-E-PM machine thread formers
TC420 Supreme R
< C=2-3 | [ 36HRC
- _ 355Dn| || B 2506
- For long-chipping materials N/mm?

P M K N 5 H 0
M F 6GX

WW60AD o0 e0 © o0 o
DIN 13 WW60BA oo o0 o o0 o

" 2 B

DIN 2174 P I Lc I3 h9 U] lo s 2
Designation Dn mm mm mm mm mm mm mm N = =

TC420-M8X1-N6- MF 8x1 1 90 12 67 6 49 8 5 o | =N

TC420-M10X1-N6- MF 10x1 1 90 12 67 7 55 8 6 o | =N

TC420-M12X1-N6- MF 12x1 1 100 13 73 9 7 10 6 o s

TC420-M12X1.5-N6- MF 12x15 | 1,5 100 13 73 9 7 10 6 o =N

TC420-M14X1.5-N6- MF 14x15 | 15 100 15 71 11 9 12 6 o

TC420-M16X1.5-N6- MF 16x1.5 | 1,5 100 15 58 12 9 12 6 o =N

Ordering example for the WW60AD grade: TC420-M8X1-N6-WW60AD

DS B/ x New addition to the product range
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PP EYEN TN

HSS-E-PM machine thread formers
TC430 Supreme ST

- ) 3,5xDN| |
- For long-chipping materials
M F P M K N S H 0
6HX

WWB60AD e o o o
DIN13 WW60EL e o o o
" =z
DIN 2174 P I L I3 h9 L] Iy g =
Designation Dn mm mm mm mm mm mm mm N = =
TC430-M8X1-L6- MF 8x1 1 90 12 67 6 49 8 6 o s
TC430-M10X1-L6- MF 10x1 1 90 12 67 7 55 8 7 FREKS
TC430-M10X1.25-L6- MF 10x1.25 | 1,25 | 100 15 77 7 55 8 7 o
TC430-M12X1-L6- MF 12x1 1 100 13 73 9 7 10 8 FREKS
TC430-M12X1.25-L6- MF 12x1.25 | 1,25 100 13 73 9 7 10 8 o | ®N
TC430-M12X1.5-L6- MF 12x1.5 15 100 13 73 9 7 10 8 FREKS
TC430-M14X1.5-L6- MF 14x1.5 15 100 15 71 11 9 12 8 o | ®N
TC430-M16X1.5-L6- MF 16x1.5 15 100 15 58 12 9 12 8 o™

Ordering example for the WW60AD grade: TC430-M8X1-L6-WW60AD

HSS-E-PM machine thread formers W
TC430 Supreme

T . - |[c=23 36HRC
— For long-chipping materials -
grenipRIng 3,5xDN M 2

N/mm?
MF =1

6HX 2: P M K N S H 0

DIN 13 — WWG60AD e o o o
a
dy 3
DIN 2174 P I L I3 h9 L] I s
Designation Dn mm mm mm mm mm mm mm N =
TC430-M8X1-L1- MF 8x1 1 90 12 67 6 4.9 8 6 3
TC430-M10X1-L1- MF 10x1 1 90 12 67 7 55 8 7 =
TC430-M10X1.25-L1- MF 10x1.25 | 125 100 15 77 7 55 8 7 =
TC430-M12X1-L1- MF 12x1 1 100 13 73 9 7 10 8 =
TC430-M12X1.25-L1- MF 12x1.25| 125 100 13 73 9 7 10 8 =
TC430-M12X1.5-L1- MF 12x1.5 15 100 13 73 9 7 10 8 3
TC430-M14X1.5-L1- MF 14x1.5 15 100 15 71 11 9 12 8 =
TC430-M16X1.5-L1- MF 16x1.5 15 100 15 58 12 9 12 8 =

Ordering example for the WWG60AD grade: TC430-M8X1-L1-WW60AD

@S B/« New addition to the product range

HSS-E (-PM) taps 229
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HSS-E-PM machine thread formers
TC430 Supreme

< C=2-3 36HRC
- For long-chipping materials 3 5' DN W 1200
X -200

N/mm?
MF =1

6HX ?_:: P M K N S H 0

DIN13 — WWB0AD e o o o
a
dy =
DIN 2174 P h L I3 h9 L] lo S
Designation Dn mm mm mm mm mm mm mm N =
TC430-M8X1-L2- MF 8x1 1 90 12 67 6 4,9 8 6 a
TC430-M10X1-L2- MF 10x1 1 90 12 67 7 55 8 7 a
TC430-M10X1.25-L2- MF 10x1.25 1,25 100 15 77 7 55 8 7 8
TC430-M12X1-L2- MF 12x1 1 100 13 73 9 7 10 8 3
TC430-M12X1.25-L2- MF 12x1.25 | 1,25 100 13 73 9 7 10 8 =
TC430-M12X1.5-L2- MF 12x1.5 15 100 13 73 9 7 10 8 3
TC430-M14X1.5-L2- MF 14x1.5 15 100 15 71 11 9 12 8 =
TC430-M16X1.5-L2- MF 16x1.5 15 100 15 58 12 9 12 8 =

Ordering example for the WW60AD grade: TC430-M8X1-L2-WW60AD

DS B/ x New addition to the product range

230 HSS-E (-PM) taps
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Designation key for indexable insert thread milling cutters

Tool:

T2 |7 |11 - [29|-|W [32|-| 3 |-(09]|-| 3 (-|2&4

1 2 3 4 5 6

Tool group Generation Tool type Tool type 1. Delimiters Cutting diameter

7 Indexable insert 11 Universal —  Metric
thread milling cutter With triangular insert
2.0xDy

T Threading

Inch

12 Universal
With triangular insert
2.5xDy

13 Universal
With triangular insert
3.0 x Dy/modular

7 8 9 10 1 12

. . Number of . .
Adaptor type Adaptor size Number of teeth Insert size cutting rows Cutting row spacing

W Weldon shank

C Walter Capto™

Indexable insert:

1 2 3 4 5 6 Walter| 7 8 9
1 2 3 4 5 6
Family Insert size Insert radius Chip breaker groove Cutting edge Flank face design
Triangular thread 06 01=01mm
26300  milling cutter insert, 09 02=02mm D-10° 6 1
positive 1 04=04mm
14
j 7
7 8 9
Application 1SO application range Generation
Can be used Wear Cutting tool . i
SM  universally vith ISO resistance materials for: S Tiger-tec® Silver
P,M.K,SandH
materials 7 thread milling
37
Toughness

Thread milling cutters 231
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Indexable insert thread milling cutter

T2711 [ mm |

- Radius correction values: See technical information
- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness =<
2xDN 1/
M M F P M K N S H 0
DIN13 DIN13 T2711 o0 00 060 o o0 o o
No. of
Tool Pmax Dc 121 I3 Iy dp indexable
Designation Dn mm mm mm mm mm mm Z inserts Type
Shank DIN 1835 B T2711-19-W20-3-06-2-24 M 24 3,00 19 24 51 110 20 3 6 P26300-06 ..
i T2711-24-W25-3-09-2-31.5 M 30 3,50 24 315 64,5 132 25 3 6 P26300-09 ..
3 T2711-52-W40-4-14-2-60 M 64 6,00 52 60 135 217 40 4 8 P26300-14 ..
l=— 121
o il fom ¥ I
s oy
Shank DIN 1835 B T2711-29-W32-3-09-3-24 M 36 4,00 29 24 76,5 149 32 3 9 P26300-09 ..
: 1 T2711-35-W32-3-11-3-27 M 42 4,50 35 27 89,5 160 32 3 9 P26300-11 ..
§ T2711-40-W40-3-14-3-30 M 48 5,00 40 30 103 187 40 3 9
L T2711-44-W40-3-14-3-33 M 56 5,50 44 33 119 202 40 3 9 Pe6300-14..
o ] fl '
IR AN | ) == I

Bodies and assembly parts are included in the scope of delivery.

232 Thread milling cutters
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Assembly parts

— |IUJl=II_TEI=!

D [mm] 19 24-29 35 40-52
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
i Agl Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Accessories
D [mm] 19 24-35 40-52
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-12Nm 0.4-1,2Nm 1,5-5,0 Nm
-y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@=— Screwdriver for indexable insert FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx 9IP)
Thread milling cutter inserts P26300
P/ M/ K|/N|IS|H|O
@ |HC|HC|HC|HC|HC|HCHC
S % nin un un un unn
2 5555558
o _ r PitchP | PitchP | ES |3 38|23 35 8
Designation Size mm mm TPI mm Z0 AR
S0 " P26300-0601-D67 6 01 1,50-2,50 | 18-10 6,73 3 OO &S
(> P26300-0602-D67 0,2 3,00 8 6,58 3 OO &S
. P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
- — .|  P26300-0902-D67 s 0.2 3,00-4,00 8-6 9,34 3 OO S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 OO &S
P26300-1401-D67 01 1,50-250 | 18-10 13,87 3 OO DS
P26300-1402-D67 14 0,2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6,00 5-4 13,43 3 ODOD S
60  P26300-0601-D61 6 01 1.50-2,50 | 18-10 6.73 3 nms B
\©> P26300-0602-D61 02 3,00 8 6,58 3 wNW B
. P26300-0901-D61 . 01 1.50-2,50 | 18-10 9,48 3 nNW/W W/
-~ — .|  P26300-0902-D61 0,2 3,00-4,00 8-6 9,34 3 _nWEs B
P26300-1101-D61 01 1,50-2,50 | 18-10 10,85 3 nW® B
P26300-1102-D61 1 0.2 3,00-4,50 8-6 10,71 3 nBXW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WWE BN
P26300-1402-D61 14 02 3,00-4,50 8-6 13,72 3 nms B
P26300-1404-D61 0.4 5,00-6,00 5-4 13,43 3 DWW B
HC = Coated carbide
Tool selection
Metric thread Coarse pitch thread Fine pitch thread
P [mm]
M24 / M30 / M36 / M&2/ M48 / M56 / M64 /| Dn
Family Body designation I3[mm] | M27 M33 M39 M45 M52 M59 M68 [mm]| 15 2 2,5 3 3,5 4 4,5 5 515 6
T2711-19-W20-3-06-2-24 51 0602 > 24 | 0601 | 0601 0602
T2711-24-W25-3-09-2-315 | 645 0902 >30 | 0901 0902
T2711-29-W32-3-09-3-24 76,5 0902 >36 | 0901 | 0901 0902 0902
T2711 T2711-35-W32-3-11-3-27 89,5 1102 > 42 1102 1102
T2711-40-W40-3-14-3-30 103 1404 > 48 | 1401 | 1401 | 1401 | 1402 1404
T2711-44-W40-3-14-3-33 119 1404 >56 | 1401 1402 1404
T2711-52-W40-4-14-2-60 135 1404 | =64 | 1401 | 1401 | 1401 | 1402 1402 1404 1404

Example: With the T2711-29-W32-3-09-3-24 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..), an M36 or M39 thread can be produced.
Additionally, this body/indexable insert combination can be used to produce fine-pitch threads with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.

Thread milling cutters
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Indexable insert thread milling cutter

T2712 [ mm |

- Radius correction values: See technical information
- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness =< @
2,5xDN
M M F P M K N S H 0
DIN13 DIN13 T2712 o0 060 00 o o0 o
_No. of
TOOl Pmax Pmax  Dc 121 Lc I3 h d; ":.,dhe|:_
Designation Dn mm TPl mm mm mm mm mm mm Z inserts Type
Shank DIN 1835 B T2712-24-W25-3-09-2-31.5 |[M30 | 3,50 - 24 315 63 795 | 147 25 3 6 P26300-09
N T2712-29-W32-3-09-2-36 M 36 | 4,00 - 29 36 72 | 945 | 167 32 3 6 )
RLCL T2712-35-W32-3-11-2-40.5 |M42 | 4,50 - 35 | 405 | 81 |1105| 180 32 3 6 |P26300-11..
iy T T12712-40-W40-3-14-2-50 M 48 | 5,00 - 40 50 100 | 127 | 211 40 3 6 |P26300-14 ..
b g &= i

Shank DIN 1835 B * T2712-19-W20-3-06 M24 | 3,00 8 19 - - 63 123 20 3 3 | P26300-06 ..
) ‘ * T2712-24-W25-3-09 M30 | 3,50 7 24 - - 795 | 148 25 3 3
1 P26300-09 ..
I —— * T2712-29-W32-3-09 M36 | 4,00 6 29 - - 94,5 | 167 32 3 3
' (= i
DVCE'K T i * T2712-35-W32-3-11 M42 | 4,50 6 35 - - 1105| 181 32 3 3 | P26300-11 ..
* T2712-40-W40-3-14 M48 | 5,00 5 40 - - 127 211 40 3 3
* T2712-44-W40-3-14 M56 | 5,50 5 L4 - - 147 230 40 3 3 | P26300-14 ..
* T2712-52-W40-4-14 M64 | 6,00 4 52 - - 167 249 40 4 4

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Thread milling

Assembly parts
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D [mm] 19 24-29 35 40-52
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
i Agl Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Accessories
D [mm] 19 24-35 40-52
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-12Nm 0.4-1,2Nm 1,5-5,0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@=— Screwdriver for indexable insert FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx 9IP)
Thread milling cutter inserts P26300
P/M|K|N[S|H|O
@ [HC|HC|HC|HC|HC|HC|HC
-
] ninununununn
. . 22 25555515
Designation Size mrm PI::r:P PIPI";: P mlm § g g £ 2 g g 2 2
60A " P26300-0601-D67 6 01 1,50-250 | 18-10 6.73 3 ODOD S
@\ P26300-0602-D67 0.2 3,00 8 6,58 3 OO &S
J
= P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
. Y. P26300-0902-D67 : 0.2 3,00-4,00 8-6 9,34 3 OO &S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 OIS DS
P26300-1401-D67 01 1,50-2,50 | 18-10 13,87 3 OO &S
P26300-1402-D67 14 0.2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6.00 5-4 13.43 3 OO &S
60A ,~ P26300-0601-D61 6 01 1.50-2,50 | 18-10 6.73 3 nNW/W® WS
@\ P26300-0602-D61 02 3,00 8 6,58 3 nNW/W BV
J
= P26300-0901-D61 01 1,50-2,50 | 18-10 9,48 3 WWE B
. Y. P26300-0902-D61 ’ 0.2 3,00-4,00 8-6 9,34 3 DWW B
P26300-1101-D61 01 1,50-2,50 | 18-10 10,85 3 W™ W
P26300-1102-D61 1 0.2 3,00-4,50 8-6 10,71 3 nWW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WW/E B
P26300-1402-D61 14 0,2 3,00-4,50 8-6 13,72 3 WWE B
P26300-1404-D61 0,4 5,00-6,00 5-4 13,43 3 WWE B
HC = Coated carbide
Tool selection
Metric thread Coarse pitch thread Fine pitch thread
P [mm]
M24 / M30 / M36/ M&2/ M48 / M56 / M64 /| Dn
Family Body designation I3[mm] | M27 M33 M39 M45 M52 M59 M68 [mm]| 15 2 2,5 3 3,5 4 4,5 5 515 6
T2712-24-W25-3-09-2-31.5 79.5 0902 >30 | 0901 0902
S T2712-29-W32-3-09-2-36 94,5 0902 >36 | 0901 | 0901 0902 0902
T2712-35-W32-3-11-2-405 | 1105 1102 >42 | 1101 1102
T2712-40-W40-3-14-2-50 127 1404 >48 1401 | 1401 1404
T2712-19-W20-3-06 63 | 0602 > 24 0601 0602
T2712-24-W25-3-09 79,5 0902 >30 0901 0902
T2712-29-W32-3-09 94,5 0902 > 36 0901 0902
T2712 T2712-35-W32-3-11 110,5 1102 > 42 1101 1102
T2712-40-W40-3-14 127 1404 > 48 1401 1402 1404
T2712-44-W40-3-14 147 1404 > 56 1401 1402 1404
T2712-52-W40-4-14 167 1404 | > 64 1401 1402 1404

Example: With the T2712-29-W32-3-09-2-36 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..), an M36 or M39 thread can be produced.
Additionally, this body/indexable insert combination can be used to produce fine-pitch threads with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.

Thread milling cutters
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Indexable insert thread milling cutter

T2713 [ mm |

- Radius correction values: See technical information
- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness =<
3xDN \Z/
M M F P M K N S H 0]
DIN13 DIN13 T2713 o0 060 00 o o0 o
No. of
TOOI Pmax  Pmax D¢ I3 Iy dp indexable
Designation Dn mm TPI mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2713-19-W20-3-06 M24 3,00 8 19 75 135 20 3 3 P26300-06 ..
) * T2713-24-W25-3-09 M30 3,50 7 24 94,5 163 25 3 3
" P26300-09 ..
I —— * T2713-29-W32-3-09 M36 4,00 6 29 1125 | 185 32 3 3
T )
D [pmss D i * T2713-35-W32-3-11 Ma2 4,50 6 35 1315 | 202 32 3 3 P26300-11 ..
* T2713-40-W40-3-14 M48 5,00 5 40 151 235 40 3 3
* T2713-44-W40-3-14 M56 5,50 5 44 175 258 40 3 3 P26300-14 ..
* T2713-52-W40-4-14 M64 6,00 4 52 199 281 40 4 4
Walter Capto™ in acc. with ISO 26623 % T2713-60-C5-4-14 M72 6,00 4 60 115 152 50 4 4 P26300-14
i * T2713-73-C6-5-14 M85 6,00 4 73 125 170 63 5 5 B
13—
! U=l
S 1]

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Thread milling — |
Assembly parts
D [mm] 19 24-29 35 40-73
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
i Agl Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Accessories
D [mm] 19 24-35 40-73
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-12Nm 0,4-1,2Nm 1,5-5,0 Nm
-y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@=— Screwdriver for indexable insert FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx 9IP)
Thread milling cutter inserts P26300
P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HCHC
-1
oo ninununununn
_ | 22 |23 8555
Designation Size mrm PII::?[:P PIFI'?:: P mlm 2 g g £ 2 2 g ‘£ 2
S0 " P26300-0601-D67 6 01 1,50-2,50 | 18-10 6,73 3 OO &S
(> P26300-0602-D67 0,2 3,00 8 6,58 3 OO &S
. P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
-~ — .|  P26300-0902-D67 ’ 0.2 3,00-4,00 8-6 9,34 3 DD S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 ODOSD S
P26300-1401-D67 01 1,50-2,50 | 18-10 13.87 3 OO S
P26300-1402-D67 14 0,2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6,00 5-4 13,43 3 OSSO S
60 " P26300-0601-D61 6 01 1,50-2,50 | 18-10 6,73 3 WWE W
k@ P26300-0602-D61 02 3,00 8 6,58 3 ™ E W/
. P26300-0901-D61 01 1,50-2,50 | 18-10 9,48 3 WM™ W
-~ — .|  P26300-0902-D61 : 0,2 3,00-4,00 8-6 9,34 3 nWE B
P26300-1101-D61 1 01 1,50-2,50 | 18-10 10,85 3 nNW B
P26300-1102-D61 0.2 3,00-4,50 8-6 10,71 3 DWW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WWE™ W
P26300-1402-D61 14 0,2 3,00-4,50 8-6 13,72 3 WWEE W
P26300-1404-D61 0.4 5,00-6,00 5-4 1343 3 WW/E B
HC = Coated carbide
Tool selection
Metric thread Coarse pitch thread Fine pitch thread
P [mm]
M24 / M30/ M36/ M&2/ M48/ M56 / M64 /| D
Family Body designation I3 [mm] | M27 M33 M39 M45 M52 M59 M68 [mm] 1,5-2,5 3 3,5 4 4,5 5 55 6
T2713-19-W20-3-06 75 | 0602 > 24 0601 0602
T2713-24-W25-3-09 94,5 0902 >30 0901 0902
T2713-29-W32-3-09 1125 0902 >36 0901 0902
T2713-35-W32-3-11 1315 1102 > 42 1101 1102
T2713 T2713-40-W40-3-14 151 1404 > 48 1401 1402 1404
T2713-44-W4Q-3-14 175 1404 > 56 1401 1402 1404
T2713-52-W40-4-14 199 1404 | > 64 1401 1402 1404
T2713-60-C5-4-14 115 >72 1401 1402 1404
T2713-73-C6-5-14 125 > 85 1401 1402 1404

Example: With the T2713-29-W32-3-09 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..), an M36 or M39 thread can be produced.
Additionally, this body/indexable insert combination can be used to produce fine-pitch threads with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.
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Indexable insert thread milling cutter

T2711 [ mm |

- Radius correction values: See technical information
- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness =<
2xDN \Z/
U N c U N F P M K N S H 0
ASME B1.1 ASME B1.1 2711 e0 00 00 o o0 o o
No. of
TOOI Prmax Dc 121 I3 h dy indexable
Designation Dn TPI mm mm mm mm mm z inserts  Type
Shank DIN 1835 B T2711-20-W20-3-06-2-25.4 UNC 1 8 20 254 | 539 | 113 20 3 6 P26300-06 ..
i T2711-26-W25-3-09-2-32.7 UNC 1.1/4 7 26 | 3266 | 68 135 25 3 6 P26300-09 ..
13
l=— 121
o, il fom ¥ I
s oy
Shank DIN 1835 B T2711-31-W32-3-09-3-25.4 UNC1.1/2 6 31 254 | 80,7 | 153 32 3 9 P26300-09 ..

. 1
l—13

=121

] i —
; | | — {

Bodies and assembly parts are included in the scope of delivery.

238 Thread milling cutters



Thread milling

Assembly parts

— |IUJl=II_TEI=!

D¢ [mm] 20 26-31
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP)
i Agi Tightening torque 0,6 Nm 0,9 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP)
Tightening torque 0,6 Nm 0,9 Nm
Accessories
D¢ [mm] 20 26-31
@] Torque screwdriver, analogue FS2001 FS2001
Tightening torque 0.4-1,2Nm 0.4-12Nm
————

=

Interchangeable blade

FS2085 (Torx 6IP)

FS2011 (Torx 7IP)

Screwdriver for indexable insert

FS2086 (Torx 6IP)

FS2088 (Torx 7IP)

Thread milling cutter inserts P26300

P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HCHC
-1
oo ninununununn
g2 58886 n6B
o _ r PitchP | PitchP | EX |53 38|23 35 8
Designation Size mm mm TPI mm Z0 AR
S0 P26300-0601-D67 6 01 1,50-2,50 | 18-10 6,73 3 OO &S
(> P26300-0602-D67 0,2 3,00 8 6,58 3 OO &S
. P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
-~ — .|  P26300-0902-D67 ’ 0.2 3,00-4,00 8-6 9,34 3 DD S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 ODOSD S
P26300-1401-D67 01 1,50-2,50 | 18-10 13.87 3 OO S
P26300-1402-D67 14 0,2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6,00 5-4 13,43 3 OSSO S
60 P26300-0601-D61 6 01 1,50-2,50 | 18-10 6,73 3 WWE W
k@ P26300-0602-D61 02 3,00 8 6,58 3 ™ E W/
. P26300-0901-D61 01 1,50-2,50 | 18-10 9,48 3 WM™ W
-~ — .|  P26300-0902-D61 : 0,2 3,00-4,00 8-6 9,34 3 nWE B
P26300-1101-D61 1 01 1,50-2,50 | 18-10 10,85 3 nNW B
P26300-1102-D61 0.2 3,00-4,50 8-6 10,71 3 DWW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WWE™ W
P26300-1402-D61 14 0,2 3,00-4,50 8-6 13,72 3 WWEE W
P26300-1404-D61 0.4 5,00-6,00 5-4 1343 3 WW/E B
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
TPI
Family  Body designation Is[mm]| 1" 11/4" 11/2"| 1" 11/8" 11/4" 13/8" 11/2"| Dn 18* 16 14 12 8 6
T2711-20-W20-3-06-2-25.4 | 539 | 0602 0601 | 0601 | 0601 | 0601 | 0601 | =1,00" | 0601 | 0601 | 0601 | 0601 | 0602
T2711 T2711-26-W25-3-09-2-32.7 68 0902 >1,25" 0901
T2711-31-W32-3-09-3-25.4 80,7 0902 0901 >150" 0901 | 0901 | 0901 | 0901 | 0902 | 0902
Example: With the T2711-31-W32-3-09-3-25.4 body and the size 09 indexable insert with 0.2 mm radius * = UNEF
(0902 -> P26300-0902..), a UNC 1 1/2" thread can be produced. Additionally, this body/indexable insert combination
can be used to produce UN threads with 8 and 6 TPI, when their nominal diameter is > 1.5".
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Indexable insert thread milling cutter

T2712 [ mm |

- Radius correction values: See technical information
- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness =< @
2,5xDN
U N c U N F P M K N S H 0
ASME B1.1 ASME B1.1 T2712 oo 00 00 © oo °
No. of
TOOI Pmax Pmax Dc 121 L I3 h dp "::,T:-
Designation Dn TPl mm mm mm mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2712-26-W25-3-09-2-32.7|UNC11/4| 7 - 26 |32666532| 84 | 151 | 25 3 6 P26300-09
" * T2712-31-W32-3-09-2-38.1J|UNC11/2| 6 - 31 | 381|762 998 172 | 32 3 6 N
= I21
Lo ppeeesys 9 _”f
a | i
Shank DIN 1835 B * T2712-19-W20-3-06 1,00" 8 300 | 19 - - 63 | 123 | 20 3 3 | P26300-06 ..
* T2712-24-W25-3-09 1,25" 7 350 | 24 - - 795 | 148 | 25 3 3
I n P26300-09 ..
D E—— * T2712-29-W32-3-09 150" 6 4,00 | 29 - - 945 | 167 | 32 3 3
T | ) "
== o, _n{ * T2712-35-W32-3-11 1,75 6 450 | 35 - - |1105| 181 | 32 3 3 | P26300-11 ..
* T2712-40-W40-3-14 2,00" 5 500 | 40 - - 127 | 211 | 40 3 3
* T2712-44-W40-3-14 2,25" 45 | 550 | 44 - - 147 | 230 | 40 3 3 | P26300-14 ..
* T2712-52-W40-4-14 2,75" 4 6,00 | 52 - - 167 | 249 | 40 4 4

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Thread milling

Assembly parts
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D [mm] 19 24-31 35 40-52
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
i Agl Tightening torque 0,6 Nm 0,9 Nm 0,9Nm 2,0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Accessories
D [mm] 19 24-31 40-52
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-12Nm 0.4-1,2Nm 1,5-5,0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@=— Screwdriver for indexable insert FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx 9IP)
Thread milling cutter inserts P26300
P/ M| K|/N|IS|H|O
@ |HC|HC|HC|HC|HC|HCHC
-
S nlnlun wnlun unn
g2 58886 n6B
o _ r PitchP | PitchP | EX |53 38|23 35 8
Designation Size mm mm TPI mm Z0 AR
S0 " P26300-0601-D67 6 01 1,50-2,50 | 18-10 6,73 3 OO &S
(> P26300-0602-D67 0,2 3,00 8 6,58 3 OO &S
. P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
-~ — .|  P26300-0902-D67 ’ 0.2 3,00-4,00 8-6 9,34 3 DD S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 ODOSD S
P26300-1401-D67 01 1,50-2,50 | 18-10 13.87 3 OO S
P26300-1402-D67 14 0,2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6,00 5-4 13,43 3 OSSO S
60 " P26300-0601-D61 6 01 1,50-2,50 | 18-10 6,73 3 WWE W
k@ P26300-0602-D61 02 3,00 8 6,58 3 ™ E W/
. P26300-0901-D61 01 1,50-2,50 | 18-10 9,48 3 WM™ W
-~ — .|  P26300-0902-D61 : 0,2 3,00-4,00 8-6 9,34 3 nWE B
P26300-1101-D61 1 01 1,50-2,50 | 18-10 10,85 3 nNW B
P26300-1102-D61 0.2 3,00-4,50 8-6 10,71 3 DWW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WWE™ W
P26300-1402-D61 14 0,2 3,00-4,50 8-6 13,72 3 WWEE W
P26300-1404-D61 0.4 5,00-6,00 5-4 1343 3 WW/E B
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
TPI
Family Body designation Is[mml| 1" 11/4" 11/2" 214" >23/4"[ 1" 11/8" 11/4" 13/8" 11/2"| Dn |18-10 8 6 5 45 4
s |12712-26-W25-3-09-2-327 | 8388 0902 >125"
T2712-31-W32-3-09-2-38.1 | 99,75 0902 0901 | >150" |0901*| 0902 | 0902
T2712-19-W20-3-06 63 0602 0601 | 0601 | 0601 | 0601 | 0601 | >1,00" | 0601 | 0602
T2712-24-W25-3-09 79.5 0902 0901 | 0901 | 0901 | 0901 | >1.25" | 0901 0902
T2712-29-W32-3-09 94,5 0902 0901 | 0901 | >1,50" | 0901 0902
T2712 T2712-35-W32-3-11 1105 >175" | 1101 1102
T2712-40-W40-3-14 127 >200" | 1401 1402 1404
T2712-44-W40-3-14 147 1404 >225" | 1401 1402 1404
T2712-52-W40-4-14 167 1404 >275" | 1401 1402 1404

Example: With the T2712-31-W32-3-09-2-38.1 body and the size 09 indexable insert with 0.2 mm radius
(0902 -> P26300-0902..), a UNC 1 1/2" thread can be produced. Additionally, this body/indexable insert combination
can be used to produce UN threads with 8 and 6 TPI, when their nominal diameter is > 1.5".

* Exceptions: 13/11.5 and 11 TPI

Thread milling cutters

cannot be machined.
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Indexable insert thread milling cutter

T2713 [ mm |

- Radius correction values: See technical information
- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness =<
3xDN \Z/
U N c U N F P M K N S H 0
ASME B1.1 ASME B1.1 T2713 oo 00 00 © oo °
No. of
TOOI Pmax  Pmax D¢ I3 Iy dp indexable
Designation Dn TPI mm mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2713-19-W20-3-06 1,00" 8 3,00 19 75 135 20 3 3 P26300-06 ..
) * T2713-24-W25-3-09 125" 7 3,50 24 94,5 163 25 3 3
" P26300-09 ..
I —— * T2713-29-W32-3-09 1,50" 6 4,00 29 1125 | 185 32 3 3
¥ L”T'L ! "
D [pmss D i * T2713-35-W32-3-11 1,75 6 4,50 35 1315 | 202 32 3 3 P26300-11 ..
* T2713-40-W40-3-14 2,00" 5 5,00 40 151 235 40 3 3
* T2713-44-W40-3-14 2,25" 4,5 5,50 44 175 258 40 3 3 P26300-14 ..
* T2713-52-W40-4-14 2,75" 4 6,00 52 199 281 40 4 4
Walter Capto™ in acc. with ISO 26623 % T2713-60-C5-4-14 3,00" 4 6,00 60 115 152 50 4 4 P26300-14
i * T2713-73-C6-5-14 3,50" 4 6,00 73 125 170 63 5 5 B
13—
5 !
z 1]

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

— |IUJl=II_TEI=!

D [mm] 19 24-29 35 40-73
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
i Agl Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0,6 Nm 0,9 Nm 0,9 Nm 2,0 Nm
Accessories
D [mm] 19 24-35 40-73
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-1,2Nm 0.4-12Nm 1,5-5,0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@=— Screwdriver for indexable insert FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx SIP)
Thread milling cutter inserts P26300
P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HCHC
-
S nlnlun wnlun unn
g2 58886 n6B
o _ r PitchP | PitchP | EE |3|38|3 338
Designation Size mm mm TPI mm Z0 AR
S0 P26300-0601-D67 6 01 1,50-2,50 | 18-10 6,73 3 OO &S
(> P26300-0602-D67 0,2 3,00 8 6,58 3 OO &S
. P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
-~ — .|  P26300-0902-D67 ’ 0.2 3,00-4,00 8-6 9,34 3 DD S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 ODOSD S
P26300-1401-D67 01 1,50-2,50 | 18-10 13.87 3 OO S
P26300-1402-D67 14 0,2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6,00 5-4 13,43 3 OSSO S
60 P26300-0601-D61 6 01 1,50-2,50 | 18-10 6,73 3 WWE W
k@ P26300-0602-D61 02 3,00 8 6,58 3 ™ E W/
. P26300-0901-D61 01 1,50-2,50 | 18-10 9,48 3 WM™ W
-~ — .|  P26300-0902-D61 : 0,2 3,00-4,00 8-6 9,34 3 nWE B
P26300-1101-D61 1 01 1,50-2,50 | 18-10 10,85 3 nNW B
P26300-1102-D61 0.2 3,00-4,50 8-6 10,71 3 DWW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WWE™ W
P26300-1402-D61 14 0,2 3,00-4,50 8-6 13,72 3 WWEE W
P26300-1404-D61 0.4 5,00-6,00 5-4 1343 3 WW/E B
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
TPI
Family Body designation  Is[mm]| 1" 11/4" 11/2" 21/4" 23/4" = 3" =31/2"| 1" 11/8" 11/4" >13/8" DN |18-10 8 6 5 45 4
T2713-19-W20-3-06 75 | 0602 0601 | 0601 | 0601 | 0601 | >1,00" | 0601 | 0602
T2713-24-W25-3-09 | 945 0902 0901 | 0901 | 0901 | =125" | 0901 | 0902
T2713-29-W32-3-09 112,5 0902 0901 >1,50" | 0901 0902
T2713-35-W32-3-11 1315 >175" | 1101 1102
T2713 T2713-40-W40-3-14 151 >2,00" | 1401 1402 1404
T2713-44-W40-3-14 175 1404 >2.25" | 1401 1402 1404
T2713-52-C5-4-14 199 1404 | 1404 | 1404 >275" | 1401 1402 1404
T2713-60-C5-4-14 115 1404 | 1404 >3,00" | 1401 1402 1404
T2713-73-C6-5-14 125 1404 >350" | 1401 1402 1404

Example: With the T2713-29-W32-3-09 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..), a UNC 1 1/2" thread can be produced.
Additionally, this body/indexable insert combination can be used to produce UN threads with 8 to 6 TPI, when the nominal diameter is > 1.5".

Thread milling cutters

243



—_— |IwnLTER Thread milling

~

< <
- Radius correction values: See technical information - .
2xDy | [2,5%DN %E % L/

- D67 geometry: Maximum tool life/D61 geometry: Best operational smoothness

UNC UNF P M K N S H 0

Indexable insert thread milling cutter
T2711 /1 T2712

T2711 o0 00 060 o o0 o [ ]
ASME B1.1 ASME B1.1 T2712 o0 060 060 © o0 °
No. of
TOOI Pmax  Pmax Dc 121 I3 Iy dy Ir;l}lj:-
Designation Dy TPI mm Inch Inch Inch Inch Inch Z inserts Type
Weldon-Inch T2711.20-W19-3-06-2-25.4 |UNC1 8 - 0,787 | 1,000 | 2,122 | 4,461 | 0,750 3 6 P26300-06 ..
i T2711.26-W26-3-09-2-32.7 |UNC1.1/4 7 - 1,024 | 1,286 | 2,677 | 5,299 | 1,000 3 6 P26300-09 ..
13
l=— 121
Y =
; T N
Weldon-Inch T2711.31-W31-3-09-3-25.4 |UNC1.1/2 6 - 1,220 | 1,000 | 3,177 | 5,892 | 1,250 3 9 P26300-09 ..
| 1
|le—13
f= 121 =
] A—M—fl
Q!\ /’(':ir;\ ﬁc_‘;\ | |\ — {
Weldon-Inch * T2712.20-W19-3-06 UNC1 8 3,00 | 0,787 - 2,618 | 4,953 | 0,750 3 3 P26300-06 ..
‘ 5 i * T2712.23-W26-3-09 UNC11/8 7 3,50 | 0,886 - 2,992 | 5,695 | 1,000 3 3 P26300-00
— ' X T2712.28-W31-3-09 UNC 1 3/8 6 4,00 | 1,083 - 3,622 | 6,482 | 1,250 3 3 B

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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D¢ [Inch] 0,787 0,886-1,220
Ny Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP)
i Agi Tightening torque 0,6 Nm 0,9 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP)
Tightening torque 0,6 Nm 0,9 Nm
Accessories
D¢ [Inch] 0,787 0,886 -1,220
@] Torque screwdriver, analogue FS2002 FS2002
Tightening torque 0.4-1,2Nm 0.4-12Nm
————

Interchangeable blade

FS2085 (Torx 6IP)

FS2011 (Torx 7IP)

Screwdriver for indexable insert

=

FS2086 (Torx 6IP)

FS2088 (Torx 7IP)

Thread milling cutter inserts P26300

P/ M| K|/N|IS|H|O
@ |HC|HC|HC|HC|HC|HCHC
-
S nlnlun wnlun unn
g2 58886 n6B
o _ r PitchP | PitchP | EX |53 38|23 35 8
Designation Size mm mm TPI mm Z0 AR
S0 " P26300-0601-D67 6 01 1,50-2,50 | 18-10 6,73 3 OO &S
(> P26300-0602-D67 0,2 3,00 8 6,58 3 OO &S
. P26300-0901-D67 01 1,50-2,50 | 18-10 9,48 3 OO &S
-~ — .|  P26300-0902-D67 ’ 0.2 3,00-4,00 8-6 9,34 3 DD S
P26300-1102-D67 11 0.2 3,00-4,50 8-6 10,71 3 ODOSD S
P26300-1401-D67 01 1,50-2,50 | 18-10 13.87 3 OO S
P26300-1402-D67 14 0,2 3,00-4,50 8-6 13,72 3 OO &S
P26300-1404-D67 0.4 5,00-6,00 5-4 13,43 3 OSSO S
60 " P26300-0601-D61 6 01 1,50-2,50 | 18-10 6,73 3 WWE W
\@ P26300-0602-D61 02 3,00 8 6,58 3 nNW/W BV
. P26300-0901-D61 01 1,50-2,50 | 18-10 9,48 3 WM™ W
-~ — .|  P26300-0902-D61 : 0,2 3,00-4,00 8-6 9,34 3 nWE B
P26300-1101-D61 1 01 1,50-2,50 | 18-10 10,85 3 nNW B
P26300-1102-D61 0.2 3,00-4,50 8-6 10,71 3 DWW B
P26300-1401-D61 0,1 1,50-2,50 | 18-10 13,87 3 WWE™ W
P26300-1402-D61 14 0,2 3,00-4,50 8-6 13,72 3 WWEE W
P26300-1404-D61 0.4 5,00-6,00 5-4 1343 3 WW/E B
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
PI
Family  Body designation Iylinches][ 1"  11/8" 11/4" 13/8" 11/2"| 1" 11/8" 11/4" 13/8" 11/2" Dy 18-10 8 6
T2711.20-W19-3-06-2-25.4 | 2122" | 0602 0601 | 0601 | 0601 | 0601 | 0601 | >1,000" | 0601 | 0602
T2711 T2711.26-W26-3-09-2-32.7 2.677" 0902 >1,250"
T2711.31-W31-3-09-3-25.4 3.177" 0902 0901 >1,500" 0901 0902 0902
T2712.20-W19-3-06 2.618" 0602 0601 0601 0601 0601 0601 >1,000" 0601 0602
T2712 T2712.23-W26-3-09 2.992" 0902 0902 0901 0901 0901 0901 >1125" 0901 0902
T2712.28-W31-3-09 3622" 0902 | 0902 0901 | 0901 | =>1,375" | 0901 | 0902 | 0902

Example: With the T2711.31-W31-3-09-3-25.4 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..), a UNC 1 1/2" thread can be produced.
Additionally, this body/indexable insert combination can be used to produce UN threads with 8 or 6 TPI, when the nominal diameter is > 1.5".

Thread milling cutters

245



— ||UJl=ILTER

Cutting data
Thread formers

Threading

The specified cutting data are average standard values
For specific applications, adjustment is recommended.

ﬁ = Cooling lubricant recommended HSS-E thread formers
E = Emulsion e o& -
g|o=oi g |5 g Coated
5 | Ve = Cutting speed 5 15 S
= = 3 c )
E Overview of the main material groups = % E é ve [m/min]
£
g and code letters = é s g 15xDy 2xDy 25xDy ﬁ
C<0.25% Annealed 125 430 P1 46 37 32 E
C> 0.25%... < 0.55% Annealed 190 640 P2 47 38 33 E
C> 0.25%... < 0.55% Heat-treated 210 710 P3 29 23 20 E
Non-alloyed steel
C> 0.55% Annealed 190 640 P4 29 23 20 E
C> 0.55% Heat-treated 300 | 1010 P5 17 14 12 E
Free-machining steel (short-chipping) Annealed 220 750 P6 29 23 20 E
Annealed 175 590 P7 47 38 33 E
P Heat-treated 285 960 P8 15 12 11 E
Low-alloy steel
Heat-treated 380 | 1280 P9
Heat-treated 430 | 1480 | P10
‘ Annealed 200 680 P11 29 23 20 E
E.'gh'a”"y Sl i Hardened and tempered 300 | 1010 | P12 17 n 12 E
igh-alloy tool steel
Hardened and tempered 380 | 1280 | P13
X Ferritic/martensitic, annealed 200 680 P14 13 10 9 EO
Stainless steel =
Martensitic, heat-treated 330 | 1110 | P15 5 4 3 0
Austenitic, quench hardened 200 680 M1 15 12 11 EO
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 M2 5 4 4 1]
precip
Austenitic/ferritic, duplex 230 780 M3 5 4 4 EO
) Ferritic 200 400 K1
Malleable cast iron =
Pearlitic 260 700 K2
X Low tensile strength 180 200 K3
Grey cast iron - - -
K High tensile strength/austenitic 245 350 K&
: ) : : Ferritic 155 400 K5 29 23 20 E
Cast iron with spheroidal graphite —
Pearlitic 265 700 K6 14 12 10 E
GGV (CGl) 230 400 K7
- Not hardenable 30 - N1 56 45 39 (3
Wrought aluminium alloys
Hardenable, hardened 100 340 N2 52 43 37 E
< 12% Si, not hardenable 75 260 N3 48 39 34 E
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 48 39 34 E
N > 12% Si, not hardenable 130 450 N5
Magnesium alloys 70 250 N6
Unalloyed, electrolytic copper 100 340 N7 21 17 15 E
Copper and copper alloys Brass, bronze, red brass 90 310 N8
(bronze/brass) Cu alloys, short-chipping 110 | 380 N9
High-tensile, Ampco 300 | 1010 | N10
Annealed 200 680 Sl 8 6 5 E
Fe-based
Hardened 280 940 S2
Heat-resistant alloys Annealed 250 840 S3 8 6 5 1]
Ni- or Co-based Hardened 350 | 1180 S4
S Cast 320 | 1080 S5
Pure titanium 200 680 S6
Titanium alloys aand B alloys, hardened 375 | 1260 S7
B alloys 410 | 1400 S8
Tungsten alloys 300 | 1010 S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50HRC| - H1
H Hardened steel Hardened and tempered 55HRC| - H2
Hardened and tempered 60HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - Ha
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore, 06

! The classification of the machining groups can be found from page B 1174 onwards in the Walter General Catalogue 2017.
3 Water-miscible coolants must not be used when machining magnesium-based alloys.
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Cutting data
Thread milling

:nﬁ = Cooling lubricant recommended
T2711/ T2712 /1 T2713
E = Emulsion
M = MQL 2 | £ -
2 | A= Compressed air P = =]
© | v¢ = Cutting speed [m/min] 2 = = fz (mm)
2 | f, = Feed rate per tooth [mm] = 2 =
.o = « %
= pu— o =
% Overview of the main material groups g @ E é E; Ve (m/min) Insert size
= and code letters 5} 22 > ¥ 06 09/11/14
C<0.25% Annealed 125 430 P1 EM 200 03 0.4
C>0.25..<055% Annealed 190 640 P2 EM 200 03 0.4
C>025..<055% Heat-treated 210 710 P3 EM 200 03 0.4
Non-alloyed steel
C>0.55% Annealed 190 640 P4 EM 200 03 0.4
C>0.55% Heat-treated 300 | 1010 P5 EM 200 03 0.4
Free-machining steel (short-chipping) Annealed 220 750 P6 EM 200 0.3 0.4
Annealed 175 590 P7 EM 200 03 0.4
P Heat-treated 285 960 P8 EM 200 03 0.4
Low-alloy steel
Heat-treated 380 | 1280 P9 EM 150 025 035
Heat-treated 430 | 1480 | P10 | EM 100 0.2 03
. Annealed 200 680 P11 | EM 200 03 0.4
ity il i Hardened and tempered 300 | 1010 | P12 | EM 200 03 04
high-alloy tool steel
Hardened and tempered 380 1280 | P13 EM 150 0.3 0.4
X Ferritic/martensitic, annealed 200 680 P14 EM 200 0,25 035
Stainless steel =
Martensitic, heat-treated 330 1110 | P15 EM 150 0,25 0,35
Austenitic, quench hardened 200 680 M1 E 200 0.2 03
M | Stainless steel Austenitic, precipitation hardened (PH) 300 1010 M2 E 150 0,2 03
Austenitic/ferritic, duplex 230 780 M3 E 80 0.2 0.3
. Ferritic 200 400 K1 EM 200 03 0.4
Malleable cast iron =
Pearlitic 260 700 K2 EM 200 03 0.4
G o Low tensile strength 180 200 K3 EM 250 03 0.4
rey cast iron
K 4 High tensile strength/austenitic 245 350 Ké EM 200 03 0.4
Cast iron with spheroidal araphit Ferritic 155 400 K5 EM 200 03 0.4
ast iron with spheroidal graphite
p O Pearlitic 265 | 700 | K6 | EM 200 03 04
GGV (CGI) 230 400 K7 EM 200 03 0.4
Wrought aluminium alloys Not hardenable 30 - N1 EM = = =
u uminiu
. 4 Hardenable, hardened 100 340 N2 EM - - -
<12% Si, not hardenable 75 260 N3 EM - - -
Cast aluminium alloys <12% Si, hardenable, hardened 90 310 N4 EM - - -
N > 12% Si, not hardenable 130 450 N5 EM 200 03 0.4
Magnesium-based alloys? 70 250 N6 A 250 0.3 0.4
Unalloyed, electrolytic copper 100 340 N7 EM - - -
Copper and copper alloys Brass, bronze, red brass 30 310 N8 EM = = -
(bronze/brass) Cu alloys, short-chipping 110 | 380 N9 EM - - -
High-tensile, Ampco 300 | 1010 | N1I0 | EM = = =
Annealed 200 680 Sl E 40 025 0.25
Fe-based
Hardened 280 940 S2 E 25 015 015
Heat-resistant alloys Annealed 250 840 S3 E 40 0,25 0.25
Ni- or Co-based Hardened 350 1180 S4 E 25 0,15 015
s Cast 320 | 1080 S5 E 30 0.2 0.2
Pure titanium 200 680 S6 E 40 0.25 0.25
Titanium alloys a and B alloys, hardened 375 1260 S7 E 40 0,25 0.25
B alloys 410 | 1400 S8 E 30 0.2 0.2
Tungsten alloys 300 | 1010 S9 E 40 0,25 0.25
Molybdenum alloys 300 | 1010 | S10 E 40 0,25 0.25
Hardened and tempered 50HRC| - H1 MA 45 0.2 0.3
H Hardened steel Hardened and tempered 55HRC| - H2 M - - -
Hardened and tempered 60HRC| - H3 M - - -
Hardened cast iron Hardened and tempered 55HRC| - H4 MA 45 0.2 03
Thermoplastics Without abrasive fillers 01 EM 200 0.3 0.4
Thermosets Without abrasive fillers 02 EM 150 03 0.4
0 Plastic, glass-fibre-reinforced GFRP 03 EM 50 03 0.4
Plastic, carbon-fibre-reinforced CFRP 04 EM 50 03 0.4
Plastic, aramid-fibre-reinforced AFRP 05 EM 50 03 0.4
Graphite (technical) 65 06 EM 200 0.3 0.4

! The classification of the machining groups can be found from page B 1174 onwards in the Walter General Catalogue 2017.

3 Water-miscible coolants must not be used when machining magnesium alloys.

Machining must be performed synchronously. The specified cutting data are target values under good machining conditions.
Remedy for vibration:

— Use indexable inserts with D61 geometry

— Reduce v, by 25-50% and/or increase f; by 25-50%

— Radial cutting pass.

T2711/T2712: One radial cut is recommended.

T2713: Radial cutting pass may be required.
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Radius correction values for thread milling
Walter T2711/T2712/T2713

Metric thread in accordance with DIN 13

Thread P P
nominal diameter M @
Dn

Radius correction

Minimum dimension for Middle of the tolerance Middle of the tolerance

H tolerances range for a 6H tolerance range for a 6G tolerance
[mm] [mm] [mm] [mm] [mm] [mm]
15 0.1 -0,05 -0.10 -0,12
2 0.1 -0,10 -0.15 -0,17
3 0.2 -0,10 -0,16 -0.19
35 0.2 -0,15 -0,22 -0,24
> 24 and < 90 4 0.2 -0,20 -0,27 -0,30
45 0.2 -0,25 -0.33 -0,36
5 0.4 -0,10 -0.18 -0,22
55 0.4 -0,15 -0.24 -0,27
6 0.4 -0,20 -0.29 -0,33
2 0.1 -0,10 -0,16 -0,18
3 0.2 -0,10 -0,17 -0,20
> 90
4 0.2 -0,20 -0.28 -0,31
6 0.4 -0,20 -0.30 -0.34

Based on the pitch diameter tolerances in accordance with DIN ISO 965-1. Valid from M24.

UN/UNC/UNF/UNEF thread in accordance with ASME B1.1

Thread p Va
nominal diameter M @
Dn

Radius correction

Middle of the tolerance Middle of the tolerance

Minimum dimension
range for a 2B tolerance range for a 3B tolerance

[inches] [TPI] [mm] [mm] [mm] [mm]
18 0.1 -0,04 -0,08 -0,07
16 0.1 -0,06 -0,10 -0,09
14 0.1 -0,08 -0,12 -0.11
12 0.1 -0.11 -0.16 -0,15
8 0.2 -0.12 -0.17 -0.16
>1"and < 3"
7 0.2 -0,16 -0,22 -0.21
6 0.2 -0,22 -0.29 -0,27
5 0.4 -0.11 -0,18 -0,16
45 0.4 -0,16 -0.24 -0,22
4 0.4 -0.23 -0.32 -0.30
16 0.1 -0,06 -0,10 -0,09
12 0.1 -0.11 -0.16 -0,15
23" 8 0.2 -0.12 -0.19 -0.17
6 0.2 -0,22 -0.30 -0,28
4 0.4 -0,23 -0.32 -0,30
Based on the pitch diameter tolerances in accordance with ASME B1.1. Valid from UNC 1.
If the measured tool radius is reduced by the value stated in the "Minimum dimen- p 4 mm
sion” column, the thread is still in the lower tolerance range after machining and Example of an M36 - 6H thread
is usually too narrow. If the thread has to be milled to bring it to the middle of the r 0,2 mm
tolerance range, the measured tool radius must be reduced by the value stated in
the "Middle of the tolerance range” column. The thread is generally true to gauge Measured tool radius 14,53 mm
after machining. Radius correction values can also be determined in Walter GPS.
Radius correction in the middle of the 6H tolerance range - 0,27 mm
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Tool application
Walter T2711/T2712/T2713

UNUSABLE LENGTH

The thread length includes the last thread ridge plus half a pitch.
Since |/2 is greater than P/2, this results in an “unusable length” (X),
which must be taken into consideration during programming.

This is calculated as half of the insert length (I/2) minus half of the
thread pitch (P/2).

Thread length

/ .
/ \
Example: M36 with P26300-0902.. thread milling cutter insert. Y T/U } i
934mm  4mm Nt/ S
Unusable length X =1/2 - P/2 = T - —— =267mm N v

2 !

The unusable length of the T271.. families is less
than the chamfer length of a tap.

THE STRATEGY

It is recommended that the thread be produced with a radial cut
using synchronous milling. Non-cutting passes can be carried out
without radius corrections.

=
=
=
H
m

i
Positioning the milling Descending loop Producing the thread using Exit loop and retracting

cutter over core hole helical interpolation until the tool to the
and plunging the row spacing is bridged start position
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Solid carbide and ceramic milling tools — C1

Solid carbide milling tools Designation key 252
Shoulder milling cutters 254
Shoulder/slot milling cutters 260
Copy milling cutters 276
Solid carbide milling tools with ConeFit interface Shoulder/slot milling cutters 279
Ceramic milling tools Shoulder/slot milling cutters 282
Technical information High-feed geometry 284
Usage recommendations for copying and finishing 285
Maximum feed angle 285
Milling tools with indexable inserts — C2
Indexable inserts for milling Positive indexable inserts 286
Negative indexable inserts 313
Indexable inserts for tangential fitting 325
Indexable insert milling cutters Face milling cutters 332
Shoulder milling cutters 366
Slot milling cutters 384
Copy milling cutters 406
Technical information Cutting data 410
Feed determination 412
Application information 414
Assembly parts and accessories Screwdrivers 420

250



Rai=ttme A= S

II,"__--—'-'-'-_'_.




— |IUJl=II_TER

Solid carbide and ceramic milling tools

Designation key — Solid carbide milling tools

Example:

M

26

12.0

A

200

W 40| TF

1 2 3 4 5 6 7 8 9 10 Grade
1 2 3 4
Tool group Generation Tool type Tool type
M Millin Face milling cutters 00 Universal  Helix angle 0°, chamfer milling cutters 60°
g g g
Shoulder milling cutters 01 Universal  Helix angle 0°, chamfer milling cutters 90°
Shoulder/slot/porcupine ) . .
milling cutters 02 Universal  Helix angle 0°, chamfer milling cutters 120°
Helix angle < 39° . ) -
) 03 Universal Helix angle 0°, quadrant profiling cutters
3 Shoulder/slot/porcupine
milling cutters 04 Universal Helix angle 0°, front/back deburrers
Helix angle > 40°
4 Ball nose mill/ 11 Universal Helix angle 30°, type N
copy milling cutters 12 Universal Helix angle 30°, type HSC
5 Profiling cutters 13 Universal Helix angle 30°, type HSC, long version
Slot drill mills/ . . N
Circular interpolation cutters 16 Universal Helix angle 30°, type 30
19 Universal Helix angle 40°, serrated profile with internal cooling
5 6 7 20 Universal Helix angle 40°, serrated profile
Deliniters Cutting diameter Shank type 21 Universal Helix angle 45°, short version
22 Universal Helix angle 45°, type N
—  Metric A Parallel shank 24 Universal Helix angle 45°, type 45
) ) Helix angle 50°, unequal groove depth,
Inch E ConeFit 26 Universal differential pitch
W' Weldon shank 29 Universal Helix angle 60°, type N, multipurpose cutter
32 Universal Helix angle 35°
8 9 10 11 33 Universal Helix angle 35° + chip breaker
Number Design standard Corner Variant 41 1S0P Helix angle 50°, HPC, differential pitch
of teeth radius
5%S 51 IsOM Helix angle 35°/38°, without internal coolant
A DIN6527K
A (very short neck) 65 150N Helix angle 30°, Al geometry,
B DIN6527L g BS RAPAX G30 roughing profile, Axial internal coolant
(short neck) 2 x Dc*
13M 66 ISON Helix angle 30°, Al geometry, Axial internal coolant
C AN stub c (medium neck) 3 x D¢*
3L ) Helix angle 30°, HSC type H
D ANsi standard D (jong neck) 4x D * 80 I150-H = Helix angle 30°, HSC, type H
13 XL _ L
L Pstandard L E (very long neck) 5 x D* 81 I1SO-H Helix gngle 30°, m|n|ll-!SC T. type H
13 XXL = Helix angle 30°, mini HSC T, type H
M P standard Mini F
(extra long neck) 6 x Dc* . 0
Helix angle 30°, mini HSC R, type H
P P standard G 13 XXXL 82 1S0-H = Helix angle 30°, mini HSC R, type H
(extra extra long neck) 8 x D.* ’ '
13 XXXXL i ° i
S Pstandard S H ) Helix angle 30°, multi-flute, type H
(Lmesga long neck) 10 x Dc* 83 IS0-H = Helix angle 30°, multi-flute, type H
X P standard XL ¢
J (Lc short) 3x Dc* 87 1S0-H Helix angle 50°, multi-flute, type H
K LM = Helix angle 50°, multi-flute, type H
(Lc medium) 4 x D*
LcL ) Helix angle 50°, HPC type H
L (Lc long) 5x Dc* 88 IS0-H = Helix angle 50°, HPC, type H
V  Conical neck a < 3° Heli e 50° high-feed. tvoe H
i . ) elix angle 50°, high-feed, type
W Conical neck a <6 89 IS0-H = Helix angle 50°, high-feed, type H
X Conical neck a < 12°

252
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Grade designation key
for solid carbide and HSS cutting tool materials

Example:
Walter 1 2 3
1 2 3
Substrate Application range Coating
Wear
resistance TF TiAIN
B 5
10 UU  Uncoated
o 15
b= CA oN
5 20 !
S 25 RC  TiAIN + AITi
- J 30 ,
E ‘ 2 g TZ AITIN + ZrN
45 ED AICRN
50 TG  TiAISIN
55
60 RD  ATN+ZN
65 RA  TAN +TiAl
0 70
% 75
80
85
90
95
Toughness
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T —

Solid carbide shoulder milling cutters D NN T —
MD133 Supreme [ mm |/ }
MD133 Supreme T . " —

A
- Chip breaker 5- 35°

P M K N S H 0
A= _' e oo IR
WJ30RD (X J (]

<< (=]
D d; o 4
P STANDARD L 2 N o 5 . i 2 s
Designation mm mm mm mm mm mm z = =
Shank DIN 6535 HB MD133-06.0W5L030J- 6 0.3 19 65 29 6 5 S| &
] MD133-08.0W5L040J- 8 0.4 25 68 32 8 5 S| &
*\‘ i MD133-10.0W5L050J- 10 0.5 32 80 40 10 5 @ S
o, SN 4 MD133-12.0W5L060J- 12 0.6 38 93 48 12 5 S| &
T I MD133-16.0W6L080J- 16 0.8 50 115 62 16 6 K
‘*LH MD133-20.0W6L100J- 20 1 63 125 75 20 6 LRI
4
h
Shoulder milling a < 0.10 x D, for ISO P
Shoulder milling ae < 0.03 x D for ISO M and ISO S
Ordering example for the WJ30RD grade: MD133-06.0W5L030J-WJ30RD
D d g B
c 1
P STANDARD L h10 R Le Is d; h ly h6 ]2 3
Designation mm mm mm mm mm mm mm mm Z = =
Shank DIN 6535 HB MD133-06.0W5L030D- 6 0,3 19 27 55 65 29 6 5 S| &
] MD133-08.0W5L040D- 8 0.4 25 30 7.5 68 32 8 5 S| &
*\‘ E:Z i MD133-10.0W5L050D- 10 0,5 32 38 9.5 80 40 10 5 S| &
5 I le MD133-12.0W5L060D- 12 0,6 38 46 11,4 93 48 12 5 S| &
c N
T = T 7 MD133-16.0W6L080D- 16 0.8 50 60 15,2 115 62 16 6 S| &
I3 MD133-20.0W6L100D- 20 1 63 73 19 125 75 20 6 S| &
ly
h
Shoulder milling ae < 0.10 x D for ISO P
Shoulder milling ag < 0.03 x D¢ for ISO M and ISO S
Ordering example for the WJ30RD grade: MD133-06.0W5L030D-WJ30RD
D d s B
c 1
P STANDARD L h10 R L I3 d> h Iy h6 R 3
Designation Inch/no. Inch  Inch  Inch Inch Inch Inch  Inch z = =
Shank DIN 6535 HB MD133.6.35W5L038D- 1/4" 0,015 | 0,875 | 1,000 | 0,237 | 2,500 | 1,437 | 0,250 5 @ ()
R MD133.9.53W5L038D- 3/8" 0,015 | 1,250 | 1500 | 0,356 | 3250 | 1687 | 0375 5 K
*\ ’13 N MD133.12.7W5L076D- 1/2" 0,030 | 1,750 | 2,125 | 0475 | 4,000 | 2,217 | 0,500 5 S| &
o I o MD133.15.9W6L076D- 5/8" 0,030 | 2,000 | 2,500 | 0,594 | 4500 | 2,594 | 0,625 6 @ S
c N
T = T T MD133.19.1W6L076D- 3/4" 0,030 | 2,500 | 3,000 | 0713 | 5500 | 3,469 | 0,750 6 S| &
I
0
h

Shoulder milling ag < 0.10 x D for ISO P
Shoulder milling ag < 0.03 x D¢ for ISO M and ISO S
Ordering example for the WJ30RD grade: MD133.6.35W5L038D-WJ30RD
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Solid carbide shoulder milling cutters
MD133 Supreme [ mm |

Z =
5-6 @9
- Chip breaker 35°

P M K N S H 0
’@ @ g WJ30RA (X ] [} [J
; ; WJ30RD (X ] [}

D, d = B
P STANDARD L h10 R L I I o 8 R
Designation mm mm mm mm mm mm z = =
Shank DIN 6535 HB MD133-06.0W5L030K- 6 03 25 65 29 6 5 @ @
R MD133-08.0W5L040K- 8 0.4 34 80 A 8 5 @ @
y MD133-10.0W5L050K- 10 0,5 42 90 50 10 5 @ S
e RSN ¢ MD133-12.0W5LO60K- 12 06 50 100 55 12 5 o
PR ¥ MD133-16.0W6L080K- 16 0.8 66 125 77 16 6 @ S
e —— MD133-20.0W6L100K- 20 1 83 145 95 20 6 @ @

h

Shoulder milling ag < 0.05 x D for ISO P
Shoulder milling ag < 0.025 x D¢ for ISO M and ISO S
Ordering example for the WJ30RD grade: MD133-06.0W5L030K-WJ30RD

[ X J
st tool for pramary
" application
o B\
T
Good Average Poor apg‘,?::ﬁo“
machining conditions
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Solid carbide shoulder milling cutters m 3 Q ss E

MD133 Supreme [ mm |/
MD133 Supreme

=@
— Chip breaker 5- 35°

P M K N S H 0
| = g@ I o e
WJ30RD (X ] [ ]

D d = B
P STANDARD XL Do L . . & -
Designation mm mm mm mm mm mm z = =
Shank DIN 6535 HB MD133-06.0W5X030L- 6 03 31 80 40 6 5 @ @
] MD133-08.0W5X040L- 8 0.4 41 87 51 8 5 @ @
MD133-10.0W5X050L- 10 0.5 52 100 60 10 5 @ S
0 R ] E MD133-12.0W5X060L- 12 06 62 116 71 12 5 @ @
T ‘ T MD133-16.0W6X080L- 16 0.8 82 141 93 16 6 @ S
D Y- MD133-20.0W6X100L- 20 1 103 165 115 20 6 S| &
I
Shoulder milling a < 0.03 x D, for ISO P
Shoulder milling a < 0.015 x D for ISO M and ISO S
Ordering example for the WJ30RD grade: MD133-06.0W5X030L-WJ30RD
D¢ d; é E
P STANDARD XL hi0 R L I Iy h6 2 A
Designation Inch/no. Inch Inch Inch Inch Inch z = =
Shank DIN 6535 HB MD133.6.35W5X038L- 1/4" 0,015 1,375 3,000 1,937 0,250 5 @ a
R MD133.9.53W5X038L- 3/8" 0,015 2,000 4,000 2,437 0,375 5 @ a
MD133.12.7W5X076L- 1/2" 0,030 2,750 5,000 3,217 0,500 5 @ @
D N ] ?1 MD133.15.9W6X076L- 5/8" 0,030 3,250 5,500 3,594 0,625 6 @ @
T ‘ T MD133.19.1W6X076L- 3/4" 0,030 3,875 6,500 4,469 0,750 6 @ @
LC|A
h

Shoulder milling ae < 0.03 x D for ISO P
Shoulder milling ae < 0.015 x D for ISO M and ISO S
Ordering example for the WJ30RD grade: MD133.6.35W5X038L-WJ30RD
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Solid carbide shoulder milling cutters
MC187 Advance | mm |/
MC187 Advance

—

==

i e

— ||LUl=ILTEH

Z=
2
4-8 50°

iBBHRC
48HRC

f i ; @ g P M K N S H 0
WB10TG (X}
D d =
DIN 6527 L h10 L I I ht 2
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC187-03.0A4B- 3 8 57 21 6 4 S
MC187-04.0A4B- 4 11 57 21 6 4 ]
i 3 J] MC187-05.0A4B- 5 13 57 21 6 4 S
MC187-06.0A6B- 6 13 57 21 6 6 ]
T«—u—* ' MC187-08.0A6B- 8 19 63 27 8 6 S
4 M MC187-10.0A6B- 10 22 72 32 10 6 S
MC187-12.0A6B- 12 26 83 38 12 6 S
MC187-16.0A6B- 16 32 92 44 16 6 S
MC187-20.0A8B- 20 38 104 54 20 8 S
MC187-25.0A8B- 25 45 121 65 25 8 )
Shoulder milling ag < 0.1 x D¢
Ordering example for the WB10TG grade: MC187-03.0A4B-WB10TG
D dy =
P STANDARD L h10 L Iy I hé 2
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC187-06.0A6L- 6 26 75 34 6 6 S
MC187-08.0A6L- 8 36 80 44 8 6 ]
D; 7% 4 MC187-10.0A6L- 10 46 100 60 10 6 )
e MC187-12.0A6L~ 12 55 110 65 12 6 (]
ls MC187-16.0A6L- 16 66 130 82 16 6 )
h MC187-20.0A8L- 20 80 145 95 20 8 S
MC187-25.0A8L- 25 90 153 97 25 8 S
Shoulder milling ag < 0.1 x D¢
Ordering example for the WB10TG grade: MC187-06.0A6L-WB10TG
D d =
DIN 6527 L ho R L I " hb 2
Designation mm mm mm mm mm mm z =
Shank DIN 6535 HA MC187-03.0A4B050- 3 0,5 8 57 21 6 4 S
R MC187-04.0A4B050- 4 0,5 11 57 21 6 4 S
f { MC187-04.0A4B100- 4 1 11 57 21 6 4 S
D, )} d¢; MC187-05.0A6B050- 5 0,5 13 57 21 6 6 ]
T \{ MC187-05.0A6B100- 5 1 13 57 21 6 6 )
‘7'{4" f MC187-06.0A6B050- 6 0,5 13 57 21 6 6 ]
I - -
h MC187-06.0A6B100- 6 1 13 57 21 6 6 ]
MC187-08.0A6B050- 8 0,5 19 63 27 8 6 S
MC187-08.0A6B100- 8 1 19 63 27 8 6 S
MC187-08.0A6B200- 8 2 19 63 27 8 6 S
MC187-10.0A6B050- 10 0,5 22 72 32 10 6 ]
MC187-10.0A6B100- 10 1 22 72 32 10 6 ]
MC187-10.0A6B200- 10 2 22 72 32 10 6 ]
MC187-12.0A6B050- 12 0,5 26 83 38 12 6 S
Shoulder milling ag < 0.1 x D¢ Continued
Ordering example for the WB10TG grade: MC187-03.0A4B050-WB10TG
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Continued
o
D¢ d; =
DIN 6527 L ho R L I e h6 2
Designation mm mm mm mm mm mm zZ =
Shank DIN 6535 HA MC187-12.0A6B100- 12 1 26 83 38 12 6 S
) MC187-12.0A6B200- 12 2 26 83 38 12 6 S
i i MC187-12.0A6B300- 12 3 26 83 38 12 6 )
Dc % d
t <—LC——‘ f
lg
[i%
Shoulder milling ag < 0.1 x D¢
Ordering example for the WB10TG grade: MC187-03.0A4B050-WB10TG
D d =
c] 1
STANDARD ho R L I e h5 2
Designation Inch/no. Inch Inch Inch Inch Inch Z =
Shank DIN 6535 HA MC187.3.18A4D038- 1/8" 0,015 0,500 2,500 1,083 0,250 4 ()
] MC187.4.76A4D038- 3/16" 0,015 0,625 2,500 1,083 0,250 4 ()
{ { MC187.6.35A6D038- 1/4* 0,015 0,750 3,000 1,583 0,250 6 S
E D d MC187.7.94A6D051- 5/16" 0,020 0813 3,000 1,437 0,375 6 ()
T \ T MC187.9.53A6D076- 3/8" 0,030 0,875 3,000 1,437 0,375 6 S
'-tl MC187.12.7A6D076- 1/2" 0,030 1,000 4,500 2,717 0,500 6 ()
‘ h MC187.15.9A6D152- 5/8" 0,060 1,250 5,000 3,094 0,625 6 S
MC187.19.1A8D152- 3/4" 0,060 1,500 5,000 2,969 0,750 8 S

Shoulder milling ag < 0.1 x D¢
Ordering example for the WB10TG grade: MC187.3.18A4D038-WB10TG

Solid carbide shoulder milling cutters
MC183 Advance | mm |

63HRC
ny )
30° 48HRC

S || £
@ @ WB10TG - s - - : .H.

0
D d 2
DIN 6527 L h10 Le I Iy h6 2
Designation mm mm mm mm mm z =
Shank DIN 6535 HB MC183-06.0W6B- 6 13 57 21 6 6 S
MC183-08.0W8B- 8 19 63 27 8 8 S
J <sS ; MC183-10.0W10B- 10 22 72 32 10 10 S
¢ WY ! MC183-12.0W12B- 12 26 83 38 12 12 )
bl — F MCc183-16.0W16B- 16 32 92 44 16 16 )
e —
I

Shoulder milling ae < 0.05 x D¢
Ordering example for the WB10TG grade: MC183-06.0W6B-WB10TG
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J—— —)

Solid carbide shoulder milling cutters TS
MC111 Advance

- Type N 30 Z=4 </ % H“HRC
30°

= ==
| |c=p|| =2 |=> B R

D, d =

STANDARD h10 L I I o ]
Designation Inch/no. Inch Inch Inch Inch z =

Shank DIN 6535 HA MC111.2.38A4D- 3/32" 0,375 2,500 1,083 0,250 4 S
MC111.3.18A4D- 1/8" 0,500 2,500 1,083 0,250 4 S

t MC111.4.76A4D- 3/16" 0,625 2,500 1,083 0,250 4 S

D o MC111.6.35A4D- 1/4" 0,750 2,500 1,083 0,250 4 S
T«LC b Mc111.7.94A40- 5/16" 0,813 3,000 1,437 0,375 4 S
e MC111.9.53A4D- 3/8" 0,875 3,000 1,437 0,375 4 S

" MC111.12.7A4D- 1/2" 1,000 3,500 1,717 0,500 4 S

MC111.15.9A4D- 5/8" 1,250 3,500 1,594 0,625 4 S

MC111.19.1A4D- 3/4" 1,500 4,000 1,969 0,750 4 S

Slot milling a < 0.3 x D¢
Shoulder milling ag < 0.3 x D¢
Ordering example for the WJ30TF grade: MC111.2.38A4D-WJ30TF
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Solid carbide shoulder/slot milling cutters s &-
AH4135217 / AH4137217 ==

Proto-max™gy

£=5 76% 35° H o
= =

#/? @ g @ TAZ .P. T - - : - -

D d
STANDARD Designation hgc Lc Iy Iy, hEli
TAZ Inch/no. Inch Inch Inch Inch z
Shank DIN 6535 HB AH4135217-3/8 3/8" 0,875 3,000 1,437 0,375 5
AH4135217-1/2 172" 1,063 3,500 1,717 0,500 5
{ t AHA4135217-5/8 5/8" 1,250 3,500 1,594 0,625 5
Dc I B AH4135217-3/4 3/4" 1,500 4,000 1,969 0,750 5
T I
~— Lc—
e [y
hh
Slot milling ap < 1.0 x D¢
Shoulder milling ag < 0.6 x D
STANDARD s o
Designation h9 R L I lg h6
TAZ Inch/no. Inch Inch Inch Inch Inch z
Shank DIN 6535 HB AH4137217-3/8-0.030 3/8" 0,030 0,875 3,000 1,437 0,375 5
AH4137217-1/2-0.030 1/2" 0,030 1,063 3,500 1,717 0,500 5
AH4137217-1/2-0.060 1/2* 0,060 1,063 3,500 1,717 0,500 5
AH4137217-3/4-0.030 3/4" 0,030 1,500 4,000 1,969 0,750 5
AH4137217-3/4-0.060 3/4" 0,060 1,500 4,000 1,969 0,750 5

e

Slot milling ap < 1.0 x D¢
Shoulder milling a¢ < 0.6 x D¢
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Solid carbide shoulder/slot milling cutters P — m— a
MB266 Supreme N !

a0
\{

g @ P M K N S H 0

=)
D d 2

P STANDARD XL ho R L Is dy I I - 2
Designation Inch/no.  Inch Inch Inch Inch Inch Inch Inch z =

Shank DIN 6535 HA MB266.6.35A3X038B- 1/4" 0,015 0,375 1,500 0,236 3,000 1,583 0,250 3 S
MB266.6.35A3X076B- 1/4" 0,030 0,375 1,500 0,236 3,000 1,583 0,250 3 ]

df i MB266.9.53A3X038B- 3/8" 0,015 0,500 1,550 0,355 3,250 1,687 0,375 3 S

¢ MB266.9.53A3X076B- 3/8" 0,030 0,500 1,550 0,355 3.250 1,687 0,375 3 ]

T : T MB266.12.7A3X038B- 1/2" 0,015 0,625 2,125 0,470 4,000 2217 0,500 3 S
MB266.12.7A3X038C- 1/2" 0,015 1,250 3125 0,470 5,000 3217 0,500 3 S

MB266.12.7A3X076B- 1/2" 0,030 0,625 2,125 0,470 4,000 2217 0,500 3 S

hh MB266.12.7A3X076C- 1/2" 0,030 1,250 3125 0,470 5,000 3,217 0,500 3 S
MB266.12.7A3X152C- 1/2" 0,060 1,250 3,125 0,470 5,000 3217 0,500 3 S

MB266.12.7A3X305C- 1/2" 0,120 1,250 3,125 0,470 5,000 3217 0,500 3 S

MB266.15.9A3X038C- 5/8" 0,015 1,625 3,125 0,600 5,000 3,148 0,625 3 S

MB266.15.9A3X076C- 5/8" 0,030 1,625 3125 0,600 5,000 3,148 0,625 3 S

MB266.15.9A3X152C- 5/8" 0,060 1,625 3,125 0,600 5,000 3,148 0,625 3 S

MB266.15.9A3X305C- 5/8" 0,120 1,625 3,125 0,600 5,000 3,148 0,625 3 ]

MB266.19.1A3X038C- 3/4" 0,015 1,625 3,125 0,715 5,000 3,156 0,750 3 )

MB266.19.1A3X076B- 3/4" 0,030 1,000 2,125 0,715 4,000 2,156 0,750 3 ]

MB266.19.1A3X076C- 3/4" 0,030 1,625 3,125 0,715 5,000 3,156 0,750 3 S

MB266.19.1A3X152B- 3/4" 0,060 1,000 2,125 0,715 4,000 2,156 0,750 3 ]

MB266.19.1A3X305C- 3/4" 0,120 1,625 3125 0,715 5,000 3,156 0,750 3 )

MB266.25.4A3X038B- 1 0,015 1,250 2,125 0,955 5,000 2,717 1,000 3 S

MB266.25.4A3X076B- 1" 0,030 1,250 2,125 0,955 5,000 2,717 1,000 3 S

MB266.25.4A3X152B- 1 0,060 1,250 2,125 0,955 5,000 2,717 1,000 3 ]

MB266.25.4A3X305B- 1 0,120 1,250 2,125 0,955 5,000 2,717 1,000 3 [

Slot milling a, < 0.9 x D¢
Shoulder milling ag < 0.6 x D
Ordering example for the WJ30UU grade: MB266.6.35A3X038B-WJ30UU

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&‘é‘:ﬁm
machining conditions
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Solid carbide shoulder/slot milling cutters ‘“’\“ '
MC388 Advance [ mm |/ &_ B

MC388 Advance

a0

63HRC
/ 50° iluaHRC
g @ P M K N S H 0
M g @ WB10TG ® [ X )

DIN 6527 L . o c
h10 Le Iy Ig, h6 =
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC388-06.0A4B- 6 13 57 21 6 4 )
MC388-08.0A4B- 8 19 63 27 8 4 )
i—m ;1 MC388-10.0A4B- 10 22 72 32 10 4 S
| MC388-12.0A4B- 12 26 83 38 12 4 S
bl L] f
l4
h
Shank DIN 6535 HB MC388-06.0W4B- 6 13 57 21 6 4 [.)
MC388-08.0W4B- 8 19 63 27 8 4 S
5 :1 MC388-10.0W4B- 10 22 72 32 10 4 )
13 MC388-12.0AWB- 12 26 83 38 12 4 S
]
g
h
Slot milling ap < 0.9 x D¢
Shoulder milling ag < 0.3x D,
Ordering example for the WB10TG grade: MC388-06.0A4B-WB10TG
D d =
DIN 6527 L h10 L. " I ht 2
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC388-02.0A3B- 2 7 57 21 6 3 )
i MC388-03.0A3B- 3 8 57 21 6 3 )
D < Jl MC388-04.0A3B- 4 11 57 21 6 3 S
T T MC388-05.0A3B- 5 13 57 21 6 3 S
= Lc— MC388-06.0A4L- 6 13 65 29 6 4 S
4 h MC388-08.0A4L- 8 19 80 Lb 8 4 )
MC388-10.0A4L- 10 22 100 60 10 4 S
MC388-12.0A4L- 12 26 100 55 12 4 )
Slot milling a, < 0.9 x D¢ Continued

Shoulder milling ag < 0.3x D,
Ordering example for the WB10TG grade: MC388-02.0A3B-WB10TG
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— ||LUl=ILTEH

Continued
D d 2
1
P STANDARD L h10 L I I h6 2
Designation Inch/no. Inch Inch Inch Inch z =
Shank DIN 6535 HA MC388.3.18A3L- 1/8" 0,500 2,500 1,083 0,250 3 S
i ; MC388.4.76A3L- 3/16" 0,625 2,500 1,083 0,250 3 ]
T MC388.6.35A4L- 1/4* 0,750 2,500 1,083 0,250 4 S
Dc di B
—rw T MC388.9.53A4L - 3/8 0,875 3,000 1,437 0,375 4 S
-~ L MC388.12.7A4L- 1/2* 1,000 3,500 1,717 0,500 4 ]
g
hh
Slot milling a, < 0.9 x D¢
Shoulder milling ag < 0.3x D,
Ordering example for the WB10TG grade: MC388.3.18A3L-WB10TG
o
D¢ d =
DIN 6527 L h9 R Lc I I, hé E
Designation mm mm mm mm mm mm Z =
Shank DIN 6535 HA MC388-02.0A3B050- 2 0,5 7 57 21 6 3 S
] MC388-03.0A3B050- 3 0,5 8 57 21 6 3 S
i i MC388-04.0A3B050- 4 0,5 11 57 21 6 3 ]
D, % 4, MC388-04.0A3B100- 4 1 11 57 21 6 3 )
T T MC388-05.0A3B050- 5 0,5 13 57 21 6 3 S
“ LC: MC388-05.0A38100- 5 1 13 57 21 6 3 S
I MC388-06.0A4L050- 6 0,5 13 65 29 6 4 S
MC388-06.0A4L100- 6 1 13 65 29 6 4 S
MC388-08.0A4L050- 8 0,5 19 80 [A 8 4 S
MC388-08.0A4L100- 8 1 19 80 44 8 4 ]
MC388-08.0A4L200- 8 2 19 80 [A 8 4 )
MC388-10.0A4L050- 10 0,5 22 100 60 10 4 ]
MC388-10.0A4L100- 10 1 22 100 60 10 4 S
MC388-10.0A4L200- 10 2 22 100 60 10 4 S
MC388-12.0A4L050- 12 0,5 26 100 55 12 4 S
MC388-12.0A4L100- 12 1 26 100 55 12 4 S
MC388-12.0A4L200- 12 2 26 100 55 12 4 S
MC388-12.0A4L300- 12 3 26 100 55 12 4 )
Slot milling a, < 0.9 x D¢
Shoulder milling ag < 0.3 x D,
Ordering example for the WB10TG grade: MC388-02.0A3B050-WB10TG
D d 2
c 1
P STANDARD L h10 R L Iy " hé 2
Designation Inch/no. Inch Inch Inch Inch Inch Z =
Shank DIN 6535 HA MC388.3.18A3L038- 1/8" 0,015 0,500 2,500 1,083 0,250 3 (]
) MC388.4.76A3L038- 3/16" 0,015 0,625 2,500 1,083 0,250 3 ]
i MC388.6.35A4L038- 1/4" 0,015 0,750 2,500 1,083 0,250 4 ]
D % d; MC388.9.53A4L076- 3/8" 0,030 0,875 3,000 1,437 0,375 4 S
T T MC388.12.7A4L076- 172" 0,030 1,000 3,500 1,717 0,500 4 ]
f— L. —
C i
I
Slot milling a, < 0.9 x D¢
Shoulder milling ag < 0.3x D,
Ordering example for the WB10TG grade: MC388.3.18A3L038-WB10TG
e0
st tool for Primary
Be applicatlon
C R
Poor Other
Good Average app“cation
machining conditions
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Solid carbide shoulder/slot milling cutters
MC089 Advance [ mm |

— !\ pRaTETw

63HRC
Z=4 {% i

50° 48HRC

g @ P M K N S H 0
@ g f@ WB10TG [ X J

D d =
DIN 6527 L R ay xR Res R L b h6 2
Designation mm mm mm mm mm mm mm mm mm mm z =
Shank DIN 6535 HA MC089-04.0A4B050- 4 0,12 0,6 4 0,618 0,5 11 57 21 6 4 9
MC089-05.0A4B050- 5 0,15 0,7 6 0,656 0,5 13 57 21 6 4 9
¥ x MC089-06.0A4B050- 6 0.2 0.7 9 0693 | 05 15 57 21 6 4 S
o RN % a0 MC089-08.0A4B100- 8 0,25 0,78 12 1,226 1 20 63 27 8 4 9
7 MC089-10.0A4B150- 10 03 0.8 15 1773 | 15 26 72 32 10 4 S
‘*'—CT" MC089-12.0A4B150- 12 0.4 1 18 1,875 15 30 83 38 12 4 @
‘ L MC089-16.0A4B200- 16 0.5 15 24 | 2,465 2 36 92 44 16 4 S

RN, X

Re

Shoulder milling ag < 0.5 x D¢
Ordering example for the WB10TG grade: MC089-04.0A4B050-WB10TG
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Solid carbide shoulder/slot milling cutters - e
MC281 Advance [ mm |

g @ P M K N S H 0
#/? g f@ WB10TG [ X ]

D d =

P STANDARD MINI MR Lk 5 4k T =
Designation mm mm mm mm mm mm mm mm z =

Shank DIN 6535 HA MC281-01.0A2M020B- 1 0.2 1 2 097 50 22 4 2 @
. MC281-01.0A2M020F- 1 0.2 1 6 097 50 22 4 2 @

De o005 MC281-01.0A2M020H- 1 02 1 10 0,97 50 22 4 2 S
E df A i MC281-1.25A2M020D- 1,25 0.2 1,25 5 122 50 22 4 2 @
T T 9 \C281-01.5A2M020C- 15 0.2 15 4 1,47 50 22 4 2 S
*thLJ ! MC281-01.5A2M020E- 15 0,2 15 8 1,47 50 22 4 2 @
B MC281-01.5A2M0206- 15 0.2 15 12 1.47 50 22 4 2 S
W I M(C281-02.0A2M020B- 2 0.2 2 4 1,97 50 22 4 2 @
MC281-02.0A2M020C- 2 0.2 2 6 1,97 50 22 4 2 @

MC281-02.0A2M020F- 2 0,2 2 12 1,97 50 22 4 2 @

MC281-02.0A2M0206G- 2 0.2 2 16 1,97 50 22 4 2 @

MC281-03.0A2M020C- 3 0,2 3 8 297 50 22 4 2 @

MC281-03.0A2M020E- 3 0.2 3 16 2,97 50 22 4 2 S

MC281-03.0A2M020F- 3 0.2 3 20 297 60 32 4 2 @

MC281-04.0A2M050C- 4 0.5 4 12 3,97 65 29 6 2 @

MC281-04.0A2MO50E- 4 0,5 4 20 3,97 65 29 6 2 @

Slot milling ap < 0.1 x D¢
Shoulder milling a¢ < 0.1 x D¢
Ordering example for the WB10TG grade: MC281-01.0A2M020B-WB10TG

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&‘é‘:ﬁm
machining conditions
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Solid carbide shoulder/slot milling cutters ‘, - i
MC326 Supreme S

- Type N 50

a0

/ 50° H
g @ P M K N S H 0
#/? g @ WK&0TF e o [ J

[

D d 5

P STANDARD L ho R L Is dy I I o 3
Designation Inch/no. Inch Inch Inch Inch Inch Inch Inch z =

Shank DIN 6535 HA MC326.6.35A4L076C- 1/4" 0,030 0,750 1,375 0,237 3,000 1,583 0,250 4 S
5 ; MC326.7.94A4L076C- 5/16" 0,030 0,813 1,500 0,297 3,500 1,937 0,375 4 S
L\« 2 § MC326.9.53A4L076C- 3/8" 0,030 0,875 1,500 0,356 3,500 1,937 0,375 4 S
DER ?F—L d; MC326.9.53A4L152C- 3/8" 0,060 0,875 1,500 0,356 3,500 1,937 0,375 4 S
T T MC326.11.1A4L076C- 7/16" 0,030 1,000 2,875 0,416 4,750 2,967 0,500 4 S
ib—’ MC326.12.7A4L076C- 1/2" 0,030 1,000 2,875 0,475 4,750 2,967 0,500 4 S

Iy MC326.12.7A4L152C- 1/2" 0,060 1,000 2,875 0,475 4,750 2,967 0,500 4 S

I MC326.15.9A4L076C- 5/8" 0,030 1,250 3,000 0,594 5,000 3217 0,625 4 S
MC326.15.9A4L152C- 5/8" 0,060 1,250 3,000 0,594 5,000 3217 0,625 4 S

MC326.19.1A4L152C- 3/4" 0,060 1,500 3,000 0,713 5,250 3219 0,750 4 S

MC326.25.4A5L152C- 1" 0,060 1,625 3,250 0,960 5,500 3217 1,000 5 S

MC326.25.4A5L318C- 1" 0,120 1,625 3,250 0,960 5,500 3217 1,000 5 S

Slot milling ap < 0.9 x D¢
Shoulder milling ag < 0.3 x D¢
Ordering example for the WK40TF grade: MC326.6.35A4L076C-WK40TF
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Solid carbide shoulder/slot milling cutters
MC216 Advance

48HRC
- Type 30 Z=2 </ % H
30°

g @ P M K N S H 0
#/? g f@ WJ30TF e o [} ®

D, d =

STANDARD h10 L I I o 2
Designation Inch/no. Inch Inch Inch Inch z =

Shank DIN 6535 HA MC216.2.38A2D- 3/32" 0,375 2,500 1,083 0,250 2 S
MC216.3.18A2D- 1/8" 0,500 2,500 1,083 0,250 2 S

i Jl MC216.4.76A2D- 3/16" 0,625 2,500 1,083 0,250 2 S
T 7 MC216.6.35A2D- 1/4" 0,750 2,500 1,083 0,250 2 S
L MC216.7.94A2D- 5/16" 0,813 3,000 1,437 0,375 2 S

l4 l1 MC216.9.53A2D- 3/8" 0,875 3,000 1,437 0,375 2 S
MC216.12.7A2D- 1/2" 1,000 3,500 1,717 0,500 2 S

MC216.15.9A2D- 5/8" 1,250 3,500 1,594 0,625 2 S

MC216.19.1A2D- 3/4" 1,500 4,000 1,969 0,750 2 S

Slot milling a < 0.5 x D¢
Shoulder milling ag < 0.3 x D¢
Ordering example for the WJ30TF grade: MC216.2.38A2D-WJ30TF

Solid carbide shoulder/slot milling Cutters (R ———) 10

MC213 Advance

- Type HSC 30 7=4

g @ P M K N S H 0
#/? g f@ WJ30TF e o [} ®

@
<

D, d =

P STANDARD L h10 R Le Is d> I Iy h6 A
Designation Inch/no.  Inch Inch Inch Inch Inch Inch Inch z =

Shank DIN 6535 HA MC213.6.35A4L038C- 1/4" 0,015 0,750 1,375 0,237 3,000 1,583 0,250 4 @
R ] MC213.6.35A4L076C- 1/4" 0,030 0,750 1,375 0,237 3,000 1,583 0,250 4 @
jL f { MC213.9.53A4L038C- 3/8" 0,015 0.875 1,500 0,356 3,500 1,937 0,375 4 @
D;& d MC213.9.53A4L076C- 3/8" 0,030 0,875 1,500 0,356 3,500 1,937 0,375 4 @
L Lol t ¥ Mc213.12.7A4L076C- 1/2" 0,030 1,000 2,875 0,475 4,750 2,967 0,500 4 S
i I3 MC213.12.7A4L152C- 1/2" 0,060 1,000 2,875 0,475 4,750 2,967 0,500 4 @

ls MC213.12.7A4L305C- 1/2" 0,120 1,000 2,875 0,475 4,750 2,967 0,500 4 S

b MC213.15.9A4L076C- 5/8" 0,030 1,250 3,000 0,594 5,000 3,094 0,625 4 @
MC213.15.9A4L152C- 5/8" 0,060 1,250 3,000 0,594 5,000 3,094 0,625 4 S

MC213.19.1A4L152C- 3/4" 0,060 1,500 3,000 0,713 5,250 3,219 0,750 4 @

MC213.19.1A4L305C- 3/4" 0,120 1,500 3,000 0,713 5,250 3,219 0,750 4 @

Slot milling a < 0.5 x D¢
Shoulder milling ag < 0.5 x D¢
Ordering example for the WJ30TF grade: MC213.6.35A4L038C-WJ30TF
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Solid carbide shoulder/slot milling cutters &
MC319 Advance [ mm |

=t 76% 40°
g @ P M K N S H 0
#/? @ g @ WK&0TF e o (] [

D dy E

DIN 6527 L hi2 L I3 d; Iy I, h6 >
Designation mm mm mm mm mm mm mm z =

Shank DIN 6535 HB MC319-05.0W4BC- 5 13 16 48 57 21 6 4 S
& MC319-06.0W4BC- 6 13 13 5.6 57 21 6 4 S

y  MC319-07.0W4BC- 7 16 26 6.5 63 27 8 4 S

Dc ! — d;  MC319-08.0W4BC- 8 19 25 7.5 63 27 8 4 S
Lc"l ¥ ¥ MC319-09.0W4BC- 9 19 31 8.8 72 32 10 4 S

I3 —| MC319-10.0W4BC- 10 22 30 9,5 72 32 10 4 S

Iy ——| MC319-11.0W4BC- 11 26 35 10,5 83 38 12 4 S

L MC319-12.0W4BC- 12 26 36 11,4 83 38 12 4 S
MC319-13.0W4BC- 13 26 35 12,4 83 38 14 4 S

MC319-14.0W4BC- 14 26 36 13,3 83 38 14 4 S

MC319-15.0W4BC- 15 32 41 14,3 92 L4 16 4 S

MC319-16.0W4BC- 16 32 42 15,2 92 Lb 16 4 S

MC319-18.0W4BC- 18 32 42 17,1 92 Lb 18 4 S

MC319-20.0W4BC- 20 38 52 19 104 54 20 4 S

MC319-25.0W4BC- 25 45 63 238 121 65 25 4 S

Slot milling ap < 2.0 x D¢
Shoulder milling ag < 0.6 x D¢
Ordering example for the WK40TF grade: MC319-05.0W4BC-WKA4OTF

[ X ]

est tool for primary

: application

& B |7,

Poor Other

Average her
™ lica
” machining conditions app

268 Solid carbide milling tools



Solid carbide, PCD and HSS milling tools —] |IUJI:L'I'ER

Solid carbide shoulder/slot milling cutters
MC320 Advance [ mm |/
MC320 Advance

/ 40°

g @ P M K N S H 0
#/? g f@ WK40TF e o [} ®

D, dy E
DIN 6527 L h12 L I3 d; Iy lg h6 g
Designation mm mm mm mm mm mm mm z =
Shank DIN 6535 HB MC320-04.0W3BC- 4 8 15 38 57 21 6 3 S
MC320-04.0W4BC- 4 11 15 38 57 21 6 4 S
¥ MC320-05.0W3BC- 5 10 16 4,8 57 21 6 3 S
d1 MC320-05.0W4BC- 5 13 16 4,8 57 21 6 4 S
¥ MC320-06.0w3BC- 6 10 19 55 57 21 6 3 S
MC320-06.0W4BC- 6 13 19 55 57 21 6 4 S
MC320-06.0W5BC- 6 13 19 55 57 21 6 5 S
MC320-08.0W4BC- 8 19 25 7.5 63 27 8 4 S
MC320-08.0W5BC- 8 19 25 7.5 63 27 8 5 S
MC320-10.0W4BC- 10 22 30 9,5 72 32 10 4 S
MC320-10.0W5BC- 10 22 30 9,5 72 32 10 5 S
MC320-12.0W4BC- 12 26 36 114 83 38 12 4 S
MC320-12.0W5BC- 12 26 36 114 83 38 12 5 S
MC320-14.0W4BC- 14 26 36 133 83 38 14 4 S
MC320-14.0W5BC- 14 26 36 133 83 38 14 5 S
MC320-16.0W4BC- 16 32 42 15,2 92 [A 16 4 S
MC320-16.0W6BC- 16 32 42 15,2 92 44 16 6 S
MC320-18.0W4BC- 18 32 42 17,1 92 [A 18 4 S
MC320-18.0W6BC- 18 32 42 171 92 44 18 6 S
MC320-20.0W4BC- 20 38 52 19 104 54 20 4 S
MC320-20.0W6BC- 20 38 52 19 104 54 20 6 S
MC320-20.0W8BC- 20 38 52 19 104 54 20 8 S
MC320-25.0W4BC- 25 45 63 23,8 121 65 25 4 S
MC320-25.0W6BC- 25 45 63 23,8 121 65 25 6 S
MC320-25.0W8BC- 25 45 63 23,8 121 65 25 8 S
Slot milling a, < 1.5 x D¢ Continued

Shoulder milling ag < 0.6 x D
Ordering example for the WK40TF grade: MC320-04.0W3BC-WK40TF

@S B/« New addition to the product range
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Continued
D 4 £
DIN 6527 K h12 [ I Iy h6 §
Designation mm mm mm mm mm z =
Shank DIN 6535 HB MC320-06.0W3A- 6 7 54 18 6 3 S
MC320-06.0W4A- 6 7 54 18 6 4 S
b < d* MC320-08.0W3A- 8 9 58 18 8 3 S
B ! MC320-08.0W4A- 8 9 58 18 8 4 S
- L:L ! MC320-10.0W3A- 10 11 66 26 10 3 S
= MC320-10.0W4A- 10 11 66 26 10 4 S
" MC320-12.0W3A- 12 12 73 28 12 3 S
MC320-12.0W4A- 12 12 73 28 12 4 S
MC320-16.0W3A- 16 16 82 34 16 3 S
MC320-16.0W4A- 16 16 82 34 16 4 )
MC320-20.0W3A- 20 20 92 42 20 3 S
MC320-20.0W4A- 20 20 92 42 20 4 S
MC320-25.0W3A- 25 26 121 65 25 3 ()
MC320-25.0W4A- 25 26 121 65 25 4 ()
Slot milling ap < 1.0 x D¢
Shoulder milling ag < 0.6 x D
Ordering example for the WK40TF grade: MC320-06.0W3A-WK40TF
e 4 &
STAN DARD Inch/ Lc |3 dz |1 |4 hé E
Designation no. Inch Inch Inch Inch Inch Inch z =
Shank DIN 6535 HB MC320.6.35W4DC- 1/4" 0,750 0,875 0,230 3,000 1,437 0,375 4 S
§ MC320.9.52W4DC- 3/8" 0,875 1,000 0,355 3,000 1,437 0,375 4 S
v i v MC320.12.7W4DC- 1/2" 1,000 1374 0,475 3,500 1,717 0,500 4 S
Dc [ d1 MC320.15.9W4DC- 5/8" 1,250 1,500 0,594 3,500 1,594 0,625 4 S
Lc"l f b MC320.19.1w4DC- 3/4" 1,500 2,000 0,713 4,000 1,969 0,750 4 S
13—
[Jpm—
f h

Slot milling ap < 1.5 x D¢
Shoulder milling ag < 0.6 x D
Ordering example for the WK40TF grade: MC320.9.52W4DC-WK40TF

[ X ]

est tool for primary

] application

& B |7,

Poor Other

Average her
™ lica
” machining conditions app
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Solid carbide shoulder/slot milling cutters
MC232 Perform [ mm |/
MC232 Perform

35°
= S P M K N s w [
WJ30ED e o [ J
=}
Dc d; w
DIN 6527 L h12 L I I hé 2
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC232-02.0A2B- 2 6 57 29 4 2 S
n ; MC232-02.5A2B- 2,5 7 57 29 4 2 S
0] P MC232-03.0A2B- 3 7 57 29 4 2 S
{_ : MC232-03.5A2B- 35 7 57 29 4 2 S
L MC232-04.0A2B- 4 8 57 29 4 2 S
Iy
h
Shank DIN 6535 HB MC232-05.0W2B- 5 10 57 21 6 2 S
N . MC232-06.0W2B- 6 10 57 21 6 2 S
0] P MC232-08.0W2B- 8 16 63 27 8 2 S
TC : MC232-10.0W2B- 10 19 72 32 10 2 )
L MC232-12.0W2B- 12 22 83 38 12 2 S
14 L MC232-16.0W2B- 16 26 92 L4 16 2 S
MC232-20.0W2B- 20 32 104 54 20 2 S
Slot milling a, < 0.5 x D¢
Shoulder milling ag < 0.5 x D¢
Ordering example for the WJ30ED grade: MC232-02.0A2B-WJ30ED
D d o
c 1
STANDARD h12 Le I L h6 2
Designation Inch/no. Inch Inch Inch Inch z =
Shank DIN 6535 HA MC232.3.18A2D- 1/8" 0,500 2,500 1,083 0,250 S
n ; MC232.6.35A2D- 1/4" 0,750 2,500 1,083 0,250 2 )
Dc 1 di
T 1
~—Lc
Iy
h
Shank DIN 6535 HB MC232.9.53W2D- 3/8" 0,875 3,000 1,437 0,375 2 S
; ; MC232.12.7W2D- 1/2" 1,000 3,500 1,717 0,500 2 S
; MC232.15.9W2D- 5/8" 1,250 3,500 1,594 0,625 2 )
{_ : MC232.19.1W2D- 3/4" 1,500 4,000 1,969 0,750 2 S
<—|_C
Iy
h
Slot milling a, < 0.5 x D¢
Shoulder milling ag < 0.5 x D
Ordering example for the WJ30ED grade: MC232.3.18A2D-WJ30ED
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Solid carbide shoulder/slot milling cutters == J— i
MC232 Perform [ mm | * l )

/
Z=3 \/ -

g @ P M K N S H 0
#/? @ g @ WJ30ED e o (]

o
D¢ d; =
DIN 6527 L h12 Le I3 da I Iy h6 a
Designation mm mm mm mm mm mm mm z =
Shank DIN 6535 HA MC232-02.0A3BC- 2 6 11,3 19 57 29 4 3 S
d MC232-02.5A3BC- 2,5 7 11,7 2.4 57 29 4 3 S
2
s 4 MC232-03.0A3BC- 3 7 121 29 57 29 4 3 S
De 0 d MC232-03.5A3BC- 35 7 15 33 57 29 4 3 S
Tg’ i v MC232-04.0A3BC- 4 8 15 38 57 29 4 3 S
— L
fe—— 53—
|y
it
Shank DIN 6535 HB MC232-05.0W3BC- 5 10 18 4,8 57 21 6 3 S
d MC232-06.0W3BC- 6 10 19 57 57 21 6 3 S
2
4 4 MC232-08.0W3BC- 8 16 25 7,6 63 27 8 3 S
De =1 d MC232-10.0W3BC- 10 19 30 95 72 32 10 3 S
T ! MC232-12.0W3BC- 12 22 36 11,4 83 38 12 3 S
~ ch MC232-16.0W3BC- 16 26 42 15,2 92 44 16 3 S
4 MC232-20.0W3BC- 20 32 52 19 104 54 20 3 S
[i}

Slot milling a, < 0.5 x D¢
Shoulder milling a¢ < 0.5x Dy
Ordering example for the WJ30ED grade: MC232-02.0A3BC-WJ30ED

[ X ]
est tool for primary
: application
& B |7,
Poor Other
Average her
™ lica
” machining conditions app
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Solid carbide shoulder/slot milling cutters
MC232 Perform [ mm |/
MC232 Perform

35°
= S P M K N s w [
WJ30ED [ X} [ ] [ ]
(=]
D¢ dy w
DIN 6527 L h12 Le h l 6 i
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC232-02.0A3B- 2 6 57 29 4 3 @
i MC232-02.5A3B- 25 7 57 29 4 3 @
ajm L MC232-03.0A38- 3 7 57 29 4 3 )
%&\7 ; MC232-03.5A3B- 35 7 57 29 4 3 )
~— Lc‘" MC232-04.0A3B- 4 8 57 29 4 3 S
g
h
Shank DIN 6535 HB MC232-05.0W3B- 5 10 57 21 6 3 S
; MC232-06.0W3B- 6 10 57 21 6 3 S
gﬂm L, MC232-08.0W3B- 8 16 63 27 8 3 )
: NN *1 MC232-10.0W3B- 10 19 72 32 10 3 )
~ ch" MC232-12.0W3B- 12 22 83 38 12 3 @
la X MC232-16.0W3B- 16 26 92 44 16 3 S
MC232-20.0W3B- 20 32 104 54 20 3 S
Slot milling a, < 0.5 x D¢
Shoulder milling ag < 0.5 x D¢
Ordering example for the WJ30ED grade: MC232-02.0A3B-WJ30ED
D d @
c 1
STANDARD h12 L I I hé 2
Designation Inch/no. Inch Inch Inch Inch z =
Shank DIN 6535 HA MC232.3.18A3D- 1/8" 0,500 2,500 1,083 0,250 @
i MC232.6.35A3D- 1/4" 0,750 2,500 1,083 0,250 3 @
. PSS dl
T ] f
C
g
h
Shank DIN 6535 HB MC232.9.53W3D- 3/8" 0,875 3,000 1,437 0,375 3 S
‘ i MC232.12.7W3D- 172" 1,000 3,500 1,717 0,500 3 S
ST MC232.15.9W3D- 5/8" 1,250 3,500 1,594 0625 3 )
: NN\ ' MC232.19.1W3D- 3/4" 1,500 4,000 1,969 0,750 3 S
~ Lc"‘
Iy
h
Slot milling a, < 0.5 x D¢
Shoulder milling ag < 0.5 x D
Ordering example for the WJ30ED grade: MC232.3.18A3D-WJ30ED
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e

Solid carbide shoulder/slot milling cutters "
MC232 Perform [ mm | W i}

/
Z=4 \/ -

g @ P M K N S H 0
#/? @ g @ WJ30ED e o (]

D d o
DIN 6527 L h12 Le I3 da k I h6 a
Designation mm mm mm mm mm mm mm z =
Shank DIN 6535 HA MC232-02.0A4BC- 2 7 11,3 19 57 29 4 4 @
. MC232-02.5A4BC- 2,5 8 11,7 2.4 57 29 4 4 @
' MC232-03.0A4BC- 3 8 12,1 29 57 29 4 4 @
D d MC232-03.5A4BC- 35 10 15 33 57 29 4 4 @
T 7 MC232-04.0A4BC- 4 11 15 3,8 57 29 4 4 @
|— L[
I3

—ly—

[i}
Shank DIN 6535 HB MC232-05.0W4BC- 5 13 18 4,8 57 21 6 4 @
o MC232-06.0W4BC- 6 13 19 57 57 21 6 4 @
n 4 MC232-08.0W4BC- 8 19 25 7.6 63 27 8 4 S
De | & MC232-10.0W4BC- 10 22 30 95 72 32 10 4 @
T T MC232-12.0W4BC- 12 26 36 11,4 83 38 12 4 S
D s MC232-16.0W4BC- 16 32 42 15,2 92 44 16 4 @
Iy MC232-20.0W4BC- 20 38 52 19 104 54 20 4 @

h

Slot milling a, < 0.5 x D¢
Shoulder milling a¢ < 0.5x Dy
Ordering example for the WJ30ED grade: MC232-02.0A4BC-WJ30ED

[ X ]
est tool for primary
: application
& B |7,
Poor Other
Average her
™ lica
” machining conditions app
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Solid carbide shoulder/slot milling cutters e )
MC232 Perform [ mm |/ * | )

MC232 Perform

/
Z=4 \/ -

g @ P M K N S H 0
I%/? g f@ WJ30ED e o [}

(=]
D¢ dy w
DIN 6527 L h12 Le h l 6 i
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC232-02.0A4B- 2 7 57 29 4 4 @
i i MC232-02.5A4B- 25 8 57 29 4 4 @
0 P MC232-03.0A4B- 3 8 57 29 4 4 @
% ; MC232-03.5A4B- 35 10 57 29 4 4 S
=~ Lc MC232-04.0A4B- 4 11 57 29 4 4 @
e
h
Shank DIN 6535 HB MC232-05.0W4B- 5 13 57 21 6 4 S
N ; MC232-06.0W4B- 6 13 57 21 6 4 S
0] a4 MC232-08.0W4B- 8 19 63 27 8 4 @
T T MC232-10.0W4B- 10 22 72 32 10 4 S
~Lc | MC232-12.0W4B- 12 26 83 38 12 4 @
nl MC232-16.0W4B- 16 32 92 44 16 4 &
MC232-20.0W4B- 20 38 104 54 20 4 S
Slot milling a, < 0.5 x D¢
Shoulder milling ag < 0.5 x D¢
Ordering example for the WJ30ED grade: MC232-02.0A4B-WJ30ED
D d @
c 1
STANDARD h12 Le h l h6 =
Designation Inch/no. Inch Inch Inch Inch z =
Shank DIN 6535 HA MC232.3.18A4D- 1/8" 0,500 2,500 1,083 0,250 @
i i MC232.6.35A4D- 1/4" 0,750 2,500 1,083 0,250 4 @
D¢ di
[ L f
e
h
Shank DIN 6535 HB MC232.9.53W4D- 3/8" 0,875 3,000 1,437 0,375 4 S
4 ; MC232.12.7W4D- 172" 1,000 3,500 1,717 0,500 4 S
o] a4 MC232.15.9W4D- 5/8" 1,250 3,500 1,594 0,625 4 @
(o
T T MC232.19.1W4D- 3/4" 1,500 4,000 1,969 0.750 4 &S
~—Lc
Iy
h

Shoulder milling ag < 0.5 x D
Slot milling a, < 0.5 x D¢
Ordering example for the WJ30ED grade: MC232.3.18A4D-WJ30ED
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Solid carbide ball-nose end mills ;f‘ﬂhlw&i

MC482 Advance|[ mm |/
MC482 Advance BLEL
7= iE3HRC
2-4 %30" 48HRC
P M K N S H 0
WB10TG ( X )
L)
D¢ d; =
DIN 6527 K h7 R Lo h W h5 &
Designation mm mm mm mm mm mm z =
Shank DIN 6535 HA MC482-03.0A2B- 3 15 2,4 57 21 6 2 S
s MC482-04.0A2B- 4 2 32 57 21 6 2 S
§ MC482-05.0A2B- 5 2,5 4 57 21 6 2 S
Dc \t\\z d, MC482-06.0A2B- 6 3 4,8 57 21 6 2 )
T 4‘ T MC482-08.0A2B- 8 4 6.4 63 27 8 2 S
—Lc
lg
Ih
Ordering example for the WB10TG grade: MC482-03.0A2B-WB10TG
L)
D¢ d; =
DIN 6527 L h7 R L " s h5 2
Designation mm mm mm mm mm mm Z =
Shank DIN 6535 HA MC482-06.0A2L- 6 3 4,8 80 bb 6 2 (]
] MC482-08.0A2L- 8 4 6.4 100 64 8 2 ]
¥ t MC482-10.0A2L- 10 5 8 100 60 10 2 S
DL d1 MC482-12.0A2L- 12 6 9,6 100 55 12 2 (]
e *
-~ ——
h
Ordering example for the WB10TG grade: MC482-06.0A2L-WB10TG
(L)
D¢ dp 5
DIN 6527 L h7 R Le I I h5 2
Designation mm mm mm mm mm mm z =
Shank DIN 6535 HA MC482-06.0A4B- 6 3 4.8 57 21 6 4 S
) MC482-08.0A4B- 8 4 6.4 63 27 8 4 S
MC482-10.0A4B- 10 5 8 72 32 10 4 S
D = d, MC482-12.0A4B- 12 6 96 83 38 12 4 (-]
T T MC482-16.0A4B- 16 8 12,8 92 bb 16 4 S
]
14
h
Ordering example for the WB10TG grade: MC482-06.0A4B-WB10TG Continued
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Continued
P STANDARD XL s o =
h7 R L I3 d; Iy Ig, h5 =
Designation mm mm mm mm mm mm mm mm Z =
Shank DIN 6535 HA MC482-06.0A4BC- 6 3 4,8 18 5.9 63 27 8 4 S
) MC482-08.0A4BC- 8 4 6.4 24 7.9 72 32 10 4 S
*\ i  MC482-10.0A4BC- 10 5 8 30 9,9 83 38 12 4 ]
D | - 1 d; MC482-12.0A4BC- 12 6 9,6 36 11,8 83 38 12 4 S
L L T MC482-16.0A4BC- 16 8 12,8 42 15,8 92 44 16 4 ]
e
Iy
[}
Ordering example for the WB10TG grade: MC482-06.0A4BC-WB10TG
P STANDARD XL i ¥ =
h7 R Le I3 I Ig, h5 =
Designation mm mm mm mm a mm mm mm Z =
Shank DIN 6535 HA MC482-01.0A2PV- 1 05 0.8 17 2,5° 57 21 6 2 ]
MC482-01.0A2PW- 1 05 0.8 17 4° 57 21 6 2 ]
§R ? I MC482-01.5A2PV- 15 0.8 1.2 17 2,5° 57 21 6 2 ]
D1 f d1 MC482-01.5A2PW- 15 0.8 12 17 4° 57 21 6 2 ]
L - L ! MC482-02.0A2PV- 2 1 16 18 2,5° 57 21 6 2 ]
I3 MC482-02.0A2PW- 2 1 16 18 4° 57 21 6 2 ]
ls 0 MC482-03.0A2PV- 3 15 2,4 19 2,5° 57 21 6 2 ]
MC482-03.0A2PW- 3 15 2,4 19 4° 57 21 6 2 ]
MC482-03.0A2LV- 3 15 2,4 38 2,5° 80 44 6 2 ]
MC482-04.0A2PV- 4 2 32 20 2,5° 57 21 6 2 ]
MC482-04.0A2PW- 4 2 32 20 4° 57 21 6 2 ]
Ordering example for the WB10TG grade: MC482-01.0A2PV-WB10TG
D
T h7 d =
ool Inch/ R L I3 d, I s h5 b
Designation no. Inch Inch Inch Inch Inch Inch Inch z =
R MC482.3.18A2PC- 1/8" 0,063 0,125 0,375 0,121 2,500 1,083 0,250 2 )
! 4 MC482.4.76A2PC- 3/16" 0,094 0,188 0,500 0,184 2,500 1,083 0,250 2 S
D o MC482.6.35A2PC- 1/4" 0,125 0,250 0.875 0,246 2,500 1,083 0,250 2 ]
bl ke J MC482.9.53A2PB- 3/8" 0,188 0,375 1,000 0,369 3,000 1,437 0,375 2 ]
:li: MC482.12.7A2PB- 1/2" 0,250 0,500 1,375 0,492 3,500 1717 0,500 2 ]
Ih

Ordering example for the WB10TG grade: MC482.3.18A2PC-WB10TG

[ X J
est tool for pramary
] application
e B |7,
T
Good Average Poor apg&::t,‘m
machining conditions
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Solid carbide ball-nose end mills e ————— 1]
MC480 Advance | mm |

63HRC
Z=2 i
30° 48HRC

WB10TG [ X J
P STANDARD MINI b o c
h7 R L I3 d, Iy Iy h5 o
Designation mm mm mm mm mm mm mm mm z =
Shank DIN 6535 HA MC480-00.4A2MC- 0.4 0.2 03 1 0.4 38 12 4 2 @
0 15 MC480-00.5A2MC- 05 0,25 0.4 15 0,5 38 12 4 2 @
R & * MC480-00.6A2MC- 0,6 0.3 0.5 2 0,6 38 12 4 2 O
N\ { _A . MC480-00.8A2MC- 0.8 0.4 06 2 0.8 38 12 4 2 9
T~ 1 MC480-01.0A2MB- 1 0.5 08 2 1,0 50 22 4 2 S
B 1, b MCc480-01.0A2ME- 1 05 08 5 10 50 22 4 2 S
~—I3— MC480-01.0A2MG- 1 0.5 0.8 8 10 50 22 4 2 S
ls I MC480-01.5A2MC- 15 0,75 12 4 15 50 22 4 2 9
MC480-01.5A2ME- 15 0,75 1.2 8 15 50 22 4 2 @
MC480-01.5A2MG- 15 0,75 12 12 15 50 22 4 2 @
MC480-02.0A2MB- 2 1 16 3 2,0 50 22 4 2 @
MC480-02.0A2MC- 2 1 1.6 6 2,0 50 22 4 2 @
MC480-02.0A2ME- 2 1 16 10 2,0 50 22 4 2 S
MC480-02.0A2MG- 2 1 1.6 16 2,0 50 22 4 2 @
MC480-03.0A2MC- 3 15 2.4 8 3,0 50 22 4 2 @
MC480-03.0A2ME- 3 15 2.4 16 3,0 50 22 4 2 @
MC480-03.0A2MG- 3 15 2.4 25 3,0 60 32 4 2 @
MC480-04.0A2MC- 4 2 3.2 10 4,0 65 29 6 2 @
MC480-04.0A2ME- 4 2 3.2 20 4,0 65 29 6 2 @
MC480-05.0A2MD- 5 2,5 4 20 5.0 65 29 6 2 @

Ordering example for the WB10TG grade: MC480-00.4A2MC-WB10TG
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Solid carbide shoulder/slot milling cutters

MC326 [ mm | / MC326

—~ Type N 50 42_=5 ( », HLBHRC
50°

== —

P M K N s H o
#5 HC g t@ WJ30TF e o o °

D =

PWZ h10 Le da k I sw d 2
Designation mm mm mm mm mm mm mm z =

ConeFit MC326-10.0E4P- 10 55 97 236 12,4 8 E10 4 @
oW & MC326-12.0E4P- 12 6.5 11,7 28,3 14,5 10 E12 4 @

i MC326-16.0E4P- 16 8.5 15,5 35,7 18,7 12 E16 4 @

MC326-20.0E4P- 20 11 19,3 40,8 213 16 E20 4 @

_ MC326-25.0E5P- 25 135 24,2 49,6 25,6 20 E25 5 S

RS
d2

hh

lIl\\\‘

ConefFit.

Slot milling a, < 0.4 x D¢
Shoulder milling ag < 0.5 x D
Ordering example for the WJ30TF grade: MC326-10.0E4P-WJ30TF

'S
Dc =
PWz h9 Lc d; I Iy SW d; 5
Designation Inch/no. Inch Inch Inch Inch Inch Inch z =
ConefFit MC326.9.53E4P- 3/8" 0,209 0,364 0,929 0,488 0,315 E10 4 ]
sw § MC326.12.7E4P- 172" 0,276 0,484 1114 0,575 0,394 E12 4 ]
i ! MC326.15.9E4P- 5/8" 0,335 0,610 1,406 0,736 0,472 E16 4 )
MC326.19.1E4P- 3/4" 0,413 0,728 1,606 0,839 0,630 E20 4 ]
D= [ _P _ MC326.25.4E5P- 1" 0,551 0,965 1,953 1,008 0,787 E25 5 S
C
L B3
L dz
l4
h
|Il\\\‘
ConeFit
Slot milling ap < 0.4 x D¢ Continued

Shoulder milling ae < 0.05 x D
Ordering example for the WJ30TF grade: MC326.9.53E4P-WJ30TF
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Continued
D =
PWZ ho R L d> k b SW d 2
Designation mm mm mm mm mm mm mm mm z =
ConeFit MC326-10.0E4P050- 10 0.5 55 9,7 23,6 12,4 8 E10 4 S
. sw @ MC326-10.0E4P100- 10 1 55 9,7 23,6 12,4 8 E10 4 S
i MC326-10.0E4P150- 10 15 55 9,7 23,6 12,4 8 E10 4 )
MC326-10.0E4P200- 10 2 55 9,7 23,6 12,4 8 E10 4 S
f ﬂ MC326-10.0E4P300- 10 3 55 9,7 23,6 12,4 8 E10 4 S
e ‘ MC326-12.0E4P050- 12 0.5 6.5 11,7 28,3 145 10 E12 4 S
L MC326-12.0E4P100- 12 1 6,5 11,7 28,3 145 10 El2 4 S
. I MC326-12.0E4P150- 12 15 6,5 11,7 28,3 145 10 E12 4 S
c Iy MC326-12.0E4P200- 12 2 6,5 11,7 28,3 14,5 10 El2 4 S
U} MC326-12.0E4P300- 12 3 6,5 11,7 28,3 145 10 E12 4 S
II\\\\‘ MC326-12.0E4P400- 12 4 6,5 11,7 28,3 14,5 10 El2 4 S
ConeFit MC326-16.0E4P050- 16 05 8,5 155 35,7 18,7 12 E16 4 S
MC326-16.0E4P100- 16 1 8,5 155 35,7 18,7 12 E16 4 S
MC326-16.0E4P150- 16 15 8,5 155 35,7 18,7 12 E16 4 S
MC326-16.0E4P200- 16 2 8,5 155 35,7 18,7 12 E16 4 S
MC326-16.0E4P300- 16 3 8,5 155 35,7 18,7 12 E16 4 S
MC326-16.0E4P400- 16 4 8,5 155 35,7 18,7 12 E16 4 S
MC326-20.0E4P050- 20 05 11 193 40,8 213 16 E20 4 S
MC326-20.0E4P100- 20 1 11 193 40,8 213 16 E20 4 S
MC326-20.0E4P150- 20 15 11 193 40,8 213 16 E20 4 S
MC326-20.0E4P200- 20 2 11 193 40,8 213 16 E20 4 S
MC326-20.0E4P300- 20 3 11 193 40,8 213 16 E20 4 S
MC326-20.0E4P400- 20 4 11 193 40,8 213 16 E20 4 S
MC326-25.0E5P100- 25 1 135 24,2 49,6 25,6 20 E25 5 )
MC326-25.0E5P150- 25 15 135 24,2 49,6 25,6 20 E25 5 S
MC326-25.0E5P200- 25 2 135 24,2 49,6 25,6 20 E25 5 )
MC326-25.0E5P300- 25 3 135 24,2 49,6 25,6 20 E25 5 S
MC326-25.0E5P400- 25 4 135 24,2 49,6 25,6 20 E25 5 )
Slot milling ap < 0.4 x D¢
Shoulder milling ag < 0.5 x D
Ordering example for the WJ30TF grade: MC326-10.0E4P050-WJ30TF
D, =
PWZ ho R L dy I b SW d A
Designation Inch/no.  Inch Inch Inch Inch Inch Inch Inch Z =
ConeFit MC326.9.53E4P038- 3/8" 0,015 0,209 0,364 0,929 0,488 0,315 E10 4 S
R sw 4 MC326.9.53E4P076- 3/8" 0,030 0,209 0,364 0,929 0,488 0,315 E10 4 S
i MC326.12.7E4P038- 172" 0,015 0,276 0,484 1114 0,575 0,394 E12 4 ()
MC326.12.7E4P076- 1/2" 0,030 0,276 0,484 1114 0,575 0,394 E12 4 S
ﬂ MC326.12.7E4P152- 172" 0,060 0,276 0,484 1114 0,575 0,394 El2 4 ()
0c ‘ MC326.15.9E4P152- 5/8" 0,060 0,335 0,610 1,406 0,736 0,472 E16 4 S
L MC326.19.1E4P152- 3/4" 0,060 0,413 0,728 1,606 0,839 0,630 E20 4 ()
. Tz MC326.19.1E4P318- 3/4" 0,125 0,413 0,728 1,606 0,839 0,630 E20 4 S
¢ Iy MC326.25.4E5P152- 1 0,060 0,551 0,965 1,953 1,008 0,787 E25 5 ()
I MC326.25.4E5P318- 1" 0,125 0,551 0,965 1,953 1,008 0,787 E25 5 S
Pive
ConeFit

Slot milling ap < 0.4 x D¢
Shoulder milling ag < 0.5 x D¢
Ordering example for the WJ30TF grade: MC326.9.53E4P038-WJ30TF

[ X ]

est tool for primary

B application

& B |7,

Poor Other

Average her
™ lica
” machining conditions app
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Solid carbide shoulder/slot milling cutters

MC320 [ mm |

a0

/ 40°

g @ P M K N S H 0
#/? g f@ WJ30TF e o [} ®

D =
PWZ h12 Le da I Iy SwW dp 2
Designation mm mm mm mm mm mm mm z =
ConeFit MC320-10.0E4P- 10 55 9,7 236 12,4 8 E10 4 )
oW e« MC320-10.0E5P- 10 55 97 236 12,4 8 E10 5 )
i MC320-12.0E4P- 12 6.5 117 283 145 10 E12 4 ()
MC320-12.0E5P- 12 6.5 117 283 145 10 E12 5 )
MC320-16.0E6P- 16 85 155 357 18,7 12 E16 6 ()
e W_ MC320-20.0E6P- 20 1 193 408 213 16 E20 6 S
L MC320-25.0E8P- 25 25 24,2 496 256 20 E25 8 )
o o
A
hh
[ [
ConefFit

Slot milling a < 0.5 x D¢
Shoulder milling ag < 0.5 x D
Ordering example for the WJ30TF grade: MC320-10.0E4P-WJ30TF

DS B/« New addition to the product range
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Ceramic shoulder/slot milling cutters

MC275 [ mm |

42_=6 76% 35°
= <= || 1 N ———

D d

P STANDARD iz R Le Is d; h W e q

Designation mm mm mm mm mm mm mm mm z =

Shank DIN 6535 HA MC275-08.0A4P100C- 8 1 7 19 7.6 67 31 8 4 )

Q ) MC275-10.0A4P100C- 10 1 7 22 9,5 75 35 10 4 )

i f { MC275-12.0A4P100C- 12 1 7 26 114 82 37 12 4 S

De | Z{IL d; MC275-12.0A6P100C- 12 1 7 26 11,4 82 37 12 6 S
T

H* f
Le
e I3 ~|

l4

h

Shoulder milling ag < 0.1 x D¢
Slot milling ap < 0.1 x D¢
Ordering example for the WIS10 grade: MC275-08.0A4P100C-WIS10

Ceramic shoulder/slot milling cutters E
MC075 [ mm |

=t 76% 35°
= S ——
@ g ’@? WIS10 (X J

D d o
P STANDARD h12 apf X¢ Rf Res R Lc I I3 I h(li o)
Designation mm mm MM MM MM MM MM MM MM mm  mm =
Shank DIN 6535 HA MC075-08.0A4P100C- 8 025 | 078 12 1,226 1 7 67 19 31 8 S
MC075-10.0A4P150C- 10 0.3 0.8 15 1,773 15 7 75 22 35 10 S
i r x ! MC075-12.0A4P150C- 12 0.4 1 18 1875 15 7 82 26 37 12 @
o IR I
- L

I I3+

Shoulder milling ag < 0.5x D,
Ordering example for the WIS10 grade: MC075-08.0A4P100C-WIS10
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Ceramic shoulder/slot milling cutters

MC275 [ mm |

== = 111 P M K N S H 0
i =9 ||| |EmP EY .

P STANDARD h12 R L dy Iy lg SwW d; S
Designation mm mm mm mm mm mm mm mm z =
ConeFit MC275-12.0E4P100- 12 1 7 11,7 32,6 18,8 10 E12 4 S
. sw " MC275-12.0E6P100- 12 1 7 11,7 32,6 18,8 10 E12 6 ]
) MC275-16.0E6P150- 16 15 9 15,5 42,7 25,7 12 E16 6 S
MC275-16.0E8P150- 16 15 9 15,5 42,7 25,7 12 E16 8 ]
0 ‘ ‘n MC275-20.0E6P150- 20 15 9 19,3 478 28,3 16 E20 6 S
¢ \ ‘ MC275-20.0E8P150- 20 15 9 193 47,8 28,3 16 E20 8 S
L MC275-25.0E6P150- 25 15 9 24,2 56,6 326 20 E25 6 S
. I MC275-25.0E8P150- 25 15 9 24,2 56,6 32,6 20 E25 8 S
C I
hh
[ [N
ConefFit

Shoulder milling ag < 0.1 x D¢
Ordering example for the WIS10 grade: MC275-12.0E4P100-WIS10

Ceramic shoulder/slot milling cutters

MC075 [ mm |

DBk
= —

P M K N S H 0
\ ; [ O? WIS10 o0

D¢ o
P STANDARD h12  ap  x¢ Rt Res R Lc Ih I, SW d o)
Designation mm mm mm mm mm mm mm mm mm mm mm z =
ConeFit MC075-16.0E4P200- 16 0,5 15 24 | 2465 | 2 9 42,7 | 257 12 E16 4 ]
MC075-20.0E4P200- 20 | 065 | 22 30 | 2607 2 9 47,8 | 283 16 E20 4 S
a
. Sw di MC075-25.0E4P300- 25 | 075 | 28 36 |3687| 3 9 56,6 | 326 | 20 E25 4 ]
T< i
ch | } 7
.y I
l4
h

RN X e

f ConefFit

Shoulder milling ae < 0.05 x D¢
Ordering example for the WIS10 grade: MC075-16.0E4P200-WIS10
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Solid carbide and ceramic milling tools

High-feed geometry

MCO089 Advance high-feed milling cutter

The chip thickness "h" is reduced
thanks to the special end-face
geometry. Extremely high feeds are
possible. Forces are diverted axially
towards the centre of the tool. This
stabilises the machining process.

f, MC089 Advance
high-feed milling cutter

< H

M f, Toric milling cutter

Re

Despite operating at double the feed rate, the chip thickness (h)
produced by MC089 Advance remains thinner.

In comparison with conventional toric tools (figure 1), the MC089 Advance high-feed
milling cutter (figure 2) reduces the amount of residual material produced. This is due to
the special geometry that minimises the machining of residual material and increases
the tool life of the subsequent finishing tool.

@ —~— @ =

Conventional toric tool MC089 Advance high-feed milling cutter
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Usage recommendations for copying and finishing
with the MC480/MC482 Advance

Row width (bg) Row width (bg)
Tool diameter for groove depth for groove depth
D¢ (mm) tr=5pm tr=2pm

0.4 0,09 0.05

0.5 010 0,06

0.6 011 0,07

0.8 012 0.08

1,0 014 0.09

15 017 011

2,0 0.20 012

2,5 0.22 014

3,0 0.25 016

4,0 0.28 018 t

R ap

5.0 0,31 0,20

6.0 034 022 —f_

8.0 0.40 0.25 b =
10,0 045 028 I~ br
12,0 0.49 031
16,0 0,56 0,36

Maximum feed angle [°] on MC183 Advance,
MC187 Advance, MC281 Advance, MC388 Advance
Material Material Number of teeth
groups 2 3 4 5 6-8 8 E
H Hard materials 2 2 15 15 15 1

Coated carbide

Material groups Application range
P | M K N S H 0 01 10 20 30 40
2 05 15 25 35 45 "
2 0
— E v Q
3 s = s
a « |28 8 s
Walter B é 2|25 E 2
grade Standard 2| S| UE_ gl & e ® Coating
designation designation n ) S = = a2 e 5 S composition Tool example
HC - P10 ° e
i T ——
WB10TG PVD | TIAISIN w
HC-H 10 (X el
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Positive rhombic i’m

ADGT / ADHT / ADKT p 4
Tiger-tec® Gold 'f @)

Indexable inserts

P M K N S

ﬁ 9 HC HC HC HCHW| HC

C s g

g|oe nlolnlnlQ nln|oln @a

5132 M ) SR e

S |EE| 1| 1| s rlob |SEIEHG5I2ESEEEEE
Designation e |Z3 | mm|mm | mm| a a; |mm | mm |3 |33 = B A
ADGTO0803PER-D51 675 (952|318 15° | 20° | 04 | 12 | B DS Rk
ADGT1204PER-D51 84 | 136|476 15° | 20° | 08 | 1.2 |B S S e 3R
ADGT1606PER-D51 108 | 175|615 | 15° | 20° | 08 | 1.6 |B B S Rk
ADGT1807PER-D51 145| 19 | 794|115 | 17° | 12 | 1.8 | B B S CoE kS
ADGT0803PER-D56 675952 |318 | 15° | 20° | 04 | 1.2
ADGT1204PER-D56 84 | 136|476 | 15° | 20° | 08 | 1.2 | DS S S COCIESE S S
ADGT1606PER-D56 108|175 |615| 15° | 20° | 08 | 1.6 | B S| B S CAC R S
ADGT1807PER-D56 145| 19 |794|15° | 17° | 1.2 | 1.8 | BB S GRS
ADGT10T3PER-D67 725 (11,3397 | 15° | 15° | 08 | 1.2 GO IE ) n® S
ADGT10T316R-D67 725|113 (397 15° | 15° | 16 | 1.2 S S
ADGT10T330R-D67 725|113 (397 | 15° | 15° | 3 | 08 S S
ADGT10T332R-D67 725|113 (397 | 15° | 15° | 32 | 08 S S
ADGT1204PER-D67 84 | 136|476 | 15° | 20° | 08 | 1.2 GG IR ) o S
ADGT120416R-D67 84 | 136|476 15° | 20° | 16 | 1
ADGT120430R-D67 84 | 136|476 | 15° | 20° | 3 | 08
ADGT1606PER-D67 108 | 175|615 | 15° | 20° | 08 | 1.6 CoCIE ) nm S

ADGT160616R-D67
ADGT160630R-D67
ADGT0803PER-F56
ADGT080308R-F56
ADGT120404R-F56
ADGT1204PER-F56
ADGT120430R-F56
ADGT120440R-F56
ADGT1606PER-F56
ADGT160612R-F56
ADGT160616R-F56
ADGT160620R-F56
ADGT160632R-F56
ADGT160640R-F56
ADGT160650R-F56
ADGT160660R-F56
ADGT10T3PER-G77
ADGT1204PER-G77
ADGT1606PER-G77

108 | 175 | 6,15 | 15° | 20° | 1.6 1
108 | 17,5 | 6,15 | 15° | 20° 3 0.8
6,75 1952|318 | 15° | 20° | 04 | 12
6,75 1952|318 | 15° | 20° | 0,8 | 1.2
84 136|476 | 15° | 20° | 0.4 | 12
84 136|476 | 15° | 20° | 0.8 | 1.2
84 | 136|476 | 15° | 20° 3 0.8
84 | 136 4,76 | 15° | 20° 4 0.4
108 | 175 | 6,15 | 15° | 20° | 0.8 | 16
108 | 175|615 | 15° | 20° | 12 | 16
108 | 175|615 | 15° | 20° | 16 | 14
108 | 17,5 | 6,15 | 15° | 20° 2 14
108 | 175 | 6,15 | 15° | 20° | 32 | 12
108 | 17,5 | 6,15 | 15° | 20° 4 1
108 | 17,5 | 6,15 | 15° | 20° 5 0.4
108 | 17,5 | 6,15 | 15° | 20° 6 0.4
7251113397 | 15° | 15° | 08 | 1.2
84 136|476 | 15° | 20° | 0.8 | 12
108 | 175 | 6,15 | 15° | 20° | 0.8 | 12

88

88

88
888 SRVIVIVPIVBIRBIVIBIVBIRBE BB BB VBB BB B wspss

L)
)
L)
L)

8838 BVIVIVBIRIRIRIRBIBIRBB BB B BB BB B B MW wspss
8 88
8

888 BVIVIVBIIVBIIRBIIBBRBBIBBIBB BBBBB VBB B B W wspsss

88888

)

HC = Coated carbide
HW = Uncoated carbide

DS B/ x New addition to the product range
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive rhombic i’m

ADGT / ADHT / ADKT T
Tiger-tec® Gold i O

Indexable inserts

P M K N S
ﬁ ] HC HC HC HCHW HC
Y ls g
g |20 nionn Qn nin vln Aln
|22 AlmB g0 g8l nmaoln$
o 8 EZ | 1| s R EEEEEEEEEREE
Designation = |Z0|mm|mm | mm| a a [mm| mm |3 3|3 |33 (3333333333
ADHT0803PER-G88 H 2 |675(952 (318 15° | 20° | 04 | 12 )
ADHTO803PEL-G88 H 2 |675(952 (318 15° | 20° | 04 | 12 S
ADHT10T3PER-G88 H 2 |725(11,3 (397 | 15° | 15° | 08 | 12 )
ADHT1204PER-G88 H 2 | 84 136|476 15° | 20° | 08 | 12 S
ADHT1204PEL-G88 H 2 | 84 136|476 15° | 20° | 08 | 1.2 S
ADHT120416R-G88 H 2 | 84 136|476 15° | 20° | 16 | 1 S
ADHT120416L-G88 H 2 | 84 136|476 15° | 20° | 16 | 1 S
ADHT120425R-G88 H 2 | 84 136|476 15° | 20° | 25 | 08 S
ADHT120425L-G88 H 2 | 84 136|476 15° | 20° | 25 | 08 S
ADHT120430R-G88 H 2 | 84 136|476 15° | 20° | 3 | 08 S
ADHT120430L-G88 H 2 | 84 136|476 15° | 20°| 3 | 08 S
ADHT120440R-G88 H 2 | 84 136|476 15° | 20° | 4 | 04 S
ADHT120440L-G88 H 2 | 84 136|476 15° | 20° | 4 | 04 S
ADHT1606PER-G88 H 2 |108 175|615 15° | 20° | 0.8 | 16 S
ADHT1606PEL-G88 H 2 108175615 15° | 20° | 08 | 16 S
ADHT160616R-G88 H 2 108|175 |615| 15° | 20° | 1.6 | 14 S
ADHT160616L-G88 H 2 |108|175|615| 15° | 20° | 1.6 | 14 S
ADHT160625R-G88 H 2 108175615 15° | 20° | 25 | 1.2 S
ADHT160625L-G88 H 2 108175615 15° | 20° | 25 | 1.2 S
ADHT160630R-G88 H 2 1108175615 15° | 20° | 3 | 12 S
ADHT160640R-G88 H 2 108|175 |615| 15° | 20° | 4 1 S
ADHT160640L-G88 H 2 108175615 15° | 20° | 4 1 S
ADKTO803PER-F56 K 2 16750952318 |15° | 20° |04 | 12 |@ BV VS & |88 =
ADKT0803PEL-F56 K 2 1675|952 |318| 15° | 20° | 04 | 1.2 S W = =
; == ADKT10T3PER-F56 K 2 7250113397 |15° |15 |08 |12 |@ SN SBVS & &8 S B
o ADKT1204PER-F56 K 2 | 84 |136|476[15° | 20° (08|12 @ BB BS & B =
ADKT1204PEL-F56 K 2 | 84 | 136|476 15° | 20° | 0.8 | 1.2 ColE T = =
ADKT1606PER-F56 K 2 |108|175|615|15° | 20° | 08 | 1.6 @ |HW VS & & 3
ADKT1606PEL-F56 K 2 |108|175|615| 15° | 20° | 0.8 | 16 CoJE T = =

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for

o =B

¥
Average Poo

Good .
onditions

machining ¢
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e— | |IUJl:I_TER Milling tools with indexable inserts
Positive rhombic i’m

ADMT L3
Tiger-tec® Gold 'f @)

Indexable inserts

P M K S
wn
E 8 HC HC HC HC
o w“— (=2}
8°E niowunn i xXn nun o un i X n
S |go no(wo D D also oD/ o989 n
AL ggedzzEg8eeEzzE
o g Eg| | I |s r| b 1SS E G 3P0 2 EEEE88 0
Designation = |ZO0|mm|mm|mm| a | g |mm | mm |3 |3 |33 2|2 |23 |3 (322233
ADMT080304R-D56 M 2 |675[952(318|15° | 20° | 04 | 12 | DD S W BSOS B =
ADMT120408R-D56 M 2 | 84 136|476 15° | 20° | 08 | 12 |B|SH S NODS W =
ADMT160608R-D56 M 2 |108[175|615| 15° | 20° | 08 | 16 |B & S W BSOS W =
ADMT180712R-D56 M 2 |145] 19 | 794 15° [ 17° | 12 | 18 |B|S S & N OB =

HC = Coated carbide

DS B/ x New addition to the product range

288 Indexable inserts for milling



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive rhombic i’m

ADMT r /i
Tiger-tec® Gold i O

Indexable inserts

P M S
] HC HC HC HC
-1
[} >
=) o L 0 iy 2 8
a c N 3 - NN 3
EZl I | 1 | s r | b | 2% 5 2
. . ER < X\ X n
Designation Z0|mm | mm|mm| a a; | mm | mm |3 = A =
ADMT080302R-F56 6,75 | 9,52 | 3,18 | 15° | 20° | 02 | 1.2
ADMT080304R-F56 6,75 952|318 | 15° | 20° | 04 | 12 |@® DD

ADMTO080304L-F56
ADMTO080308R-F56
ADMT080308L-F56
ADMT080312R-F56
ADMT080316R-F56
ADMT080320R-F56
ADMT10T304R-F56
ADMT10T308R-F56
ADMT10T312R-F56
ADMT10T316R-F56
ADMT10T320R-F56
ADMT10T325R-F56
ADMT10T330R-F56
ADMT10T332R-F56
ADMT120404R-F56
ADMT120408R-F56
ADMT120408L-F56
ADMT120412R-F56
ADMT120416R-F56
ADMT120416L-F56
ADMT120420R-F56
ADMT120425R-F56
ADMT120425L-F56
ADMT120430R-F56
ADMT120430L-F56
ADMT120432R-F56
ADMT120440R-F56
ADMT120440L-F56
ADMT160608R-F56
ADMT160608L-F56
ADMT160612R-F56
ADMT160616R-F56
ADMT160616L-F56
ADMT160620R-F56
ADMT160625R-F56
ADMT160625L-F56

675|952 |318 | 15° | 20° | 0.4 | 1.2
675952 |318 | 15° | 20° | 0.8 | 1.2
675952318 15° | 20° | 0.8 | 1.2
675952318 15° | 20° | 1.2 | 1
675|952 |318 | 15° | 20° | 16 | 1
675|952 |318 | 15° | 20° | 2 1
725113397 | 15° | 15° | 04 | 1.2
725|113 (397 | 15° | 15° | 08 | 1.2 |@®
725113397 | 15° | 15° | 1.2 | 1.2
725113397 | 15° | 15° | 16 | 1.2
725113397 | 15° | 15° | 2 1
725|113 (397 15° | 15° | 25 | 1
725113397 | 15° | 15° | 3 | 08
725113397 | 15° | 15° | 32 | 08
84 | 136|476 | 15° | 20° | 0.4 | 1.2
84 | 136|476 | 15° | 20° | 08 | 1.2 |@
84 | 136|476 | 15° | 20° | 0.8 | 1.2
84 | 136|476 | 15° | 20° | 1.2 | 1.2
84 | 136|476 15° | 20° | 16 | 1
84 | 136|476 15° | 20° | 16 | 1
84 | 136|476 15° | 20° | 2 1
84 | 136|476 | 15° | 20° | 25 | 0.8
84 | 136|476 | 15° | 20° | 25 | 0.8
84 | 136|476 | 15° | 20° | 3 | 08
84 | 136|476 | 15° | 20° | 3 | 08
84 | 136|476 | 15° | 20° | 32 | 08
84 | 136|476 | 15° | 20° | 4 | 04
84 | 136|476 | 15° | 20° | 4 | 04
108|175 |615| 15° | 20° | 08 | 16 |@®
108|175 [615| 15° | 20° | 08 | 16
108|175 [615| 15° | 20° | 1.2 | 16
108 | 175 | 6,15 | 15° | 20° | 1.6 | 1.4
108|175 (615 15° | 20° | 1.6 | 14
108|175 (615| 15° | 20° | 2 | 14
108|175 (615 15° | 20° | 25 | 1.2
108|175 615 15° | 20° | 25 | 1.2

88
88

B BB 8BS
B BB 8BS

B BB B BB B
BRBBBIBBIBBIBBIBBIBBIBBIBBIBBIBBBSBSBSBS BB B B MW B wsPsss

B B8 8 838 8
£3/03 03] 08|03 33/ 03|03 53] 03|03 33/ 23|03 53] 23|03 33 23| 03| 33 23 03 | 33 23|03 | 03[ 23|03 | 03[ 28 03 | 33| 38|03 | 38 88| 88| wsPuss

88 88 8 88 8 838 88 8888888888888 B 8B wwmss
88 88 8 88 8 88 88 888V BBBB8B8BV8 B BB wswmss
-]

||| || ||| Izl lg g g g gzttt gttt gt g1 g1/ % Z | Toleranceclass

8888888838888 383838383838383383838338388888838888388838 8| wkess
8888888388888 83838338383838338383838388383883838888388838 8| wkes
VBB IIBBIIBRSNNB BB B B B wspss
BRI BBBBENB BB B B B B WKpsss
BV RIBIRIIBRIBIRBIIBBIBIBIIBBSIBBES BB B B B W W wkesss

[ASI ST ST ST TN I U I G I G Y T B O N AT G B AT Y O R O G Y AT B AT I R O G B T B A2 B R I R B T B AT B T AT B AT B O I TR O T B T B O B U B TR I C T B V)

HC = Coated carbide

Optimum indexable insert for

11
Good Average Poo
machining conditions
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J— | |IUJn|_-rER Milling tools with indexable inserts

Positive rhombic i’m

ADMT L3
Tiger-tec® Gold 'f @)

Indexable inserts

P M K s
n
s 4 HC HC HC HC
[s] w“— _lg?
[} o
2 5 m BIRIRIR(85 8,8 8R4 8 G4
c | £ Nl (23 (NN 2F|
‘q'aE':-': I | s r b&&&miﬁnxxmmmiim
. i S ER=1 N n unmum g X XXX NN N
Designation = |Z 0| mm | mm | mm| a a (mm| mm |3 3|33 3333333333 =
ADMT160630R-F56 M | 2 |108|175|615| 15° | 20° | 3 | 12 COC AR 3RS nNS WS
ADMT160630L-F56 M | 2 |108|175|615|15° | 20° | 3 | 1.2 GG = B ® =
ADMT160632R-F56 M | 2 |108|175|615| 15° | 20° | 32 | 12 COC AR 3RS AR AR
ADMT160640R-F56 M | 2 |108|175]|615| 15° | 20° | 4 1 COCIEAC R 3RS nNSWE®
ADMT160640L-F56 M | 2 |108|175|615| 15° | 20°| 4 | 1 CACCIE = 3k n
ADMT160650R-F56 M | 2 |108|175|615| 15° | 20° | 5 COC AR RS ARG R
ADMT160660R-F56 M | 2 |108|175|615| 15° | 20° | 6 COC AR BRSO W
ADMT180712R-F56 M | 2 [145| 19 |794|15° | 17° | 12 | 1.8 || S| &8 6 OB/ S =
ADMT080304R-G56 M | 2 |675]952]|318| 15° | 20° | 04 | 1.2 OO & OODD &
ADMT10T308R-G56 M | 2 |725|113]397|15° | 15° | 0.8 | 1.2 DS & OO S
ADMT120408R-G56 M | 2 | 84 |136]|476| 15° | 20° | 0.8 | 1.2 DO & OO &
ADMT160608R-G56 M | 2 |108|175|615| 15° | 20° | 0.8 | 1.6 DSOS & OO &
HC = Coated carbide
Positive rhombic
LDMW / LDMT {
a
2
Tiger-tec® Gold
s -
Indexable inserts
[ M K S
2
H 9 HC HC HC HC
o | 5%
(]
E | 5o A A
© a £ N (D[t = (NN D
E ES | | s r p |[2]ea|aS|a|¥ Xaaja(2a
. i S 5 ‘5 2 ¥ ¥ ¥ N N Wi KCIX XX XN Wn
Designation = Z0 | mm | mm | mm a mm | mm 2|33 33|32
LDMWOBT204R-A57 M 2 61 | 888 | 258 | 15° | 04 08 ||Se|S% COEE
LDMW14T308R-A57 M 2 968 | 141 | 408 | 15° | 08 12 |5 8% GRS
LDMW170408R-A57 M 2 | 1178 | 17.24 | 492 | 15° | 08 16 W8S GRS
LDMTO08T204R-D51 M 2 61 | 888 | 258 | 15° | 04 08 @SS W® B OB/ W/ B
LDMT14T308R-D51 M 2 968 | 141 | 408 | 15° 08 12  QOSE |8 O W)W W
LDMT170408R-D51 M 2 | 1178 | 1724 | 492 | 15° | 08 16 ODSW | OB/ W/ B
LDMTO08T204R-D57 M 2 61 | 888 | 258 | 15° | 04 08 OODBSBT DB B/BSN
LDMT14T308R-D57 M 2 968 | 141 | 408 | 15° 08 12 QOB ODB OB BSSN
LDMT170408R-D57 M 2 1178 | 17.24 | 492 | 15° 08 16 ODDN DN OONBSS

HC = Coated carbide

DS B/ x New addition to the product range
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive rhombic %%

LDMW / LDMT oy
o] &
Tiger-tec® Gold l

Indexable inserts

P M S
wn
3 8 HC HC HC HC
o w“— [=2]
@ OB (73] (V2]
Qo - nouo un wn w0 nin oviwn 0n
c =) DL L L Oa N L | n DY
o a £ N M2 3 =N N M0 D)
o E S | | s r b < < e e A - W - B - T = e
5 345 2 ¥ X X N WN WV L X XX XN On
Designation = Z0 | mm | mm | mm a mm | mm |23 |33 333333333
LDMT08T204R-F57 M 2 61 | 888 | 258 | 15° 0.4 08 DOODBSODBSD OB BSS
. LDMT14T308R-F57 M 2 968 | 141 | 408 | 15° 0.8 12 QOO BODBSD OB BNSS
g LDMT170408R-F57 M 11,78 | 17.24 | 492 | 15° 0.8 16 QOB OO

HC = Coated carbide

Positive rhombic i
a
Tiger-tec® Silver
o s |-
Indexable inserts
P M S
a
Kt 3 HC HC HC HC
] e D
[V o
S | 5= alaieing,8a8e
o o c NN 2|~ (N QD
o ES I | s r b aala|l3alx¥iala|2a
. . S 55 X X 0nunungxxunun
Designation = Z 0 | mm mm mm a mm mm (3|33 33323 =
LPGWO070304R-A57 G 2 635 | 794 | 3.18 11° 0.4 12 | &8 COCE IR S
LPGW15T308R-A57 G 2 9,52 15 3,97 11° 0,8 14 | &8 CoCo)ES
- e LPGW150412R-A57 G 2 12,7 | 1588 | 476 | 11° 12 16 & oGRS
LPGT070304R-F55 G 2 635 | 794 | 318 | 1I° 0.4 12 S W I
LPGT15T308R-F55 G 2 9,52 15 397 | 11° 08 4 OO BSB OBSH
\ - LPGT150412R-F55 G 2 12,7 | 1588 | 476 11° 12 16 OO BOW OBS
g LPGT1506PPR-F57 G 2 12,7 | 1588 | 6.35 11° 12 16 SN B o B
S LPMW15T308TR-A27 M 2 9,52 15 3,97 11° 0.8 S SN
‘ LPMW150412TR-A27 M 2 12,7 | 1588 | 476 11° 12 S SN
. LPMW150612TR-A27 M 2 12,7 | 1588 | 635 | 11° 12 = =
LPMT070304R-D51 M 2 635 | 794 | 318 11° 0,4 12 OO BVSB &BSN
LPMT15T308R-D51 M 2 9,52 15 397 | 11° 08 4 OBV SE OBSH
: ) LPMT150412R-D51 M 2 12,7 | 1588 | 476 11° 12 16 OOV SB &BSN
LPMT150612R-D51 M 2 12,7 | 1588 | 635 | 11° 12 S®/ B I
HC = Coated carbide
H for
Optimum indexable insert
o © 8
Good Average poo
machining conditions

Indexable inserts for milling 291



J— | |IUJn|_-rER Milling tools with indexable inserts

Positive rhombic N /i
LPGW / LPGT / LPMW / LPMT f @ +
Tiger-tec® Silver L J

Indexable inserts

P M K s
n
& 2 HC HC HC HC
[s] U—-g’
] oo nlnlnaanl nnlga
c = |00 30 0| n| a0
© a £ N 3= (N o =
s | EE| I ! s r b (EIE|H3HIZIEEES
Designation 2 Z3 | mm mm mm a mm mm |3 |33 33|33 =
= LPMT150612R-D57 M 2 127 | 1588 | 635 | 11° 12 OOW B SN W
'
HC = Coated carbide
- - - 86"
Positive rhombic IR Ty
MPHX / MPHW / MPHT / MPMX / MPMT T ( .
(1O
Tiger-tec® Gold l J
. - I
Indexable inserts
[ M K N| S
n
5 g HC HC HC HC| HC
o u—.g'
S ] niolnln vl |vnolanl Qv
5 22 dlmm; e gL dmmne s
5 == | | s r alala|alS|alalala|Z 2o
] ) 2 5% 2 X XX 0 unou XXX Xonun
Designation = Z0 mm mm mm a mm |23 |2 (323222232
MPHX060304-A57 H 6.35 6.35 3,18 11° 04 |8 DD WS
MPHX080305-A57 H 2 83 83 3,18 11° 05 | CICIE SR
g MPHW120408-A57 H 2 127 127 4,76 11° 08 | 8W CICEIE SR
| MPHX060304-G88 H 2 6.35 6,35 3,18 11° 0.4 S
E MPHX080305-G88 H 2 83 83 3,18 11° 05
E MPHT120408-G88 H 2 127 127 4,76 11° 08
MPMX060304-F57 M 2 6.35 6,35 3,18 11° 0.4 S & _BW S
MPMX080305-F57 M 2 83 83 3,18 11° 05 S
C2 E MPMT120408-F57 M 2 127 127 4,76 11° 08 CAC AR BN OB

HC = Coated carbide

DS B/ x New addition to the product range
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Milling tools with indexable inserts

— |IUJl=II_TE

Positive octagonal
ODHW / ODHT / ODMT / ODMW

Tiger-tec® Gold

Indexable inserts

R

a
b;/r X
b
s

P M K N S
n
5 8 HC HC HC CN/HCHW  HC
O oD
Q (=] I > >
5o QRRB8BIE AL RE R 8 clnl 853
e ggRFSSEgdYeRezZes s
o g Eg 1| d s T b ISISIN 0D 00X KX XDOREDD G
Designation = |ZO0 mm|mm| mm| a [mm mm|3| 3333333 (33333323523
ODHWO050408-A57 H | 8 |526[127 (476 15° | 08 0o 0o
ODHWO060512-A57 H | 8 |658(1588/556| 15° | 1.2 0 0N
ODHW050412-A57 H | 8 |526[127|476]15° | 12 S
ODHWO060516-A57 H | 8 |658|1588/556/| 15° | 1.6 S
ODHT050408-F57 H | 8 |526[127 476/ 15°| 08 OSSN = 0% =
ODHT060512-F57 H | 8 [658/1588/556| 15° | 1.2 CoICo)ES = o s =
ODHW0504ZZN-A57 H | 8 |526|127|476|15° | 0.8 | 12 |CH 8|88 S OBV W
ODHWO0605ZZN-A57 H | 8 [658(1588/556|15° | 0.8 | 1.6 |5 8|8 S OB
ODHT0504ZZN-F57 H | 8 [526/127]476|15° |08 |12 B &S WS |88 S W IB S B
ODHTO0605ZZN-F57 H | 8 [658(1588/556|15° | 08 | 16 B S WS |88 ColE g S B
ODHTO0605ZZN-G77 H | 8 |658(1588/556|15° | 08 | 16 = = =
ODHTO0504ZZN-G77 H | 8 |526[127|476|15° |08 | 16 = = =
ODHT0605ZZN-G88 H | 8 |658(1588/556| 15°| 0,8 | 16 N
ODHT0504ZZN-G88 H | 8 |526(127|476]15° |08 | 12 Y]
0DMT050408-D57 M | 8 |526|127|476|15° | 0.8 DOODBS B OB S B
0DMT060512-D57 M | 8 |658/1588]556| 15° | 1,2 OOV S B &S/ W S =
0DMT0504ZZN-D57 M| 8 |526(127|476|15° |08 |12 OB NSV BV &SB S CoE 3R
ODMT0605ZZN-D57 M | 8 |658[1588/556|15° |08 | 16 &S HW S W BV &SB SN CoecgE
HC = Coated carbide
CN = Silicon nitride SisN4
HW = Uncoated carhide
H t for
Optimum indexable inser
o © 8
Good Average poo
machining condition®
Indexable inserts for milling 293




J— | |IUJn|_-rER Milling tools with indexable inserts

a
b,/r X
b
s

Positive octagonal
ODHW / ODHT / ODMT / ODMW

Tiger-tec® Gold
Tiger-tec® Silver

Indexable inserts

P M K N S
n
5 8 HC HC HC CN|HCHW  HC
[¥) “ 1=
3°B niolunwn L xXn niuni voln 0 xXn
c |3 o N o ooL Lin aW0o o n oln DN
o |act Nmm 2T S aNNmM Do o223
& |[EB| | d s r p &2 |a|aZ2 2o X|ala|aZ2Z o222
. . RER ¥ ¥ X 0 ununungXXXXonxXxononon
Designation = |ZO0mm|mm | mm| a mm mm|3 |3 3|3 3333333332333
ODMWO050408T-A27 M 526|127 [476| 15° | 0.8 SN = CoC R
0DMWO060508T-A27 M | 8 |658|1588]556| 15° | 0.8 GO R CoCIE RS
% >
ODMW050408-A57 M | 8 |526/127|476|15°| 08 SN oG ICE IR RS
ODMW060508-A57 M | 8 |658/1588/556| 15° | 0.8 SN DD B
HC = Coated carbide
CN = Silicon nitride Si3Ny4
HW = Uncoated carbide
Positive triangular {
a
Tiger-tec® Silver
- S |=
Indexable inserts
P M K S
a
© 2 HC HC | HC | HC
o -
i 29 nlnlnllvlnlnlllv
c [T = A R A A A 2
5 £5 SHHEEEEE
< ES d s R ¥ X000 200
Designation = Z0 mm mm a mm A
P26315R10 M 3 6,75 2,78 14° 10 W/ VAW B
P26315R12 M 3 8,5 3,18 14° 125 ONW BSW |B
-+ P26315R15 M 3 10,5 3,97 14° 5 W BSOS B
P26315R16 M 3 10,5 3,97 14° 16 DBV BN B
P26315R20 M 3 12,5 4,76 11° 20 OBB BSOS (B
P26315R25 M 3 12,7 4,76 11° B OB BSOS B
P26315R31 M 3 12,7 4,76 11° 351 OB BN BAS (BN
P26315R09.52 M 3 6,75 2,78 14° 9,5 = =
P26315R12.7 M 3 85 3,18 14° 12,7 = =
A P26315R15.87 M 3 10,5 3,97 14° 15,9 = =
P26315R19.05 M 3 125 4,76 11° 19.1 = =
P26315R25.4 M 3 12,7 4,76 11° 25.4 = =
w P26325R31 M 3 13,52 5,59 14° 3 OB BSHW |8

HC = Coated carbide

DS B/ x New addition to the product range
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Milling tools with indexable inserts

Positive triangular
P26335 / P26337 / P26339

Tiger-tec® Gold
Tiger-tec® Silver

Indexable inserts

P M K S
n
ki 4 HC HC HC HC
o « 2
3 5% niolnunllaununolnln
c T o O OWoWwL o mn n 9o
o a £ Nl D)/ F N 0|2
g EZ d s r AR
Designation ° =z 3 mm mm a mm (22|22 (2222|222
P26335R10 M 3 6,75 3,18 14° 08 ODDNDWOWBDS
P26335R14 M 3 9,52 3,97 14° 12 OO EDED S D
P26335R25 M 3 13 5,56 14° 2 DODOE DN D
P26337R10 M 3 6,75 3,18 14° 08 OB W VSV S |
P26337R14 M 3 9,52 3,97 14° 12 QOO W B[OW/® B
P26337R25 M 3 13 5,56 14° 2 OB [OW/®W B
P26339R10 M 3 6,75 3,18 14° 08 ODDWNDWB®NBDS
P26339R14 M 3 9,52 3,97 14° 12 OSSN DN DN BS S
P26339R25 M 3 13 5,56 14° 2 o ICE I ACEACR EAC)E
HC = Coated carbide
Positi . | i
ositive triangular a
P26379
Tiger-tec® Gold 1,
Tiger-tec® Silver
Indexable inserts
P M K s
n
8 2 HC HC HC HC
] « 2
] °% nlolnun R aununolnnln
c =] mmmmﬂmmmmﬂm
© ac N S| N (m ~
5 | EE | s r R AIRIREEEEEEE
Designation S =3 mm mm a mm mm |23 |22 2=
P26379-R10 M 3 6.75 3,18 14° 08 09 ODO® B VWS |8
P26379-R14 M 3 9,52 3,97 14° 12 1 OSHW W (W®| B
P26379-R25 M 3 13 5,56 14° 2 11 ODW B WW B

Optimum indexable insert for

11
Good Average Poo
machining conditions

HC = Coated carbide

Indexable inserts for milling 295




J— | |IUJn|_-rER Milling tools with indexable inserts

Profile milling inserts I2AY
P3204 / P3201 L

Tiger-tec® Fz:ﬁ

Indexable inserts

P M K s H
ﬁ P HC HC HC HC HC
[S) “ (=]
3|°% 0 0N 0 0 0 0| n 0 0
5 |82 R R R RN R R R R E
3 | EE|D| s A EHEEREEEHEA R E:
Designation e |Z3 | mm | mm | mm | mm |[2[Z|Z|Z|Z|Z (3|22 233|222
P3204-D08 H| 28| 2] 413 n O |8 S BS
P3204-D10 H| 2 | 10]25] 5 4 8 & B S 8BS
P3204-D12 H| 2 | 12|25/ 6 5 ®N O |8 S 8BS
P3204-D16 H| 2 | 16| 3 6 5 nN O |8 S BS
P3204-D20 H| 2|23 ]6]s B8 O 8 S 8BS
P3204-D25 H| 2 | 25| 4 9 6 8 & B S 8BS
P3204-D30 H| 2 |3 |5 1008 8 O B S 8BS
P3204-D32 H 2 |32 5 | 10| 8 B8 S B S BS
P3204-D07.94 H 2 | 794 2 4 3 N S (8 S BS
P3204-D09.52 H 2 | 953| 25| 5 4 B S (8 S BS
P3204-D12.7 H 2 |127] 25 | 6 5 K S (W S BS
P3204-D15.87 H 2 |1588| 3 6 5 N S (W S 8BS
P3204-D19.05 H 2 |1905| 3 6 5 8 S (B S WS
P3204-D25.4 H 2 | 254 4 9 6 N S B S 8BS
P3204-D31.75 H 2 3175 5 | 10 | 8 8 S (W S BS
P3201-D08 H 2 8 2 4 3 S
P3201-D10 H 2 10 | 25| 5 4 & B () ] S
P3201-D12 H 2 12 | 25 6 5 S B S = ()
P3201-D16 H 2 16 3 6 5 S B S = S
P3201-D20 H 2 20 3 6 5 S B S = ()
P3201-D25 H 2 25 4 9 6 S =N S = ()
P3201-D30 H 2 |3 | 5 | 10| 8 S
P3201-D32 H 2 |32 5 | 10| 8 (-]
P3201-D07.94 H 2 794 2 4 3 )
P3201-D09.52 H 2 | 953| 25 | 5 4 )
P3201-D12.7 H 2 | 127 25 | 6 5 )
P3201-D15.87 H 2 |1588] 3 6 5 S
P3201-D19.05 H 2 1905 3 6 5 S
P3201-D25.4 H| 2 | 254 4 9 6 S
P3201-D31.75 H 2 3175 5 | 10 | 8 S

HC = Coated carbide

DS B/ x New addition to the product range

296 Indexable inserts for milling



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive round ?
\ 1
ROHX / ROMX (: :) 0
¥
Tiger-tec® Gold ; J L

Indexable inserts

P M K s
ﬁ 9 HC HC HC HC
o HE _g’
BT, 52888885848 8228%43
o ’_g ES d s d |(E|E(EISHSERSEEEF RS
Designation = Z 0 mm mm a mm |33 3|3 (33333323533
ROHX10T3MOT-A27 H 4 10 3.97 11° Lb 4k EAE
ROHX1204MOT-A27 H 4 12 476 11° Lk B8 o
ROHX1605M0T-A27 H 6 16 5,56 15° 5,5 0o s 0
ROHX2006M0T-A27 H 8 20 6.35 15° 6,5 0 0
ROHX0803M0-D57 H 4 8 318 11° 34 OO B S B VVS B
ROHX10T3M0-D57 H 4 10 397 11° Lk HOBV/RSG B VVS B
ROHX1204M0-D57 H 4 12 476 11° Lk HOBV/VS B VVS B
ROHX1605M0-D57 H 6 16 556 15° 55 OO B & B B[S B
ROHX2006M0-D57 H 8 20 6.35 15° 6.5 OO B & B VVS B
ROHX0803M0-D67 H 4 8 318 11° 34 8 S B S |
ROHX10T3M0-D67 H 4 10 3,97 11° Lb BRRS |B S |8
ROHX1204M0-D67 H 4 12 476 11° Lb BRBS | C1E
ROHX1605M0-D67 H 6 16 5,56 15° 5,5 N S B S B
ROHX10T3MO-F67 H 4 10 3,97 11° Lk OB V/BVS B VVS B
ROHX1204M0-F67 H 4 12 476 11° Lt OOHBVBB/BVS B WVBBS B
ROMX0803MO0-D57 M 4 8 318 11° 34 DO B & B VBV B
ROMX10T3M0-D57 M 4 10 3.97 11° I HO B VW BRSNS
ROMX1204M0-D57 M 4 12 476 11° Lb HO B OV/W BRSNS
ROMX1605M0-D57 M 6 16 556 15° 55 OO B & B VBSOS B
ROMX2006M0-D57 M 8 20 6.35 15° 6.5 OO B S B B/BVSO B
ROMX10T3M0-D67 M 4 10 3,97 11° Lk B OBN CoE 3R
ROMX1204M0-D67 M 4 12 476 11° Lk B SRS GOl AE S
ROMX10T3M0-F67 M 4 10 3,97 11° Lt B OB S W|®
ROMX1204M0-F67 M 4 12 476 11° Lk B OB GRS

HC = Coated carbide

Optimum indexable insert for

11
Good Average Poo
machining conditions

Indexable inserts for milling 297



J— | |IUJn|_-rER Milling tools with indexable inserts

Positive round {

RDGT / RDHW / RDMW / RDMT @ z

Tiger-tec® Gold

d

Indexable inserts

P M K N S |H|O
r_? HC HC HC HCHW| HC |HC|HF
: A88888s8882. 8823
o Lg d s N IEEHEEEEEEEHEER -
Designation = mm mm a mm (222222222 2222222
RDGT0803MO0-G85 G 8 318 15° 34 S
RDGT10T3MO0-G85 G 10 3,97 15° Lt S
RDGT1204M0-G85 G 12 476 15° Lt (2]
RDGT1605M0-G85 G 16 5,56 15° 55 S
RDGT2006M0-G85 G 20 6.35 15° 6.5 S
RDGT0803MO0-G88 G 8 318 15° 34 S
RDGT10T3M0-G88 G 10 3.97 15° Lt o))
RDGT1204M0-G88 G 12 476 15° Lt X
RDGT1605M0-G88 G 16 5,56 15° 55 S
RDGT2006M0-G88 G 20 6.35 15° 6,5 )
RDHW0803MOT-A27 H 8 318 15° 34 |88 kg
RDHW10T3MOT-A27 H 10 3,97 15° WL | S|E8|S8 CE 3R
RDHW1204MO0T-A27 H 12 476 15° W | S(E8|S8 CIE g
RDHW1605M0T-A27 H 16 5,56 15° 55 @88 W W
RDHW2006MOT-A27 H 20 6.35 15° 65 | I3
RDHW0803MO0-A57 H 8 318 15° 34 |@ (1) S
G RDHW10T3M0-A57 H 10 3,97 15° Wh | (-] S
= RDHW1204M0-A57 H 12 476 15° LWh | S S S
RDHW1605M0-A57 H 16 5,56 15° 55 |@ 1) )
RDHW2006M0-A57 H 20 6.35 15° 65 | S S
RDMWO0803MOT-A27 M 8 318 15° 34 |88 kg
RDMW10T3MOT-A27 M 10 3,97 15° W || E8|S8 CE e
RDMW1204MOT-A27 M 12 476 15° W |88 kg
RDMW1605M0T-A27 M 16 556 15° 55 |88\ CoIE g
RDMW2006MOT-A27 M 20 6.35 15° 65 |8 I3
RDMT0803M0-D57 M 8 318 15° 34 QOO WSW B W CoES
RDMT10T3M0-D57 M 10 3,97 15° i OB D -
RDMT1204M0-D57 M 12 476 15° i | BS D S -
RDMT1605M0-D57 M 16 556 15° 5 @SS BNSN SN ®W o)
RDMT2006M0-D57 M 20 6.35 15° 65 OSHDWSW SBS® k-

HC = Coated carbide
HW = Uncoated carbide
HF = Uncoated fine-grained carbide

DS B/ x New addition to the product range

298 Indexable inserts for milling



Milling tools with indexable inserts

Positive round
RDGX / RDHX / RDMX

Tiger-tec® Gold

— |IUJl=II_TEI=!

d - S |=
Indexable inserts
P M K S |H|O
wn
© HC HC HC HC |HC|HF
o
[
g 2lRe e R neieinliaa),
o INEEC R AR NN (M Qo &
s d s d (SIS H 5 S EEFGES
. - o
Designation = mm mm a mm A A
RDGX12T3M0-G85 G 12 3,97 15° b S
RDHX1003MOT-A27 H 10 3,18 15° A S B SN
RDHX12T3MOT-A27 H 12 3.97 15° A Co 3k GO 3R
RDHX1604M0T-A27 H 16 4,76 15° 55 S B SN
RDHX2006MOT-A27 H 20 6.35 15° 5.5 = =
RDHX0501M0-A57 H 5 1,59 15° 2.2 S S S
RDHX07T1MO-A57 H 7 1.98 15° 2.8 S S S
> RDHX0702M0-A57 H 7 1.59 15° 2.8 S
RDHX1003M0-A57 H 10 3,18 15° Lk () S S
RDHX12T3M0-A57 H 12 3,97 15° Lk S S S
RDHX1604M0-A57 H 16 4,76 15° 55 S S ()
RDMX1003MOT-A27 M 10 3,18 15° Lk S BN SN =
RDMX12T3MOT-A27 M 12 3,97 15° Lk S (N SN
RDMX1604MOT-A27 M 16 4,76 15° 5,5 S5 SN =
HC = Coated carbide
HF = Uncoated fine-grained carbide
H t for
optimum indexable inser
o © 8
Good Average P
machining conditions
Indexable inserts for milling 299




J— | |IUJn|_-rER Milling tools with indexable inserts

Positive square

a
SDHT / SDMW / SDMT \
Tiger-tec® Gold .
Indexable inserts
P M K N S
t_% Ay HC HC HC HCHW| HC
o Ha _g\

o 8 |EE| 1 | s EEEHEEAEEEEEEEEEEEE
Designation = Z 0 | mm mm a mm |23 |33 23233333333
SDHT06T204-G88 H 4 635 | 278 | 15° 0.4 )
SDHT09T304-G88 H 4 952 | 397 | 15° 0.4 )]
SDHT09T308-G88 H 4 952 | 397 | 15° 08 )C)
SDHT120408-G88 H 4 127 | 476 | 15° 08 o))
SDMWO6T204-A57 M 4 6,35 | 278 | 15° 04 | 8IS S B
SDMWO9T308-A57 M 4 | 952 | 397 | 15° | 08 |BE8IS S B W
SDMW09T320-A57 M 4 952 | 397 | 15° 2 N VS B S |8 =
SDMW120408-A57 M 4 127 | 476 | 15° 08 |8 S B
SDMW120425-A57 M 4 127 | 476 | 15° 2.5 0Nl s oS B =
SDMTO06T204-D51 M 4 6,35 | 278 | 15° 04 DS S = S B =
SDMT09T308-D51 M 4 952 | 397 | 15° 08 B S S = S =
SDMT120408-D51 M 4 127 | 476 | 15° 08 DSBS = S B =
SDMTO06T204-D57 M 4 6,35 | 278 | 15° 0t DOV B O WS S =B
SDMT09T308-D57 M 952 | 397 | 15° 08 BHOHDBSD B HSWES S B
SDMT120408-D57 M 4 127 | 476 | 15° 08 HOHDBWS B HSWS S |
SDMTO06T204-F57 M 4 6,35 | 278 | 15° 04 BSOS BSDB VSO SN S =
SDMT06T208-F57 M 4 635 | 278 | 15° 0.8 S B = 3 =
SDMTO06T212-F57 M 4 6,35 | 278 | 15° 1.2 CoCIEACIE RS 0N GO R
SDMTO09T304-F57 M 4 952 | 397 | 15° 0.4 S B = = =
SDMTO09T308-F57 M 4 952 | 397 | 15° 08 OOV OB/BSO OB S SN =
SDMT09T312-F57 M 4 952 | 397 | 15° 1.2 S B = = =
SDMT09T316-F57 M 4 952 | 397 | 15° 16 S B 3 3 =
SDMTO09T320-F57 M 4 952 | 397 | 15° 2 GG IR R S 0o SN =
SDMT120408-F57 M 4 127 | 476 | 15° 08 DOHDKRSDNBVD WS GO 3R
SDMT120412-F57 M 4 127 | 476 | 15° 1.2 S B = = =
SDMT120416-F57 M 4 127 | 476 | 15° 16 S B = = =
SDMT120420-F57 M 4 127 | 476 | 15° 2 S 8 3 = =
SDMT120425-F57 M 4 127 | 476 | 15° 2.5 GO AGIR RS 0o CoEcak s

HC = Coated carbide
HW = Uncoated carbide

DS B/ x New addition to the product range

300 Indexable inserts for milling



Milling tools with indexable inserts

Positive square
SDMT

Tiger-tec® Gold

Indexable inserts

P M K S
n
8 o HC HC HC HC
o - 2
o ] 0 0
o — n u un un n un v n 0n
c =) AR R R R R R 2 )
© a £ Nmmd‘g\fr\lrﬂmg\T
k] Eg | s r b SISISFIGGE SIS EE
Designation 2 Z 0 mm mm a mm mm |33 |33 33|33 3|33
= SDMT06T2ZDR-D57 M 4 6.4 2,78 15° 04 12 OO®W B 4 V/WW B
B SDMTO09T3ZDR-D57 M 4 95 3,97 15° 08 12 ODO®W B VWS B
T SDMT1204ZDR-D57 M 4 127 4,76 15° 08 18 ODOW B 4 B/E B
HC = Coated carbide
Positive square !
SDGT '
Tiger-tec® Gold s -
Indexable inserts
P M K S
a
° ] HC HC HC HC
o - 2
o 73
o = niwunnlununonln
(= o O Oiwn|nwn ) (0| ;n|n o n
© ac Nmrn\-rE\-ermz\-r
I ES I s r b £ & G506 S%E %Dk
Designation Q Z 0 mm mm a mm mm |33 |33 33|32 3|= 3
SDGTO6T2PDR-D57 G 4 6.4 2,78 15° 04 12 QOB DB D
SDGTO9T3PDR-D57 G 95 3,97 15° 08 12 QODE DSOS D
i SDGT1204PDR-D57 G 4 127 4,76 15° 08 16 DOHDE DSOS D

HC = Coated carbide

Optimum indexable insert for

11
Good Average Poo
machining conditions

Indexable inserts for milling 301



J— | |IUJn|_-rER Milling tools with indexable inserts

Positive square

SDMW / SDMT / SDGT / SDHT A
Tiger-tec® Gold AR
Indexable inserts
P M N S
wn
& 2 HC HC HC HCHW|  HC
o “— o
g 5% nin n vixsin ninloln Vx|
5 &2 dmmene s8R me oIS
8 |EZ| 1 | s aRREEEEHEREE R EEEEEEEE
. . S S5 < X I X i nwn
Designation = |Z 3| mm | mm a mm | mm |33 3333 (3|Z3|3 333333 =
SDMWO9T3AZN-A57 M 4 95 | 397 | 15° | 03 | 12 | W S OB
SDMW1204AZN-A57 M 4 1127 | 476 15° | 03 | 14 |H|SR S OB
SDMTO09T3AZN-D57 M 4 95 (397 |15 | 03 | 12 OB BS B &S S =B
SDMT1204AZN-D57 M 4 | 127|476 | 15° | 03 | 14 OB NS BSOS S B
SDMTO9T3AZN-F57 M 4 95 1397 | 15° | 03 | 14 OS |88 WSW S B 0
SDMT1204AZN-F57 M 4 | 127|476 | 15° | 03 | 18 | BB (88 (W& S o
SDGTO9T3AZN-F57 G 4 95 1397 | 15° | 03 | 14 OS BB BVBS SN S B
SDGT1204AZN-F57 G 4 | 127|476 15° | 03 | 18 OB NS BS S S B
SDGTO9T3AZN-G77 G 4 95 | 397 | 15° | 03 | 1.2 = 3 =
SDGT1204AZN-G77 G 4 | 127 | 476 | 15° | 03 | 14 = 3 =
SDHTO9T3AZN-G88 H 4 95 | 397 | 15° | 03 | 12 )]
SDHT1204AZN-G88 H 4 | 127 | 476 | 15° | 03 | 14 )C)

HC = Coated carbide
HW = Uncoated carbide

DS B/ x New addition to the product range

302 Indexable inserts for milling



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive square
SPGT / SPHW / SPHT / SPMW / SPMT

Tiger-tec® Gold

Indexable inserts

P M K N S
ﬁ 8 HC HC HC CN|HCHW| HC
[&] w— o
S 2 3 nivin n fin 0| wln “ln
5 32 A R =R P R
s | EE| s R EERENHEEEEE
Designation 2 =z 3 mm mm a mm |33 3|3 (3333|3333
q SPGT120606-F57 G 4 12,7 6.35 15° 0,6 nNSS = S B
SPHW120412-A57 H 4 127 4,76 15° 12 S
a SPHW120416-A57 H 4 127 4,76 15° 16 S
SPHW120606-A57 H 4 127 6,35 15° 06 S
SPHT060304-G88 H 4 6,35 3,18 15° 04 S
SPHT09T308-G88 H 4 9,52 3,97 15° 08 S
SPHT120408-G88 H 4 127 4,76 15° 08 S
SPMWO060304T-A27 M 4 6.35 318 15° 04 & | & =
SPMWO09T308T-A27 M 4 9,52 3,97 15° 08 & |88 S =B
N SPMW120408T-A27 M 4 127 4,76 15° 08 & |8 S |8
SPMW120606T-A27 M 4 127 6,35 15° 06 = =
SPMW060304-A57 M 4 6.35 3,18 15° 04 @& |88 S |8
E SPMWO09T308-A57 M 4 9,52 3,97 15° 08 & |88 DO |
3 ] SPMW120408-A57 M 4 12,7 4,76 15° 08 & |8 S |8
SPMT060304-D51 M 4 6.35 3,18 15° 046 @ OBSN S B S B
a SPMT09T308-D51 M 4 9,52 3,97 15° 08 @ OHBVOW® & |8 S
._ j SPMT120408-D51 M 4 12,7 4,76 15° 08 & OBSN S B S B
SPMT120606-D51 M 4 127 6.35 15° 0,6 S!W B = =
E SPMT120606-D57 M 4 12,7 6.35 15° 06 & BB/ B & |8 =
SPMT060304-F55 M 4 6.35 318 15° 0t OSSNSO S N S
@ SPMT09T308-F55 M 4 9,52 3,97 15° 08 DDV OBDD XS S
SPMT120408-F55 M 4 12,7 4,76 15° 08 DD SNDSDDE S S

HC = Coated carbide
CN = Silicon nitride Si3N4
HW = Uncoated carbide

Optimum indexable insert for

o © B

or
Good Average P
onditions

machining ¢

Indexable inserts for milling 303



J— | |IUJn|_-rER Milling tools with indexable inserts

Positive square

SPGT / SPKT / SPMW / SPMT / SDGT / SDHW / SDMW / SEHW \
Tiger-tec® Silver 1A
Indexable inserts
P M K N S
wn
o 2 HC HC HC  |HCHW HC
o -
@ ° g 0 [%2]
Q — niunun %2} 0n|wn %2}
§ | 32 889299881223
o E S | s r b alaja|3la|¥alaZa(=a
S S *5 X X NN Wng X X X X0non
Designation = Z0 mm mm a mm mm |23 3333|3333 =
SPGT1204AEN-K88 G 4 127 4,76 11° 15 M)
SPKT1204AZN K 4 12,7 4,76 11° 146 ONB SRS S
-— SPKT1504AZN K 4 159 | 476 11° 17 . ]
SPMW1204AEN-A57 M 4 12,7 4,76 11° 0,5 14 |SSS GRS
3
m SPMT1204AEN M 4 127 4,76 11° 05 14 ONBDNDS ol
a SDGTO9T3AEN-F57 G 4 95 3,97 15° 03 12 OO BSN S o
SDGTOIT3AEN-G88 G 4 95 3,97 15° 03 12 M)
u SDHWO9T3AEN-A57 H 4 9,5 3,97 15° 0.3 12 & COICE IR S
a SDMWO9T3AEN-A57 M 4 9,5 3,97 15° 0,5 12 &S COICEIE S
a SDMTO9T3AEN-D57 M 4 9,5 3,97 15° 0,5 1.2 SNBSS = SN
SEHW1204AFN H 4 12,7 4,76 20° 0,8 2 O GRS
SEHW1504AFN H 4 159 4,76 20° 08 21 | ol

HC = Coated carbide
HW = Uncoated carbide

DS B/ x New addition to the product range

304 Indexable inserts for milling



Milling tools with indexable inserts

Positive square
SEHT

Tiger-tec® Silver

Indexable inserts

P M K N s
n
8 ] HC HC HC  |HC|HW HC
] .-
- @lalnidinl, el |89
: | £5 SEEEHENEEERE
o 2 E: I s r b 8|8 6|0|n 2 2R E D0
Designation = Z 0 mm mm a mm mm |33 |33 5|33 =
SEHT1204AFN H 4 127 476 20° 08 2 BRSO " OO
SEHT1204AFN-K88 H 4 127 476 20° 08 1.8 S
HC = Coated carbide
HW = Uncoated carbide
Positive square r !
~
SPJW / SPGT \
Tiger-tec® Silver Jok
Indexable inserts
P M S
a
© ] HC HC HC HC
] - 2
S ] nlnnlalnl vlanl@lan
c =] 0|0 RN n o v a0
o g3 gggzdg gz
2 5% I S r b XX 0 ou<gXXonn
Designation = Z0 mm mm a mm mm |23 (=332 (===
SPJW1204EDR J 12,7 4,76 11° 14 & CoCo)ES
" SPJW1504EDR J 15.9 4,76 11° 15 &8s S B
SPGT1204EDR-F55 G 4 127 4,76 11° 05 13 OB SNOD N DS
A i

HC = Coated carbide

Optimum indexable insert for

11
Good Average Poo
machining conditions

Indexable inserts for milling 305



J— | |IUJn|_-rER Milling tools with indexable inserts

Positive square
SPHW

Indexable inserts

P M K N S
wn
5 2 HC HC | HC |DP| HC
o w“— (=2}
o c 3 ) 0
o s ninlun ninln n
c =) N (oo Liow o olf v
© a £ NS QN2
o ES | s b alalal2alaan2|a
) . 2 5% X X 00 un X Eonn
Designation = Z 0 mm mm a mm A
SPHW1204EDR-A88 H 1 12,7 4,76 11° 15 S
SPHW1204PDR-A88 H 1 12,7 4,76 11° 15 S
HC = Coated carbide
DP = Polycrystalline diamond
Positive square !
SEKN / SEKR / SEMR \
Tiger-tec® Silver .
Indexable inserts
P M K S
a
© H HC HC HC HC
=) w“— [=2]
o g
5] = nnnlunununllun
c =) ARG R R R R R AT )
g | 25 HFERHE]E
o 2 E: | s r b 18186 00220 a
Designation [ Z3 mm mm a mm mm |22 (33|22
SEKN1203AFN K 4 127 3,18 20° 0,63 19 S o
SEKN1504AFN K 4 15,9 4,76 20° 0,35 2 O S
SEKR1203AFTN K 4 12,7 3,18 20° 0,43 19 = =
SEKR1204AFN K 4 12,7 4,76 20° 0,34 19 = =
SEMR1203AFTN M 4 12,7 3,18 20° 0,5 19 = =

HC = Coated carbide

DS B/ x New addition to the product range

306 Indexable inserts for milling



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive square \ a
SPFN / SPFR / SPKN / SPMN |
Tiger-tec® Silver s -
Indexable inserts
P M S
a
8 g HC HC HC HC
[S) w“— (=]
it SB niun n an niunllan
c o o O 0|0 ﬂ N|;n| Wn(n r'{’., n
© E-= NAERS ] =N ™ =
s | EZ [ s r R
Designation 2 Z3 mm mm a mm mm |33 (3333|323 =
SPFN1204EDN F 4 12,7 4,76 11° 0,5 17 &S COICEIE S
SPFN1204ZPN F 4 12,7 4,76 11° 0,8 17 & SN
- SPFR1204EDR F 4 12,7 4,76 11° 0,5 2 S CoICEIE S
SPFR1204ZPR F 4 12,7 4,76 11° 0,8 17 &S CoCo)ES
SPFR1204ZPN F 4 127 4,76 11° 08 17 = =
SPKN1203EDR K 4 127 3,18 11° 14 B S Ss
SPKN1204EDR K 4 12,7 476 11° 14 & CCCIE
3 SPKN1504EDR K 4 15.9 4,76 11° 15 = =
- SPMN1203EDR M 4 127 3,18 11° 0.2 14 = =
HC = Coated carbide
Positive triangular {
TPAW / TPJW 0
Tiger-tec® Silver i
Indexable inserts
P M K S
a
© g HC HC HC HC
o D
] e nlnlnlaln nlnln
c o o AR AN R R R AT R B2 Ty
] a £ NN QD)= NN |2
o EE d s R
Designation S z3 mm mm a mm A
TPAW1604PPN A 9,52 4,76 11° 12 SIS SN
TPAW2204PPN A 3 127 4,76 11° 12 = =
TPJW1604PPN J 3 9,52 4,76 11° 12 S GRS
TPJW2204PPN J 3 12,7 4,76 11° 1.2 = S =B

HC = Coated carbide

Indexable inserts for milling 307



J— | |IUJn|_-rER Milling tools with indexable inserts

Positive form inserts R e
XDGT / XDMT Iﬁ O
Tiger-tec® Silver i .

Indexable inserts

P M K S
n
k4 4 HC HC HC HC
o -
] oo nivun un L uwunoun o n v
c o D 0o (0|0 00000 r'{’., n
© == NN | S| NN m ~
o ES I | s R & & & o= alalaja|=2|a
. . = ER] N nunxxxunwu
Designation = Z0 mm mm mm a mm |33 |33 (3333|333
XDGT1303080R-D57 G 2 8,5 13,12 3 15° 8 S B b ARG
XDGT16T3100R-D57 G 2 9 15,93 3,74 15° 10 S B B A
XDGT2004125R-D57 G 2 11,3 19,94 4,68 15° 12,5 SN B o B
XDGT2405150R-D57 G 2 13,5 2394 5,62 15° 15 S B o B
XDGT2506160R-D57 G 2 144 25,54 6 15° 16 S® B I
XDGT3207200R-D57 G 2 18 31,95 7.5 15° 20 SN B At
XDGT4009250R-D57 G 2 225 39,95 9,39 15° 25 S®/ B I
XDGT1303079R-D57 G 2 8,5 13.12 3 15° 7.84 S®/ =B AL
XDGT16T3095R-D57 G 2 9 15,93 3,74 15° 9,53 SN B o B
XDGT2004127R-D57 G 2 113 19,94 4,68 15° 127 S® =B AL
XDGT2506159R-D57 G 2 14,4 25,54 6 15° 15,88 S s B A
XDGT3207191R-D57 G 2 18 31,95 7.5 15° 19,05 ColE A
XDGT4009254R-D57 G 2 225 39,95 9,39 15° 25,4 S B A
HC = Coated carbide
Positive form inserts R o
XDGT / XDMT I '
I2
Tiger-tec® Gold 7 D
Indexable inserts
P M K S
a
o ] HC HC HC HC
o - D
] e nvlnun @ uunwvn v
c =] ARG ER R ) 0| on|;n 0
© o c N 2| F N |2
o ] | | s R [V [~V [y« ) (- [ [ [ W B B > =
. . S 5 d=-; 2 X X XN N wX| X xXx unwn
Designation = Z30 mm mm mm a mm |22 (22|22 (2|2
XDMT1303080R-F55 M 2 85 1312 3 15° IR AC G R A TR
XDMT16T3100R-F55 M 2 9 15,93 3,74 15° 0 OB DEOE NS
XDMT2004125R-F55 M 2 113 19,94 4,68 15° 125 DSBS BSE NS
XDMT2405150R-F55 M 2 135 2394 5,62 15° 15 OGS NSNS E NS
XDMT2506160R-F55 M 2 14,4 25,54 6 15° 156 OO BSD DSBS
XDMT3207200R-F55 M 2 18 31,95 7.5 15° 20 SOODDE DRSS
XDMT4009250R-F55 M 2 225 39,95 9,39 15° 5 OO DD NS
XDMT1303079R-F55 M 2 8,5 13,12 3 15° 792 S SD SN =
XDMT16T3095R-F55 M 2 9 15,93 3,74 15° 953 QS D |WSHW® (W
XDMT2004127R-F55 M 2 11,3 19,94 4,68 15° 127 B SDS SN
XDMT2506159R-F55 M 2 14,4 25,54 6 15° 1588 S S S SN
XDMT3207191R-F55 M 2 18 31,95 7.5 15° 1905 | S S SN =™
XDMT4009254R-F55 M 2 225 39,95 9,39 15° 254 | S S SN =

HC = Coated carbide

DS B/ x New addition to the product range
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Positive rhombic
ZDGT

Indexable inserts

P M K N s |0
wn
8 2 HC HC | HC | HC HW| HC |HF
o w“— [=2]
it S% niununlaununn nin
c T o (0oL 0n(o|o(n|n o n
© 2 £ NN F2(F (N2 g
o E S | | s r b alaja|Salg|alZ 2=
. . = 5 2 X ¥ N nn XXX ZXnwn =
Designation = Z0 | mm | mm | mm a mm | mm |23 |3 3333333332
ZDGT150404R-K85 G 2 105 | 162 | 476 | 15° 0.4 1.2 DS S
ZDGT150408R-K85 G 2 105 | 162 | 476 | 15° 0,8 12 SOSD S
ZDGT150412R-K85 G 2 105 | 162 | 476 | 15° 1.2 1.2 DS S
ZDGT150416R-K85 G 2 105 | 162 | 476 | 15° | 16 12 )] S
ZDGT150420R-K85 G 2 105 | 162 | 476 | 15° 2 1.2 COCC)C) S
ZDGT150425R-K85 G 2 105 | 162 | 476 | 15° 2.5 12 SO SD S
ZDGT150430R-K85 G 2 105 | 162 | 476 | 15° 3 1.2 DS S
ZDGT150440R-K85 G 2 105 | 162 | 476 | 15° 4 1.2 DS S
ZDGT200508R-K85 G 2 14 | 212 | 556 | 15° 0.8 1.2 Y] S
ZDGT200512R-K85 G 2 14 | 212 | 556 | 15° 12 1.2 oY) S
ZDGT200516R-K85 G 2 14 | 212 | 556 | 15° 16 12 &S S
ZDGT200520R-K85 G 2 14 212 | 556 | 15° 2 1.2 CYC) S
ZDGT200530R-K85 G 2 14 | 21,2 | 556 | 15° 3 12 N )
ZDGT200540R-K85 G 2 14 | 212 | 556 | 15° 4 1.2 oY) S
ZDGT200550R-K85 G 2 14 | 212 | 556 | 15° 5 12 N )
ZDGT200560R-K85 G 2 14 | 212 | 556 | 15° 6 12 &S S
ZDGT200564R-K85 G 2 14 | 212 | 556 | 15° 6.4 12 &S S
ZDGT1504 and ZDGT2005 can be used in the M2131 ramping milling cutter HC = Coated carbide

HW = Uncoated carbide
HF = Uncoated fine-grained carbide

Indexable inserts for milling 309
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Positive rhombic

ZDGT © T
12 b
e ——] s =~
Indexable inserts
P M K S |0
wn
8 g HC HC | HC | HC |HF
o w“ (=]
] S% nununlununnfln
c =) mioow L nmn(9in|Q
© 2 £ N (o (23N m| Qx|
o E S | | s r b aaja3la|a|y=a
) ) < ER= 2 X X nnwn i Xnwn 2
Designation = Z 0 | mm mm mm a mm mm |3 |33 332|333 =3
P m: ZDGT15A404R-K85 G 2 10,5 16,2 4,76 15 0.4 1,2 S
- ZDGT15A408R-K85 G 2 10,5 16,2 4,76 15° 08 12 S
ZDGT15A412R-K85 G 2 10,5 16,2 4,76 15° 1.2 1.2 S
ZDGT15A416R-K85 G 2 10,5 16,2 4,76 15° 1.6 12 S
ZDGT15A420R-K85 G 2 10,5 16,2 4,76 15° 2 1.2 S
ZDGT15A425R-K85 G 2 10,5 16,2 4,76 15° 2,5 1.2 S
ZDGT15A430R-K85 G 2 10,5 16,2 4,76 15° 3 12 S
ZDGT15A440R-K85 G 2 10,5 16,2 4,76 15° 4 12 S
ZDGT20A508R-K85 G 2 14 212 5,56 15° 0.8 1.2 S
ZDGT20A512R-K85 G 2 14 212 5,56 15° 1.2 1.2 S
ZDGT20A516R-K85 G 2 14 212 5,56 15° 1,6 1.2 S
ZDGT20A520R-K85 G 2 14 212 5,56 15° 2 1.2 S
ZDGT20A530R-K85 G 2 14 212 5,56 15° 3 12 S
ZDGT20A540R-K85 G 2 14 212 5,56 15° 4 1,2 S
ZDGT20A550R-K85 G 2 14 212 5,56 15° 5 1.2 S
ZDGT20A560R-K85 G 2 14 212 5,56 15° 6 1.2 S
ZDGT20A564R-K85 G 2 14 212 5,56 15° 6.4 1.2 S
ZDGT15A4 and ZDGT20A5 can be used in the M2131 and M2331 ramping milling cutters HC = Coated carbide

HF = Uncoated fine-grained carbide

DS B/ x New addition to the product range
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Finishing inserts
ODHX

Tiger-tec® Gold

Indexable inserts

@t

P M K S |H|O
wn
© ] HC HC HC HC |HC|HC
[&] w“— (=]
3] 5% noonn L n nion lin
c T o VO OWL O n Lo W0 0 (0
© o c Nl (2 F| (N2 S|
] =] d s b ala|ala|2a|x¥alaig(2a |3
. . < ER] X ¥ X0 unungXXXnunIx
Designation = Z 0 mm mm a mm |33 (3333|3333 =53 =
ODHX0504ZZR-A57 H 1 12,7 4,76 15° 7.2 CYC) S S o))
ODHX0605ZZR-A57 H 1 15,88 5,56 15° 94 ) S S S
ODHX0605ZZN-A57 H 8 15,88 5,56 15° 6 S oY)
ODHX0605ZZN-A88 H 8 15,88 5,56 15° 6 S S
* ZZN for k = 45° only HC = Coated carhide
Positive square :
SDHX '
Tiger-tec® s |-
Indexable inserts
P M K S |H|O
wn
o 2 HC HC HC HC |HC|HC
o w“— [=2]
] S% nlnlnlaln alnlvln
& g 8819599889982
5 == d s b olala|2|alxala(2|a|T|=
. . S ER] X X\ nunoun g XXunun X
Designation = Z0 mm mm a mm 2|2z 2=
SDHX09T3AZR-A88 H 9,52 3,97 15° 5,6 S )]
SDHX1204AZR-A88 H 127 4,76 15° 75 S o))
HC = Coated carbide
Indexable inserts for milling 31
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Milling tools with indexable inserts

Finishing inserts
P2901 / P2903 / P2905 / SPHX

Tiger-tec®

Indexable inserts

(eI

P M K N S |H|O
wn
5 2 HC HC HC  HW|DP| HC |HC/HC
o - [=2]
it ST 0niununlln nin nin
c =) 000|906 o0 oD 0| n|w
S | £5 SIEIZIZEZIEESBIZEIZIE
o 2 EL d s b I8/ 20|0|n|Z|2 28006 I X
Designation = Z 0 mm mm a mm |22 (22222222222
- P2901-1R H 1 12,7 4,76 11° 11 S S )
lf’
a P2903-2R A 3 9,52 4,76 11° 35 S ) Y]
E P2905-1 F 4 127 4,76 11° 10 S ) Y]
a SPHX1204PDR-A88 H 1 127 4,76 11° 35 S

Optimum indexable insert for \

o © 8

or
Good Average ke

machining conditions

312 Indexable inserts for milling

HC = Coated carbide
HW = Uncoated carbide
DP = Polycrystalline diamond



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

&

r

Negative rhombic
LNGX

Tiger-tec® Gold

Indexable inserts

P M N S
n
& 2 HC HC HC HCHW| HC
] -
8 o e niolun un L n nin vln 0|0
c =2 O Do oLIo a0 L Lin|n 0
S | EE dpr g gReRZs s
) ) 2 Eg I2 | s r b SIS IX 0 6n I X xRS H N
Designation = Z 0 | mm mm mm mm mm 3|33 (3333 =333
LNGX130708R-L55 G 4 11 137 | 774 | 08 12 DB SNDDD W S B
LNGX130712R-L55 G 4 11 137 | 7.74 12 1 DB D S SN S B
LNGX130716R-L55 G 4 11 137 | 774 | 16 09 9SS WS GO o)k
LNGX130720R-L55 G 4 11 137 | 7.74 2 07 1SS ND S SN =™ S B
LNGX130725R-L55 G 4 11 137 | 774 | 25 06 DB & S BB S
LNGX130730R-L55 G 4 11 137 | 7.74 3 07 S SDB SN =™
LNGX130708R-L88 G 4 11 137 | 774 | 08 12 M)
LNGX130720R-L88 G 4 11 137 | 7.74 2 07 S
LNGX130730R-L88 G 4 11 137 | 7.74 3 07 S
HC = Coated carhide
HW = Uncoated carbide
Negative octagonal
Tiger-tec® Gold sk
Indexable inserts
P M K N S
w
k! g HC HC HC HCHW HC
o [
3 e nlolnlnlvan ninloln Nl
c o D N O WbwL o LMWL oo n 0 in
© o £ NS 2 (TN N2
5 ES d | s r olajaalSal X¥alalalZa=a
S :*5‘ X ¥X X N W WX XX X X X n un
Designation = Z 0 mm mm mm mm |22 (222222222
ONHU050408-F57 H 16 12,7 5,26 4,86 0,8 S B B = =
ONHU050408-F67 H 16 12,7 5,26 4,86 0,8 S BSOS = S B
ONMU050408-D57 M 16 12,7 5,26 4,86 0,8 S B B = =

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range

Indexable inserts for milling 313



J— | |IUJn|_-rER Milling tools with indexable inserts

Wendelnovex® inserts
P2352 / P23522 / P2372

Tiger-tec® Silver

Indexable inserts

P M K N S
n
5 4 HC HC HC HCHW| HC
[¥) w“— o
o 3
Q = ninlnlQn nlnln Din
c o D o ©n N 10| 1V v ©n Ty)
© a2 £ N M S22 (=N NN oD
] E S d s b alaja|3la ¥Xaa| Z(a=2a
. . S :45 X X N VN 0N IX | XXX X Wn on
Designation = Z 0 mm mm mm A A
P2352-1R A 6 15 45 11 SN S
P2352-2R A 6 18 45 11 = 3
7
6 P23522-1R A 6 15 45 11 = 3
6 P2372-1R A 6 15 45 11 = =
HC = Coated carhide
HW = Uncoated carbide
Negative triangular
Tiger-tec® Gold -l s
Indexable inserts
P M K N S
n
8 8 HC HC HC HCHW| HC
[s) 0—%’
8 N nivlnu lln 0ninl voln “in
c o D [ERT RN NETs] (0| O\ W Wv|n n
g | £5 N ENE RN EHEEREE
2 Sg d s r Y| XX 0|50 X RS A N
Designation = Z 0 mm mm mm A A A
= P23696-1.0 M 6 9,52 5 12 OB S S ColEE S
P23696-2.0 M 6 135 7 16 OSDBSN GRS o)k

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o © 8

or
Good Average P

machining conditions

314 Indexable inserts for milling



Milling tools with indexable inserts

Negative round
RNMX

Tiger-tec® Silver

Indexable inserts

P M K N S
wn
5 g HC HC HC HCHW| HC
o u_:n
o 3 n 0
o - niunun %2} 0ninlun w0
c o o (0o L0 g0 KN Mo n 19 15
© a2 c NN F2 T | =N N[ o2
o =] d s alola|3la|¥|Xag 2o 2o
. . s 55 X X 0 unuig XXX XXonu
Designation = Z 0 mm mm A
= RNMX1206M0-D57 M 8 12 6,48 A =
= RNMX1206M0-F67 M 8 12 6,48 AR =

HC = Coated carbide
HW = Uncoated carhide

v

Negative square
SNGX / SNMX @

Tiger-tec® Gold

Indexable inserts

P M K N s

n

| 4 HC HC HC HCHW| HC

¥} — _g’

it 29 niolnlnlflnl |vunloln aln

c [Ta= v wn mn o O (0O Wv(Wv|©n M n

g 2 £ slEeaz g e Z s sy

< Et I s r Y ¥ 0G0 E RIS G
Designation = Z0 mm mm mm A A A A
SNGX120512-F57 G 8 12,7 6.4 12 OSSN S S COEES S
SNMX120512-D27 M 8 127 6.4 12 OSS SSBW/ W
SNMX120520-D27 M 8 127 6.4 2 GGG GO
SNMX160620-D27 M 8 16 78 2 DSOS SSB/ W
SNMX160640-D27 M 8 16 7.8 4 ) =
SNMX120512-F27 M 8 12,7 6.4 12 DS S B/ W®
SNMX160620-F27 M 8 16 78 2 L ICG) CoE g
SNMX120512-F57 M 8 12,7 6.4 12 OO BNSOB &SNS S
SNMX120520-F57 M 8 12,7 6.4 2 OOV N OB/ S S
SNMX160620-F57 M 8 16 78 2 OB B OB/ =
SNMX160640-F57 M 8 16 78 4 OO B B® =

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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Milling tools with indexable inserts

Negative square N
SNGX / SNMX @
Tiger-tec® Gold
— s
Indexable inserts
P M K N s
wn
& 2 HC HC HC HCHW| HC
[5] u__g’
Q o
e | 5o RIBIR8 88,8888 . _ (813
5 €5 | s r aRRd sy g RR e s
. i - 3; ¥ ¥ X N N W J X X X X X IXEONn n
Designation Q Z 0 mm mm mm A A A
f SNMX120512-F67 M 8 12,7 6.4 12 OSSNSO OB S W
HC = Coated carbide
HW = Uncoated carbide
. s
Negative square
SNGX / SNHX O
Tiger-tec® Gold —! s
Indexable inserts
P M K N s
8 HC HC HC HCHW| HC
28 niwnnnn 00| wln QDin
[Ta= [ERT RN NETs] O (| O\ |Ww|Wv|n n
25 glElElZzEgEEElEZ gzl
Et I s b A IR A A A A A
Designation Z0 mm mm mm A A A A
SNGX1205ANN-F27 8 127 6.4 15 DS GOl
SNGX1205ANN-F57 8 127 6.4 15 OOV DS OSB N S
SNGX1606ANN-F57 8 16 7.7 18 ODW B B W n
SNGX1205ANN-F67 8 12,7 6.4 15 OO &S S W
SNHX1205ANN-K88 8 12,7 6.4 15 Y]

316

Optimum indexable insert for

o © 8

or
Good Average P

machining conditions

\

Indexable inserts for milling

HC = Coated carbide
HW = Uncoated carbide



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Negative square
SNMX

Tiger-tec® Gold

Indexable inserts

P M K N s
a HC HC HC HCHW| HC
S T
oo nionn Qn 0ninl voln Aln
o D 0|00 |0n |20 n 0 Yo wWn n ARG
22 e eazagge ez
Eg I s b YI¥ ¥ 00 ng ¥ EEXRIEA D
Designation Z 0 mm mm mm A A
SNMX1205ANN-F27 8 12,7 6.4 15 GG ColEe g
SNMX1205ANN-F57 8 127 6.4 15 CCEIGE) CACE RS
SNMX1205ANN-F67 8 12,7 6.4 15 GG S WS
HC = Coated carbide
HW = Uncoated carbide
Negative square
Tiger-tec® Gold
sl
Indexable inserts
P M K N s
] HC HC HC HCHW| HC
-4
2 niwnnnn nin oln “in
[Ta=2 00|00 00 0 (00 o 0 0 NG
2 £ slEe s agg R e Z s sy
Eg | s b ¥ ¥ ¥ nlnncExExXENDA
Designation Z3 mm mm mm HEHEEEE R R R
SNGX1205ENN-F27 8 127 6.4 12 DS COEES
SNGX1205ENN-F57 8 12,7 6.4 1.2 OOV OB &SN W o)k
SNGX1205ENN-F67 8 12,7 6.4 12 OOV SD OB S

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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Negative square i
SNGX i
Tiger-tec® Gold @

Indexable inserts

P M K N S
9 HC HC HC HCHW| HC
R4

L2 nonnlan nin oln 0nin
o D AR R R R R AR R N
o £ N2 (F| =N AN =D
EB | s b aclaaja|2|a|x ¥|aaalZ o2
i . :,'5' ¥ ¥ X N N W J X X X X X IXEONn n
Designation Z 0 mm mm mm A A A

[ SNGX1205ZNN-F27 8 127 6.4 12 DS ColE g
= SNGX1205ZNN-F57 8 12,7 6,4 12 OOV SB HOEW S S
= SNGX1205ZNN-F67 8 12,7 6.4 12 OOV OB SD BN SN

HC = Coated carbide
HW = Uncoated carbide

Negative square
SNEF

' ¥
Tiger-tec® Gold DY [ o

Indexable inserts

P M K N S
1]
o 2 HC HC HC HCHW| HC
o - D
[ °c g
= s nivinn 2n 0nin|oln Al
c [T = 0w nwn | 10| 1O |1V KV ©n n
< a £ NS 2(F| = NN =D
5 ES | s r b alalala|S|a|l¥|X¥Xalaja|Zal=a
. . S ER] X X X\ 0 v X XXXXXONnGa
Designation = Z30 mm mm mm mm |22 3|32\
SNEF120408R-B67 E 8 12,7 4,76 08 21 CoICIE RS
SNEF120408R-D67 E 8 12,7 4,76 08 21 S OB

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o © 8

or
Good Average P

machining conditions
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Negative heptagonal
XNHF / XNMF

Tiger-tec® Gold

Indexable inserts

P M N S

n

K ] HC HC HC HCHW| HC

[S) “ 2

® 3

9 s nivin n fin 0 n|wln Bln

c o D o ;n| w0 " O (O | W1 W n M n

© o c N | N = NN M=o ~

5 £ 5 d | s r & & & alZ|al¥|¥X|la|la|a|Z a2

. ) S S5 N nunm X XX X IXIXE NN

Designation = Z 0 mm mm mm mm |33 3|3 (3333|3333 =3
XNHF070508-D27 H 14 145 7 58 0.8 GG IR
XNHF090612-D27 H 14 19,05 9 6,35 1.2 CoCo IR
XNHF070508-D57 H 14 145 7 58 0.8 GG IR
XNHF090612-D57 H 14 19,05 9 6.35 1.2 CoC IR
XNHF070508-D67 H 14 145 7 58 0.8 S OB
XNHF090612-D67 H 14 19,05 9 6,35 12 S OB/ S®
XNMF070508-D27 M 14 145 7 58 0.8 GO IE R
XNMF090612-D27 M 14 19,05 9 6,35 1.2 CACCIE S
XNMF070508-D57 M 14 145 7 58 08 CoCo IR
XNMF090612-D57 M 14 19,05 9 6,35 1.2 GG
XNMF070508-F57 M 14 145 7 58 08 CoC IR
XNMF090612-F57 M 14 19,05 9 6.35 1.2 CoICEIE S

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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Negative heptagonal
XNHF

Tiger-tec® Gold

Indexable inserts

P M K N s
0
© 2 HC HC HC HCHW| HC
] H—g
3 oo niolnlnlvan nlnloln 0l
5 |32 A A R A A A a9
5 = d | b Sl lea|=alEgigalz ZE=a
= 5% S r X X X\ nnoun XXX Xnun
Designation = Z 0| mm | mm mm mm | mm 3|3 (3333532333332
XNHF0705ANN-D27 H 14 14,5 7 5,8 0.8 11 GOl
XNHFO906ANN-D27 H 14 | 19,05 9 635 | 08 14 CoCIE RS
XNHF0705ANN-D57 H 14 14,5 7 58 0.8 11 CoC IR RS
XNHFO906ANN-D57 H 14 | 19,05 9 635 | 08 14 CoICIE R
XNHF0705ANN-D67 H 14 14,5 7 58 0.8 11 S ;W™
XNHFO906ANN-D67 H 14 1905 | 9 635 | 08 14 S OB W
HC = Coated carbide
HW = Uncoated carbide
Negative heptagonal
Tiger-tec® Gold A
Indexable inserts
P M K N S
1]
8 2 HC HC HC HCHW|  HC
o “__gi
g ) 0| x 0| x
£ ze R B88598 085888 5293
‘q;'E':d | b &2 alS a8 xaglaa(ZS==a
< | 5% s r X XX nlun v X XXX XX Onwn
Designation P [Z0 | mm | mm | mm | mm | mm 2|3 |23 23|22 2322
XNGUO705ANN-F57 G 14 | 1451698 | 46 | 08 | 11 @SSV S & S W
XNGUO705ANN-F67 G 14 | 145698 | 46 | 08 | 11 OSSN S |88 CoE3E

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o B

¥
Average Poo

Good )
onditions

machining ¢
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Milling tools with indexable inserts

Negative heptagonal
XNMU

Tiger-tec® Gold

Indexable inserts

P M K N s
n
& 2 HC HC HC HCHW| HC
o « 2
g |3 niolnnlvixXn nln|loln 0| X0
c |lo o 0100|0996 (00|00 |n 09 n
o | ot N I NN M= o2 ~
s | EE| d | s r b&&&%%%%xxmmmzﬁiim
. . 2 5% I XX XX |IX|IXn Ol n
Designation = |ZO|mm | mm | mm | mm | mm 33|33 333533333333 =
XNMUO705ANN-F27 M 14 | 145|698 | 46 | 08 | 11 | W CoCIE RS
XNMUOYO6ANN-F27 M 14 1905|918 |58 | 08 | 14 || GRS
XNMUO705ANN-F57 M 14 | 145698 | 46 | 08 | 11 B HDBS |8 CoEE S
XNMUO9O6ANN-F57 M 14 1905|918 [ 588 | 08 | 14 OIS NS |8 ol (")
XNMUO705ANN-F67 M 14 | 145698 | 46 | 08 | 11 BSOS S CoE kS S5
XNMUO9OBANN-F67 M | 14 1905|918 | 588 | 08 | 14 &S s ol 3
HC = Coated carbide
HW = Uncoated carbide
Negative heptagonal
Tiger-tec® Gold Ik
Indexable inserts
P M N S
a
© 2 HC HC HC HCHW| HC
[S) . 1=
o 3
=} = nioun n 2 un 0nin ol n nin
c o D OO WwwL O LMWL oion 0
© a £ NS 2= N N M= oD
5 ES d | s r olojlajlalS|lal¥|¥Xlala|la|Z|a|=a
S =g ¥ X X NN X XX X X X Wnuwn
Designation = =Z30 mm mm mm mm |22 3|32z
XNMU070508-F57 M 14 145 6,98 46 08 DSBS GRS S
XNMU090612-F57 M 14 19,05 9,18 5,88 12 S |8 B o

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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Milling tools with indexable inserts

Finishing inserts
SNEF

Tiger-tec®

Indexable inserts

P M N S H
wn
E o HC HC HC HCHW| HC |HC
o - [=2]
o g
o = niunwnln 0ninln nin
c =) (00D i0n|n 0o (on D100
I a c NMF 2 F || NN o|Q| =
H ES | s r b alala2|a¥X¥Xala|Zgl2a I
) ) < 5% ¥ X n hnln <X XXX oo
Designation = Z 0 mm mm mm mm |33 333333333333
SNEF1204PNR-B67 E 4 127 4,76 0.8 108 S S
HC = Coated carbide
HW = Uncoated carbide
Finishing inserts
Tiger-tec® -
Indexable inserts
P M N S H
wn
k4 8 HC HC HC HC|HW| HC |HC
o w“ [=]
o g
o = 0niunwunln 0ninln Nin
c o o (0 WL 0in 0o nln B 10
© a2 c N T2 =N N M| oD S|
5 ES | s r b olaa|lSla|l¥ala|Z(a|l2|a|T
) . 2 5% ¥ X unonln < ¥ XXX Eona T
Designation = Z0 mm mm mm mm |33 (33333323232
SNEF1204PNN-A27 E 8 12,7 4,76 1.2 10,3 @ @

322

Optimum indexable insert for

o © 8

or
Good Average P

machining conditions

\

Indexable inserts for milling

HC = Coated carbide
HW = Uncoated carbide



Milling tools with indexable inserts

Finishing inserts
SNEX

Tiger-tec®

Indexable inserts

— |IUJl=II_TEI=!

P M K N S |H
wn
© H HC HC HC HCHW| HC |HC
[&] w“— (=]
o 3
5] = ninun 2 n 0ninln nin
c =) 0|0 (oY in|n oio(oln D100
© o c NN F QI =[N N M=o 2 S|
o = | s r b ala|al2|al¥|X¥aa|Z(g2a I
. . = 5e ¥ X 0 nwn g X XXX ononnI
Designation = Z 0 mm mm mm mm |33 (3333|3333
SNEX1204PNR-B67 E 4 127 4,76 08 108 ] S
HC = Coated carbide
HW = Uncoated carbide
. . . r
Finishing inserts T -
SNEX J_ O
Tiger-tec® b
Indexable inserts
P M K N S |H
wn
E: 4 HC HC HC HCHW| HC |HC
o w“ [=]
o R
Q = nin | nllin 0nn|n Qln
= [Ta=] 0| |0 0100|000 B9 |10
o a c N M2 (TN NN | oD
5 E5 | s r b alala2al¥¥XlalaZ|a|=a|lT
o < 5% X X 00hovi<g ¥ XXX X040
Designation = Z0 mm mm mm mm |33 (32|32 22322
SNEX1204PNN-A27 E 4 12,7 4,76 1.2 10,3 S S
HC = Coated carbide
HW = Uncoated carbide
Indexable inserts for milling 323
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Milling tools with indexable inserts

Finishing inserts
XNHX

Tiger-tec®

Indexable inserts

Designation

Number of

cutting edges

e
5 ©
5=

s £

WKP25S
WKP35S
WSP45S
WSM35S
WSP45S

=
(@]

WKK25S

WKP25S

WKP35S
WXN15

L
(m)

WK10

an
(@]

WSM35S
WSP45S

eE
(m]

XNHX0906ANN-D67

T | Tolerance class

~

19,05

4,2

7.5

@ | WAK15

@ | WHH15

324

Optimum indexable insert for

o © ¥

or
Good Average ke

machining conditions

\

Indexable inserts for milling

HC = Coated carbide
HW = Uncoated carbide
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- - b b
Tangential rhombic 257
O/
Tiger-tec® Silver e s
Indexable inserts
P M K N S
0
© 2 HC HC HC HCHW| HC
] -
(] o
¢ | 5o wigiede, Blelalel |84
© o c N | o NIN M| o|Q
s | EE| & I s r IR
. . ° 35 < X[ X Inlwn
Designation = Z 0 mm mm mm mm mm |3 (3|3 (3333|3235 =
® CNHQO805PPN-A57T H 2 9 8 5 0,8 12 &S S
CNHQ1206PPN-A57T H 2 13 12 6,5 0,8 15 || SN
CNHQ1608PPN-A57T H 2 15 16 8 12 18 & S
——— CNHUO0805PPN-D57T H 2 9 8 5 0,8 12 S Es (B SN =
- CNHU1206PPN-D57T H 2 13 12 6.5 08 15 OO B S B 3
CNHU1608PPN-D57T H 2 15 16 8 12 18 & |8 (B S =
— CNMU080508-D57T M 2 9 8 5 08 CoCIEAGES S S
o CNMU120608-D57T M 2 13 12 6,5 0,8 GO ACEIE S SN S B
CNMU160812-D57T M 2 15 16 8 1.2 COCEACE S S % o)k
Note: I, = Width of cut HC = Coated carbide
HW = Uncoated carbide
Tangential rhombic f "
LNMU | O
. —la—=| s |-
Tiger-tec® Gold
Indexable inserts
P M N S
n
© g HC HC HC HCHW| HC
[s] o~ _g!
5] oo nivln n v 0ninl voln Dln
c o D o ;n| wn O (0O Wv(.v|n [Ty}
© o c N M2 N N2
s EE | | 1| s | r EEE535EEEEEEEFE
. . 5 ER= < X\ x| nlwun
Designation = Z 0 mm mm mm mm |33 3|3 (333|232 =232
LNMU150812T-F27T M 4 14 15 8 12 | (% SN
i LNMU201012T-F27T M 16 20 10 12 |& (8 S =N
LNMU150812-F57T M 4 14 15 8 12 OBSBW VWS BN =
® LNMU201012-F57T M 4 16 20 10 12 & OB VWS & (= 3

HC = Coated carbide
HW = Uncoated carbide
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Tangential rhombic
LNHU / LNMU

Tiger-tec® Gold

Indexable inserts

P M K N s
n
5 ] HC HC HC HCHW| HC
) - 2
© 73 0 0
o — n vu un un (2] niun vl n w0n
c =) AR AR R AR AR R R R R R AT N
© o £ Nl F 2= (N[N oD
° E B | | s r alalala|2|a|¥|X¥(ajlaja|Z ==
. i 5 S *5‘ 2 ¥ ¥ X N N W J X X X X X IXEONn n
Designation = Z 0 mm mm mm mm |33 33|33 Z|33 333333
LNHU080304-B57T H 4 9 8 35 04 o COIE 3
LNHU080404-B57T H 4 94 8 45 04 B COINE 3
LNHU100508-B57T H 4 12,3 10 5,5 0,8 o s S (BN
LNHU120608-B57T H 4 13.9 12 6.5 0,8 o s S (BN
LNHU160812-B57T H 4 16,9 16 8 12 0N s 0o s
LNHU080304-F57T H 4 9 8 35 040 OSSN S CEE S
LNHU080404-F57T H 4 94 8 45 040 OSSN D COE kS S %
LNHU100508-F57T H 4 123 10 55 08 OSSN S Rk S
LNHU120608-F57T H 4 139 12 65 08 DD ®N S ok E S W
LNHU160812-F57T H 4 169 16 8 12 9SS NG Ss Rk S
LNMU080304-B57T M 4 9 8 35 0.4 o s S ||WW
LNMUO080404-B57T M 4 94 8 45 04 B COIRE 33
LNMU100508-B57T M 4 12.3 10 5,5 0.8 o s S BN
LNMU120608-B57T M 4 13.9 12 6.5 08 =% S BN
LNMU160812-B57T M 4 16,9 16 8 12 o s o s
LNMU080304-F57T M 4 9 8 35 04 OSSN S CEE S
LNMUO080404-F57T M 4 94 8 45 040 OSSN D Rk ColE S
LNMU100508-F57T M 4 123 10 55 08 OSSN S ok E oIk
LNMU120608-F57T M 4 13.9 12 6.5 08 DSBS S GRS S W
LNMU160812-F57T M 4 16,9 16 8 12 OSSN SDS GRS R

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o © 8

or
Good Average P

machining conditions
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Tangential rhombic
LNHX / LNMX o

Tiger-tec® Gold |

f— o —=| - S |-

Indexable inserts

P M K N s
0
© 2 HC HC HC HCHW| HC
o “ 2
3 5% niolnnln nlinloln 0Nl
c T o o (0|00 (00| 00|60 n 9w
g 2 5 aleedsagg R e Z s sy
2 gg Iz | s r ¥ ¥ ¥ nlnng ¥ EEXENA
Designation = Z 0 mm mm mm mm |33 3|3 (3333|3333 =3
m LNHX070204-D57T H 4 7 9 2.4 04 -] =
m LNHX070204-F57T H 4 7 9 2.4 040 BSSD D COEE S S
m LNMX070204-D57T M 4 7 g 2.4 04 o) & BB
m LNMX070204-F57T M 4 7 9 2.4 046 DS & COEE S S
HC = Coated carbide
HW = Uncoated carbide
. . b~
Tangential rhombic N
Tiger-tec® Gold - s -
Indexable inserts
P M N s
1]
8 2 HC HC HC HCHW| HC
[s) « 2
3 °% niolnlnlvan nlnloln 0|0
c =) 0 0o W0 80nin oMo o o n 0w
o | 85 slEe s agg R e Z s sy
2 Eg I2 | s r b 1SS 20|60 IS 2 X 2RSS
Designation = Z5 | mm | mm | mm | mm | mm |23 |2 |32 (3|22 |= ===
o LNHUO90404R-L55T H 4 85 9 45 0.4 15 DSOS DS o)k
LNHUD90408R-L55T H 4 8,5 9 45 08 11 OO BNDB &SNS CE
LNHU090412R-L55T H 4 85 9 45 12 | 08 CC GRS . 3E o)k
LNHUO090416R-L55T H 4 85 9 45 16 CAC AR =N S
LNHUO090420R-L55T H 4 85 9 45 2 CAC AR B ® S %
LNHU130608R-L55T H 4 12 13 6.8 08 22 OOV DODB S CE
LNHU130612R-L55T H 4 12 13 6.8 12 19 COACEAC S B B® o
LNHU130616R-L55T H 4 12 13 6.8 16 15 CAOC AR B ® S
LNHU130620R-L55T H 4 12 13 6.8 2 1.2 CoCIEAC )RS 3k S
LNHU130625R-L55T H 4 12 13 6.8 2.5 0.7 CoCIEAC )RS xn S
LNHU130630R-L55T H 4 12 13 6.8 3 CAOC AR B® CE S
LNHU130632R-L55T H 4 12 13 6.8 32 CAC AR xn CIE S

HC = Coated carbide
HW = Uncoated carbide
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Tangential rhombic
LNHU / LNMU

Tiger-tec® Gold

Indexable inserts

P M K N s
0
© 2 HC HC HC HCHW| HC
] H—-g’
g |20 njwlnlulflnl lvuuloln aln
c o D nin|niwn ) O (0| DWW Wv|n ) n
| e geelasdgseeegesa
g | ES | & l s r b |12/ v|0|vn| % ¥ 22 2R %00
Designation = Z 0| mm | mm mm mm mm |33 3|33 (23333333
- LNHU160708R-L55T H 4 155 16 7.2 08 23 OO NDSD TS S
LNHU160712R-L55T H 4 15,5 16 7.2 1.2 19 GO IR AC )R S 3 S %
LNHU160716R-L55T H 4 15,5 16 7.2 16 16 S BS ™ = ColE
LNHU160720R-L55T H 4 15,5 16 7.2 2 12 CoC RGOS e 3E S S
LNHU160725R-L55T H 4 15,5 16 7.2 2.5 08 GO IR AC )RS nm S
- LNMUO90404R-L55T M 4 8,5 9 45 0.4 5 OB B B SN =
LNMU130608R-L55T M 4 12 13 6.8 08 22 OB W O OD W™ =
,.,? LNHUO90404R-L65T H 4 8,5 9 45 0.4 15 I =
‘! LNHU130608R-L65T H 4 12 13 | 68 | 08 | 22 ® B ]
LNHU160708R-L65T H 4 155 16 7.2 08 2.3 o OB =
LNHUO90404R-L85T H 4 8,5 9 45 0.4 15 M)
g- LNHU130608R-L85T H 4 12 13 6.8 08 2.2 DD
LNHU160708R-L85T H 4 155 16 7.2 08 23 D
HC = Coated carbide
HW = Uncoated carbide
. - r
Tangential rhombic p
Tiger-tec® Gold
S -
Indexable inserts
P M K N S
n
5 2 HC HC HC HC|HW| HC
[5] «“ (=]
© R 0 n
=} — niouv n n o 0 ni n uvun n w0n
g 22 Almml o dnddnnS e nS
5 S | | s r alalala|S|la|l¥|¥alaja|Z al=a
. i 5 S *5' 2 X XX N N XX XX XIXnon
Designation = Z0 mm mm mm mm |23 |32\
4 LNMX201012R-F27T M 4 17,05 20 10 12 | (% CoCIE R
y LNMX201012R-F57T M 4 17,05 20 10 12 OB B OSW W =

HC = Coated carbide
HW = Uncoated carbide
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Milling tools with indexable inserts
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Tangential rhombic
LNHX

A - BEEAN
Tiger-tec® Silver '
Indexable inserts

P M K N S
w
k! ] HC HC HC HCHW  HC
C « D
3 oo ninn sy 0nlnln A &S| @
g 32 IEIRA AR AT R g
5 EB | | s r alaal2 S| a|E(XalaZa=22a
o 2 5% 2 XX 0|0 dhn< XXX XXE00n
Designation = =3 mm mm mm mm |22/ 3|32 === =2
a—-—l LNHX120604R-L65T H 4 11 12,7 6,8 0.4 a a
HC = Coated carbide
HW = Uncoated carbide
. . ~s -
Tangential rhombic T
XNHX |
Tiger-tec® Silver H .
b |=—>r
Indexable inserts
P M K N S
w
k] 2 HC HC HC HCHW  HC
5] -
3 oo ninn sy 0nlnln DXl
s |22 IEIRA AR AT R g
5 EB | | s r b alaal2 S| a|(XalaZa=22a
o 2 5% 2 XX 0|0 dhn<c XXX XE00n
Designation = Z5 | mm | mm | mm | mm | mm |22 |2 2|2 (3|2 2|22 3(==
- XNHX130608R-L65T H 2 10,5 14 6.8 08 2 3k
w XNHX130612R-L65T H 2 | 105 | 14 | 68 | 12 2 BB
XNHX130616R-L65T H 2 10,5 14 6.8 16 2 3k
XNHX130620R-L65T H 2 10,5 14 6.8 2 2 a 3
XNHX130624R-L65T H 2 10,5 14 6.8 2.4 2 a &
XNHX130630R-L65T H 2 10,5 14 6.8 3 14 a 3
XNHX130632R-L65T H 2 10,5 14 6.8 32 13 a 3
XNHX130640R-L65T H 2 10,5 14 6.8 4 0,5 a a
HC = Coated carbide
HW = Uncoated carbide
Indexable inserts for milling 329
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Tangential rhombic
P44280 / P44290 T @

Tiger-tec® Silver l

—lp—] - S

Indexable inserts

P M K N S
n
5 2 HC HC HC HCHW| HC
] -
it L nin unl L n ninln 0|0
c o o o oL 0 n v Y moln 19119
© a c N mNF QT =[N N|= (o2
o ES I | s r alaja|3la ¥Xaa| Z(a=2a
. . ] 55 ¥ X 0w wn XXX XXono
Designation = Z0 mm mm mm mm |33 |3 333333333
( 1 P44280-1R08-D57 H 8 9,52 12,7 5,5 08 |@ S S S
I P44280-1R10-D57 H 8 9,52 12,7 55 1 S S S S
P44280-1R125-D57 H 8 9,52 12,7 5,5 125 |&® S S S
P44280-1R15-D57 H 8 9,52 12,7 5,5 15 S S
P44280-1R20-D57 H 8 9,52 12,7 5,5 2 S S S S
P44280-2R25-D57 H 8 9,52 12,7 6,35 25 |® S S S
P44280-2R30-D57 H 8 9,52 12,7 6,35 3 () S S S
P44280-2R40-D57 H 4 9,52 12,7 6.35 4 S S
f 1 P44290-1R08-D57 M 8 9,52 12,7 5,5 08 |® )
I P44290-1R10-D57 M 8 9,52 12,7 55 1 S S
P44290-1R125-D57 M 8 9,52 12,7 5,5 125 |@® S
P44290-1R20-D57 M 8 9,52 12,7 55 2 () S
P44290-2R25-D57 M 8 9,52 12,7 6,35 25 |® S
P44290-2R30-D57 M 8 9,52 12,7 6,35 3 S S
P44280: Tolerance class H HC = Coated carhide
P44290: Tolerance class M HW = Uncoated carhide
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Slitting
SX cutting inserts 6

Tiger-tec® Silver

Cutting inserts

P M K N S
HC HC HC HCHW/HC HC
s r s (SIS IEG GR35 ZESSEESEEEEES
Designation mm mm mm A A A A A A A
SX-1E150N01-SF5 15 0,15 +0,05 S B S =B
{ SX-2E200N02-SF5 2 0,2 +0,05 S B S =B
SX-3E300N02-SF5 3 0.2 +0,05 S B S =B
SX-4E400N02-SF5 4 0.2 +0,05 S B S =B
SX-5E500N04-SF5 5 0,4 +0,05 S B S B
SX-1E150N01-CE4 15 0,15 +0,05 S B S =B
, SX-1E150R/L6-CE4 1.5 0,15 +0,05 ) S
SX-2E200N02-CE4 2 0,2 005 |@ S B S S 57
SX-2E200R/L6-CE4 2 0.2 +0,05 () S
SX-2E260N03-CE4 2.6 03 +0,05 S |8 S |8
SX-3E300N02-CE4 3 0,2 005 |@ DS |8 S S |8
SX-3E300R/L6-CE4 3 0,2 005 |@ S B S S =B
SX-3E310N03-CE4 3.1 0,3 005 |@ S B S S B
SX-4E4OONO2-CE4 4 0.2 005 |@ S |8 S S |8
SX-4E4OOR/L6-CE4 4 0.2 005 |@ S B S S B
SX-4E410NO3-CE4 4,1 0,3 005 |@ S B S S =B
SX-4E4BONO3-CE4 48 0,3 +0,05 S B S B
SX-5E500N04-CE4 5 0.4 005 |@ S |8 S S |8
SX-5E500R/L6-CE4 5 0.4 +0,05 S S
SX-6E600N04-CE4 6 0,4 005 |@ S =8 S S B
SX-6E600R/L6-CE4 6 0,4 +0,05 ) S
SX-8E800NO8-CE4 8 0,8 005 |@ S B S S =B
SX-10E1000N08-CE4 10 0,8 005 |@ S B S S =B
SX-1E150N01-CF6 1.5 0,15 +0,05 S B S =B
f SX-2E200N02-CF6 2 0,2 +0,05 S B S =B
SX-3E300N02-CF6 3 0,2 +0,05 S % S B
__J_,‘ SX-1E150N01-SK8 15 01 +0,02 S
S~ SX-2E200N02-SK8 2 0.2 +0,02 S
SX-3E300N02-SK8 3 0.2 +0,02 S
SX-4E400N02-SK8 4 0.2 +0,02 S
SX-5E500N04-SK8 5 0.4 +0,02 S
SX-6E600N04-SK8 6 0.4 +0,02 S
Itol = Repeat accuracy when changing indexable insert HC = Coated carbide
Radius tolerance ro; = + 0.05 mm HW = Uncoated carbide

Optimum indexable insert for

o © B

or
Good Average P
onditions

machining ¢
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Face milling cutters

F2010 [ mm |
SDM . 1204 ..

- Adjustable runout
- Four cutting edges per indexable insert 15° @

@ @ P M K N S H 0
; F2010 oo o0 oo o0 o

No. of
TOOI D¢ D * d; I Lc ar indexable

Designation mm  mm mm mm mm mm inserts Type

N

Parallel bore * F2010.B.080.206.08.R755M 70 93 27 50 2 114 6 13 6 |SDM. 1204 ..
DIN 138 transverse keyway

Parallel bore % F2010.8.100.207.08.R755M 90 | 113 32 0 | 2 juel| 7 |7 [
DIN 138 transverse keyway * F2010.B.125708.08.R755M 115 | 138 40 63 | 2 |114| 8 | 36 | 8 ' -
Da Dc 'A;” di
Tl
*T*Lc
-~ I
Parallel bore % F2010.8.160.710.08 R755M 150 | 173 | 40/40B | 63 | 2 | 114 | 10 | 56 | 10
DIN 138 transverse keyway % F2010.8.200.2712.08 R755M 190 | 213 | 60/50B 63 | 2 |m4| 12 83|12
% F2010.B.250.212.08.R755M 260 | 263 | eo/508 | 63 | 2 | 114 | 12 | 148 12 e
* F2010.8.250.216.08.R755M 240 | 263 | 60/508 | 63 | 2 | 114 | 16 | 146 | 16
- =L
~— 1,
Parallel bore % F2010.8.315714.08.R755M 305 | 326 |60/506088| 80 | 2 [1ia | 14 283 | 1 [
DIN 138 transverse keyway % F2010.8.315.218.08 R755M 305 | 328 |60/50-60BB| 80 | 2 | 114 | 18 | 262 | 18 ' -

~ L

14~

* Measured against SDM.120408
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts
D¢ [mm] 70-305

m Cartridge for tool body FR755M

=) N Clamping screw for cartridge FS247 (SW 4)
|EE'==I Tightening torque 8,0 Nm

! =| Clamping screw for indexable insert FS1453 (Torx 15IP)
A — Tightening torque 3,5Nm
Adjusting pin FS303 (Torx 20)
Accessories
D¢ [mm] 70-305
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
G| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
———— Interchange_ahle blade FS2014 (Torx 15IP)
for screwdriver
Torque T-handle FS2041
Tightening torque 4,5-14 Nm
——y—— Interchalngeahle blade FS2051 (SW 4)
for cartridge
C— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)

Indexable inserts

P M K S
HC HC HC HC
niolunlun X un nunwoinl R X n
R R R I
r b alajlalal2|S|al¥( X alalal=22a
¥ ¥ X|0nnunig XXX xnnon
Designation mm mm A AR A
SDMT1204ZDR-D57 0.8 18 CoCC)E S = 3 ]
SDMT120408-D57 08 GG A ) OO BBVS B
@ SDMT120408-F57 0.8 DOOBOBRS B BSBSW
SDMT120425-F57 25 COCCIEACTE R Cog TR R
SDMW120408-A57 08 oIS S BB
SD..1204.. : If the corner radius is r > 0.8 mm, the corner area of the cartridge must be reworked. HC = Coated carbide
R(body) = T(indexable insert)
'Y
i kpiece imary
- £ machine, wor! Pn_ )
St:\?\ﬂd‘tcy\:mping arrangement application
°
Other'
Moderate application
Very good Good
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Face milling cutters

F2010
SDM . 1204 ..

- Adjustable runout
- Four cutting edges per indexable insert 15° Ej

@ @ P M K N S H 0
; F2010 oo o0 oo o0 o

No. of
T00| D¢ D; dg I Lc ar indexable
Designation Inch Inch Inch Inch Inch Inch z inserts Type
Parallel bore * F2010.UB.076.206.08R755M 2604 | 3509 | 1,000 | 2,000 | 0,079 | 0449 | 6 33 6
DIN 138 transverse keyway * F2010.UB.102.207.08R755M 3604 | 4509 | 1250 | 2,000 | 0,079 | 0,449 | 7 5,7 7 |SDM. 1204 ..
* F2010.UB.127.208.08R755M 4,604 | 5509 | 1,500 | 2500 | 0,079 | 0449 | 8 75 8
Parallel bore * F2010.UB.152.210.08R755M 5604 | 6509 | 1,500 | 2500 | 0079 | 0449 | 10 | 146 | 10 |SDM.1204..
DIN 138 transverse keyway
Da D+ A;ﬁ dp
g T* Lc
<7|A4—
Parallel bore * F2010.UB.203.212.08R755M 7604 | 8509 | 2,500 | 2500 | 0,079 | 0449 | 12 | 214 | 12

DIN 138 transverse keyway % F2010.UB.254.212.08R755M 9.604 | 10,509 | 2,500 | 2500 | 0079 | 0449 | 12 | 364 | 12 |SDM.1204.

B * F2010.UB.254.716.08R755M 9,604 | 10,509 | 2,500 | 2,500 | 0,079 | 0.449 16 36.4 16

Parallel bore * F2010.UB.305.218.08R755M 11,604 | 12,509 | 2,500 | 2,500 | 0,079 | 0,449 18 45,6 18 | SDM. 1204 ..
DIN 138 transverse keyway

~ L

14~

* Measured against SDM.120408
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

— |IUJl=II_TEI=!

D [Inch] 2,604 3,604 4,604-5,604 7,604-11,604
Cartridge for tool body FR755M FR755M FR755M FR755M
Clamping screw for cartridge FS247 (SW 4) FS247 (SW 4) FS247 (SW 4) FS247 (SW 4)
Tightening torque 8,0 Nm 8,0 Nm 8,0 Nm 8,0 Nm

Clamping screw for indexable insert

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

Tightening torque 3,5Nm 3,5Nm 3,5Nm 3,5Nm
Adjusting pin FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20)
Clamping screw
for arbour-mounted tools FS1519 FS1565 F51566
Accessories
D¢ [Inch] 2,604-11,604
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
————
pterchangeable blade FS2014 (Torx 15IP)
Torque T-handle FS2042
Tightening torque 4,5-14 Nm
———— Interchangeable blade
for cartridge FS2051 (SW 4)
@=— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)
Indexable inserts
P M K S
HC HC HC HC
niolunlun 2 xun nin ol n QX un
QB89 229888882329
r b aclaja|al22|al¥ X¥(a|laa|22a
¥ X X0 nhnovi<g XXX Xonnon
Designation mm mm 222222222222 (222
SDMT1204ZDR-D57 0.8 1.8 CoICC S = 0o =
SDMT120408-D57 0.8 OO D OOBB/S (B
@ SDMT120408-F57 08 OO BOBBRS &N VSN
SDMT120425-F57 2.5 CoC AR R 0NN S Ss S
SDMW120408-A57 0.8 GO GOk
SD..1204.. : If the corner radius is r > 0.8 mm, the corner area of the cartridge must be reworked. HC = Coated carbide
R(budy) = I(indexable insert)
(Y
i kpiece imary
“ity of machine, wor Priman
St:\?\“d‘tcylamping arrangement application
[ ]
Other.
Moderate application
Very good  G0°¢
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

F2010 [ mm |

SD .. 1204AZN
- Adjustable runout
- F tting ed indexable insert % i
our cutting edges per indexable inser 5° @ Wiper

@4/‘3 o M SR N
F2010 %0 00 00 00 00 o o

No. of
Tool D¢ Da dy I Lc indexable

Designation mm mm mm mm mm Z inserts Type
Parallel bore SD .. 1204AZN
DIN 138 transverse keyway % F2010.B.080.206.06.R758M 80 94 27 50 7 6 12 6 SDHX1204AZR

Parallel bore % F2010.8.100.207.06.R758M 100 | 114 32 50 7 7 18 7 |sp 1206A2N
DIN 138 transverse keyway * F2010.8.125.208.06.R758M 125 | 139 40 63 7 8 35 8 | SDHX1204AZR
{ T‘ff; i
Da De+—Fd1
+T¢|_C
= 14—
Parallel bore % F2010.8.160.10.06.R758M 160 | 174 | 40/40B 63 7 10 | 55 | 10
DIN 138 transverse keywa
yway % F2010.8.200.12.06.R758M 200 | 214 | 60/50B 63 7 12 | 83 | 12 |sp 1204a2M
I o * F2010.B.250.212.06.R758M 250 | 264 60/50 B 63 7 12 14,7 12 | SDHX1204AZR
{ | * F2010.8.250.216.06.R758M 250 | 264 | 60/50B 63 7 16 | 146 | 16
Da Dc ’i = E d
\ llLii *
- I"LC
b1 —|
Parallel bore % F2010.B.315.214.06.R758M 315 | 329 |60/50-60BB| 80 7 1 | 263 | 14 |sp 1204a2N
DIN 138 transverse keyway % F2010.8.315.218.06.R758M 315 | 329 |60/50-60BB| 80 7 18 | 262 | 18 |SDHX1204AZR

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts
D¢ [mm] 80-315

m Cartridge for tool body FR758M

=) N Clamping screw for cartridge FS247 (SW 4)
|EE'==I Tightening torque 8,0 Nm

! =| Clamping screw for indexable insert FS1453 (Torx 15IP)
A — Tightening torque 3,5Nm
Adjusting pin FS303 (Torx 20)
Accessories
D¢ [mm] 80-315
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
G| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
———— Interchange_ahle blade FS2014 (Torx 15IP)
for screwdriver
Torque T-handle FS2041
Tightening torque 4,5-14 Nm
——y—— Interchalngeahle blade FS2051 (SW 4)
for cartridge
C— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)

Indexable inserts

P M K N S H|lO
HC HC HC HCHW| HC  |HC|HC
nion un v xXmun ninl oln 0| xin
AR A A AN A e
r b olo|la|lalS|3d3|ald¥Xalaja|lZ|a(=2(2|al|2
X XX NN N X XXX XIXNnNn w o X
Designation mm mm A A A R A
SDHX1204AZR-A88 7.5 S )]
)
SatVAVAVAV
SDGT1204AZN-F57 03 18 DD VSO VS S S |8
@ SDGT1204AZN-G77 03 14 = = =
SDHT1204AZN-G88 03 L4 ()]
SDMT1204AZN-D57 03 14 DD VO BSOS S =B
SDMT1204AZN-F57 03 18 DB B 2 B[® IR o
SDMW1204AZN-A57 03 14 S S &
HC = Coated carbide
HW = Uncoated carbide
o0
i kpiece imary
14y of machine, wor! Pn_ )
St:\tr’\“d‘tcy\amping arrangement application
[
Other'
Moderate application
Very good Good
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Face milling cutters

F2010

SD .. 1204AZN
- Adjustable runout
- F tting ed indexable insert % i
our cutting edges per indexable inser 5° @ Wiper

@4/‘3 o M SR N
F2010 %0 00 00 00 00 o o

No. of
Tool D¢ D, dg I, Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Parallel bore * F2010.UB.076.Z06.06R758M 3,000 | 3,551 1,000 2,000 | 0276 6 2.4 6
DIN 138 transverse keyway SD .. 1204AZN
* F2010.UB.102.207.06R758M 4,000 | 4551 1.250 2,000 | 0276 7 4,3 7 SDHX1204A7R
* F2010.UB.127.208.06R758M 5,000 | 5551 1.500 2,500 | 0,276 8 7.5 8
Parallel bore SD .. 1204AZN
DIN 138 transverse keyway * F2010.UB.152.210.06R758M 6,000 | 6,551 1.500 2,500 | 0,276 10 13,1 10 SDHX1204A7R
Do DefbA— o
g T*Lc
Parallel bore * F2010.UB.203.Z12.06R758M 8,000 | 8551 2.50/4.0 2,500 | 0,276 12 216 12
DIN 138 transverse keyway * F2010.UB.254.Z12.06R758M | 10,000 | 10551 | 250/40 | 2500 | 0276 | 16 | 396 | 16 23}4&1122%[2;22,\»‘2
) * F2010.UB.254.216.06R758M 10,000 | 10,551 2.50/4.0 2,500 | 0,276 12 38,6 12
{ pur
Da Dc ’i = E d
\ JLii *
At
b1 —|
Parallel bore SD .. 1204AZN
DIN 138 transverse keyway * F2010.UB.305.Z18.06R758M 12,000 | 12,551 | 2.50/4.0/7.0 | 2,500 | 0,276 18 495 18 SDHX1204AZR
I
:?: T
] [~ Lc
~— 1,

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range

338 Indexable insert milling cutters



Milling tools with indexable inserts

Assembly parts

— |IUJl=II_TEI=!

D¢ [Inch] 3,000 4,000 5,000-6,000 8,000-12,000
Cartridge for tool body FR758M FR758M FR758M FR758M
Clamping screw for cartridge FS247 (SW 4) FS247 (SW 4) FS247 (SW 4) FS247 (SW 4)
Tightening torque 8,0 Nm 8,0 Nm 8,0 Nm 8,0 Nm

Clamping screw for indexable insert

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

Tightening torque 3,5Nm 3,5Nm 3,5Nm 3,5Nm
Adjusting pin FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20)
Clamping screw FS1519 FS1565 FS1566
for arbour-mounted tools
Accessories
D¢ [Inch] 3,000-12,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
———— Interchanggable blade FS2014 (Torx 15IP)
for screwdriver
Torque T-handle FS2042
Tightening torque 4,5-14 Nm
———— Intercha_ngeable blade FS2051 (SW 4)
for cartridge
@=— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)
Indexable inserts
P M K N S H|O
HC HC HC HCHW| HC HC|HC
nioln n Ll xn 0ninl voln 0| xln
1859239588888 23F%as
r b clalala|22|ald|Xalala|Zal22|aT|2
¥ X ¥ nln o< XXX XXX onon X
Designation mm mm 2222|2232 22 (222222
SDHX1204AZR-A88 75 S o))
)
=/ NN
SDGT1204AZN-F57 03 18 DO BSOS 8BS OB S B
@ SDGT1204AZN-G77 03 1.4 = n s
SDHT1204AZN-G88 03 14 S
SDMT1204AZN-D57 0,3 14 OO VO BSOS S B
SDMT1204AZN-F57 0,3 18 DO B B S 0o
SDMW1204AZN-A57 03 14 S CoE
HC = Coated carbide
HW = Uncoated carbide
(Y
; orkpiece Primary
ity of machine, W mar
St:\tr’\“d‘ cylamp'mg arrangement application
[}
Oother
jication
4 Moderate applicati
Very good  ©°°
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

F2010 [ mm |
XN . U0705 ..

- Adjustable runout
- 14 cutting edges per indexable insert

7P| | =P BN M EEEEE——— Y
F2010 o0 00 oo o0

No. of
Tool D¢ Dy dg lg Lc indexable

Designation mm mm mm mm mm z inserts Type
Parallel bore XN . U0705 ..
DIN 138 transverse keyway % F2010.B.080.206.04.R759M 80 90 27 50 4 6 1.2 6 XNGX0705ANN

Parallel bore % F2010.B.100.207.04.R759M 100 | 110 32 50 4 7 18 7 XN U0705 .
DIN 138 transverse keyway * F2010.B.125208.04R759M 125 | 135 40 63 | 4 | 8 | 35 | 8 |XNGXO705ANN
{ T‘ff; i
Dg Defr—+—Fd1
*T‘Lc
<—|44>
Parallel bore % F2010.B.160.210.04.R759M 160 | 170 | 40/40B | 63 4 10 | 55 | 10
DIN 138 transverse keyway * F2010.8.200.212.04.R759M 200 | 210 | 60/50B 63 4 12 | 83 | 12 |wn uo7os.
Iy * F2010.B.250.212.04.R759M 250 | 260 60/50 B 63 4 12 | 147 | 12 | XNGXO705ANN
{ ‘ * F2010.B.250.216.04.R759M 250 | 260 | 60/50B | 63 4 16 | 146 | 16
DaDc’i*kEdl
L
f— 1, —
Parallel hore % F2010B.315.214.04R759M 315 | 325 |60/50-60BB| 80 4 1 | 263 | 14 [xn uovos.
DIN 138 transverse keyway * F2010.8315218.04 R750M 315 | 325 |60/50-60BB| 80 4 18 | 262 | 18 |XNGXO705ANN

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D¢ [mm] 80-315
Cartridge for tool body FR759M
Clamping screw for cartridge FS247 (SW 4)
Tightening torque 8,0 Nm
Clamping screw for indexable insert FS2119 (Torx 15IP)
Tightening torque 3,0 Nm
Adjusting pin FS303 (Torx 20)
Accessories
D¢ [mm] 80-315
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
———— Interchanggable blade FS2014 (Torx 15IP)
for screwdriver
Torque T-handle FS2041
Tightening torque 4,5-14 Nm
@=— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
———— Intercha_ngeable blade FS2051 (SW 4)
for cartridge
% 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)

Indexable inserts

[ M N S H|lOD
HC HC HC HCHW| HC  |HC|HC
nion un R Xun nunvoln 0 |xXn
R EREIE RN R EBEEEEE
r b olojlalalS|3d3|a|l¥|¥Xlala|a|Z|a|=(2| a2
¥ XX N NN WX X X X XIXEOnwnunowmw I X
Designation mm mm AR AR A A A A A
XNGUO705ANN-F57 038 11 ODORS |8 S W W
@ XNGUO705ANN-F67 08 11 DOV B I3
XNGX0705ANN-F67 5,7 S S S
XNMUQ70508-F57 038 OOV S | S W W ("]
@ XNMUO705ANN-F27 08 11 COEE S O DWW
XNMUO705ANN-F57 038 11 SO B S | GRS (]
XNMUO705ANN-F67 08 11 DS O COE R S %
XNGX0705ANN-F67 wiper insert only in combination with XNGUO705ANN . . HC = Coated carbide

HW = Uncoated carbide
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

F2010
XN . U0705 ..

- Adjustable runout
- 14 cutting edges per indexable insert

7P| | =P BN M EEEEE——— Y
F2010 o0 00 oo o0

No. of
Tool Dc D, d; I Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Parallel bore * F2010.UB.076.206.04R759M 3,000 | 3,394 1,000 2,000 | 0,157 6 2.4 6
DIN 138 transverse keyway XN . U0705 ..
* F2010.UB.102.Z07.04R759M 4,000 | 4,394 1.250 2,000 | 0,157 7 4,3 7 XNGXO705ANN
* F2010.UB.127.208.04R759M 5,000 | 5394 1.500 2,500 | 0,157 8 75 8
Parallel bore XN . U0705 ..
DIN 138 transverse keyway * F2010.UB.152.Z10.04R759M 6,000 | 6,394 1.500 2,500 | 0,157 10 131 10 XNGXO705ANN
Do DefbA— o
g T*Lc
*lb*
Parallel bore * F2010.UB.203.Z12.04R759M 8,000 | 8,394 2.50/4.0 2,500 | 0,157 12 216 12
DIN 138 transverse keyway XN . U0705 ..
* F2010.UB.254.212.04R759M 10,000 | 10,394 | 2.50/4.0 2,500 | 0,157 16 39,6 16 YNGX0705ANN
N * F2010.UB.254.Z16.04R759M 10,000 | 10,394 | 2.50/4.0 2,500 | 0,157 12 38,6 12
{ .
Da Dc ’i = E d
\ JLii *
L
=l —
Parallel bore XN . U0705 ..
DIN 138 transverse keyway * F2010.UB.305.Z18.04R759M 12,000 | 12,394 | 2.50/4.0/7.0 | 2,500 | 0,157 18 49,5 18 XNGX0705ANN
Da De d
:?: T
= =L
-l —

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D¢ [Inch] 3,000 4,000 5,000-6,000 8,000-12,000
Cartridge for tool body FR759M FR759M FR753M FR753M
Clamping screw for cartridge FS247 (SW 4) FS247 (SW 4) FS247 (SW 4) FS247 (SW 4)
Tightening torque 8,0 Nm 8,0 Nm 8,0 Nm 8,0 Nm
Clamping screw for indexable insert FS2119 (Torx 15IP) FS2119 (Torx 15IP) FS2119 (Torx 15IP) FS2119 (Torx 15IP)
Tightening torque 3,0 Nm 3,0 Nm 3,0 Nm 3,0 Nm
Adjusting pin FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20)
Clamping screw FS1519 FS1565 FS1566
for arbour-mounted tools

Accessories
D¢ [Inch] 3,000-12,000

@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm

G| ] Torque screwdriver, digital FS2248

Tightening torque 1,0-6,0 Nm

———— Interchange_able blade FS2014 (Torx 15IP)
for screwdriver
Torque T-handle FS2042
Tightening torque 4,5-14 Nm

————= Interchalngeable blade FS2051 (SW 4)
for cartridge

@:— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)

/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)

Indexable inserts

P M N S H|lO
HC HC HC HCHW| HC  |HC|HC
niounwn i xXn niunl vln 0 Xin
[leegR g2 g 888 Y l8E9 eS8
b olojlalalS|3d3|a|l|¥lala|la|Z|a|=(2| a2
r ¥ ¥ XN nnwn I X XXX XXnnonI@x
Designation mm mm A A A A A A
XNGUO705ANN-F57 08 11 DOV B R E
@ XNGUO705ANN-F67 038 11 SO B S | S W W
XNGX0705ANN-F67 5,7 S S S
XNMU070508-F57 038 DD | CoE-gE
@ XNMUO705ANN-F27 08 11 CoIEaE CACTE AR
XNMUO705ANN-F57 08 11 DO S | R gE ]
XNMUO705ANN-F67 08 11 DS O = O W W S|
XNGX0705ANN-F67 wiper insert only in combination with XNGUO705ANN . . HC = Coated carbide

HW = Uncoated carbide
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Milling tools with indexable inserts

Heptagon face milling cutters

M3024 [ mm |

XN . U0705 ..
Walter BLAXX

- 14 cutting edges per indexable insert

D

vev P M K N S H o
, , M3024 oo oo oo Y
No. of
Tool D¢ D, dp Iy Iy Lc indexable
Designation mm mm mm mm mm mm z inserts Type
ScrewFit XN . U0705 ..
M3024-040-T36-03-04 4 | s0 | T36 | 40 4 3 | o4 3 | INGXOTOSANN
[’
ScrewFit
Shank DIN 1835 B XN . U0705 ..
M3024-040-W40-03-04 4 | 50 40 40 | 110 | 4 3 1.0 3 | YNGXDT0SANN
Parallel bore M3024-040-B16-03-04 4 | 50 16 40 4 3 | 05 3
DIN 138 transverse keyway M3024-050-B22-04-04 50 | 60 22 40 4 4 05 4
T — M3024-050-B22-05-04 50 | 60 22 40 4 5 | 05 5
M3024-063-B22-05-04 63 | 73 22 40 4 5 | 08 5
0 M3024-063-B22-06-04 63 | 73 22 40 4 6 | 08 6
a i XN . U705 ..
Dc M3024-080-B27-06-04 80 | 90 27 50 4 6 15 6 | YNGXDT0SANN
M3024-080-B27-07-04 80 | 90 27 50 4 7 15 7
M3024-100-B32-07-04 100 | 110 | 32 50 4 7 | 27 7
M3024-100-B32-08-04 100 | 110 | 32 50 4 8 | 27 8
- |“LC M3024-125-B40-08-04 125 | 135 | 40 63 4 8 | 43 8
M3024-125-B40-10-04 125 | 135 | 40 63 4 10 | 43 | 10
Parallel bore M3024-160-B40-09-04 160 | 170 |40/40B]| 63 4 9 | 65 9 |xN U0705 .
DIN 138 transverse keyway M3024-160-B40-12-04 160 | 170 |40/40B| 63 4 12 | 65 | 12 |XNGX0705ANN
\</
Y
|
Da r
De Cd
e
.
v
->|<-Lc
l—1; —

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

D¢ [mm]

Shim for indexable insert

40-125

AP800-XN0705 H81

— |IUJl=II_TEI=!

= . . FS2068 (SW 3,5)
ﬂgm
- Clamping screw for shim 4.5 Nm
'E ‘ﬁ. Clamping screw for indexable insert FS2279 (Torx 15IP)
A — Tightening torque 3,0 Nm
Accessories
D¢ [mm] 40-125 160
@] Torque screwdriver, analogue FS2003 FS2003
Tightening torque 1,5-5,0 Nm 1,5-5,0 Nm
| Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm
Torque T-handle FS2041 FS2041
Tightening torque 4,5-14,0 Nm 4,5-14,0 Nm
————=
'f”te.mha”geap'e blade FS2014 (Torx 15IP) FS2014 (Torx 15IP)
or indexable insert
S Interchangeable blade for shim FS2566 (SW 3.5) FS2566 (SW 3.5)
C—— Screwdriver FS1485 (Torx 15/P) FS1485 (Torx 15/P)
/ Key for screw for shim 1S02936-3,5 (SW 3,5) 1S02936-3,5 (SW 3,5)
EIE% Sealing disc set, complete FS936 COMPLETE SET
O Gasket 0-R 96X4
Indexable inserts
P M K N S H|O
HC HC HC HCHW| HC HC|HC
= >
220285 R, R 888w 858 xn
N2 F NN Mm@ (F =D
r b alalala|2|S|ald¥Xala|lalZa(2(2|a|l2
¥ ¥ ¥ 0| 0ndhon <X XXX ED DO IX
Designation mm mm AR AR A A A A A
XNGUO705ANN-F57 08 11 DOOBRS B GOk
@ XNGUO705ANN-F67 08 11 DO S B S W/
XNGX0705ANN-F67 5,7 S C)C)
XNMU070508-F57 0,8 DODOB D S
@ XNMUO705ANN-F27 08 11 COEE S CACIE AR
XNMUO705ANN-F57 08 11 CCCIEAC) S BB =]
XNMUO705ANN-F67 08 11 DOD & S W S8
XNGX0705ANN-F67 wiper insert only in combination with XNGUO705ANN . . HC = Coated carbide
HW = Uncoated carbide
o0
ine, workpiece primary
ity of machine, W mar)
Stﬂ' cylamp'mg arrangement application
°
&
jcation
Good Moderate applicati
Very good
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J— | |IUJn|_-rER Milling tools with indexable inserts

Heptagon face milling cutters

M3024

XN . U0705 ..
Walter BLAXX

- 14 cutting edges per indexable insert Wiper
ase| L] [P

7P| | =P BN M EEEEE——— Y
M3024 o0 00 oo o0

No. of
Tool D¢ Dy d; I Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Shank DIN 1835 B XN . U0705 ..
M3024.038-W38-03-04 1500 | 1,886 | 0375 | 1500 | 0157 3 18 3 XNGX0705ANN

Parallel bore M3024.038-B13-03-04 1,500 | 1.886 | 0500 | 1575 | 0157 | 3 05 3

DIN 138 transverse keyway M3024.051-B19-04-04 2000 | 2,386 | 0750 | 1575 | 0157 | 4 13 4
M3024.064-B26-06-04 2500 | 2,886 | 1.000 | 1575 | 0157 | 6 18 6
M3024.076-B26-07-04 3000 | 3386 | 1,000 | 1969 | 0157 | 7 30 7 ;HG;J(?;[?;ANN
M3024.102-B31-08-04 4,000 | 4386 | 1.250 | 1969 | 0157 | 8 48 8
M3024.127-B38-10-04 5000 | 5386 | 1.500 | 2480 | 0157 | 10 9.9 10
M3024.152-B38-12-04 6,000 | 6386 | 1500 | 2480 | 0157 | 12 | 157 | 12

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

— |IUJl=II_TEI=!

D [Inch] 1,500 2,000 2,500-3,000 4,000 5,000-6,000
Shim for indexable i ¢ AP800-XN0705 AP800-XN0705 AP800-XN0705 AP800-XN0705 AP800-XN0705
m for indexable inser He1 He1 H81 H81 He1
a . rew for shi FS2068 (SW 3,5) | FS2068 (SW 3)5) | FS2068 (SW 3)5) | FS2068 (SW 35) | FS2068 (SW 3,5)
AmpINg Screw Tor shim 4,5 Nm 4,5Nm 4,5Nm 4,5Nm 4,5Nm
Clamping screw for indexable insert | FS2279 (Torx 15IP) | FS2279 (Torx 15IP) | FS2279 (Torx 15IP) | FS2279 (Torx 15IP) | FS2279 (Torx 15IP)
Tightening torque 3,0Nm 3,0Nm 3,0 Nm 3,0 Nm 3,0Nm
%‘:’:ﬁ)‘;‘ﬁfgﬁn’me 4 tools FS1597 FS1523 FS1519 FS1339 FS1583
Accessories
D¢ [Inch] 1,500-6,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5 | | Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
Torque T-handle FS2041
Tightening torque 4,5-14,0 Nm
——y—— Interchangeable blade
for indexable insert FS2014 (Torx 151P)
— -y Interchangeable blade for shim FS2566 (SW 3,5)
@): Screwdriver FS1485 (Torx 15IP)
/ Key for screw for shim 1S02936-3,5 (SW 3,5)
Indexable inserts
P M N S H|O
HC HC HC HCHW HC HC|HC
nioln n Ll xn ninloln 0 xXln
R T I N P
r b claa|al2|S|a | ¥lalala|Z a2 a2
¥ ¥ ¥ 0| 0onoun <X X XXX KEDD o0 IX
Designation mm mm A A A A A A
XNGUO705ANN-F57 0,8 11 DOOBS B SN
@ XNGUO705ANN-F67 08 11 DOV B GRS
XNGX0705ANN-F67 5,7 S S
XNMU070508-F57 0,8 DO D SN S
@ XNMUO705ANN-F27 08 11 COEE S CACCIE AR
XNMUO705ANN-F57 0,8 11 DO D S S
XNMUO705ANN-F67 0,8 11 DO OB S S B
XNGX0705ANN-F67 wiper insert only in combination with XNGUO705ANN . . HC = Coated carbide
HW = Uncoated carbide
°0
i kpiece imary
<4y of machine, Wor Priman
Staatr’\gtcylamp'mg arrangement application
[
Other
Moderate application
Very good Good
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J— | |IUJn|_-rER Milling tools with indexable inserts

Heptagon face milling cutters

M3024 [ mm |

XNMUOS0O6ANN
Walter BLAXX

- 14 cutting edges per indexable insert

P M K N S H 0
g M3024 oo oo oo (X}

No. of
Tool Dc D, dg I Lc indexable
Designation mm mm mm mm mm z inserts Type
Parallel bore M3024-063-B22-05-06 63 76 22 40 6 5 0.6 5
DIN 138 transverse keyway M3024-080-B27-06-06 80 93 27 50 6 6 14 6
_ XNMUO906ANN
M3024-100-B32-07-06 100 113 32 50 6 7 2,7 7
M3024-125-B40-08-06 125 138 40 63 6 8 4,2 8
Parallel bore M3024-160-B40-09-06 160 173 | 40/40B 63 6 9 6,5 9 XNMUO906ANN
DIN 138 transverse keyway
\iz
beo
Da [
De L
=
Y é_/_

g i

l— 14—

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Assembly parts

D¢ [mml]

Shim for indexable insert

63-160

AP800-XN0S06 H81

e

Clamping screw for shim FS2091 (SW 5)
(i ‘ﬁ. Clamping screw for indexable insert FS2112 (Torx 20IP)
A — Tightening torque 5,0 Nm
Accessories
D¢ [mm] 63-125 160
@] Torque screwdriver, analogue FS2003 FS2003
Tightening torque 1,5-5,0 Nm 1,5-50Nm
=il Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm
—— -y Interchangeable blade FS2015 (Torx 20IP) FS2015 (Torx 20IP)
@:— Screwdriver FS1486 (Torx 20IP) FS1486 (Torx 20IP)
% Key for screw for shim 1S02936-5 (SW 5) 1S02936-5 (SW 5)
O Gasket 0-R 96X4
Sealing disc set FS936 COMPLETE SET
(incl. gasket and screws)
Indexable inserts
P M K N S
HC HC HC HCHW|  HC
niolun n Qi xun nin voln 0| xln
NMEEEEEEREIRHEREEIREIEE
r b aclalala|2|2|ald X alala|Za2=2a
¥ XX N0 nn<c X XXX 0D 0non
Designation mm mm 222|222 2222|222
XNMUO90BANN-F27 0.8 14 S S S
@ XNMUO90BANN-F57 0.8 14 DO /BSOS [ S S
XNMUOY06ANN-F67 0.8 14 DS = S =
HC = Coated carbide
HW = Uncoated carbide
)
; orkpiece Primary
ity of machine, W mar
St::\“d‘ cylamp'mg arrangement application
[}
Oother
jication
4 Moderate applicati
Very good  ©°°
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J— | |IUJn|_-rER Milling tools with indexable inserts

Heptagon face milling cutters

M3024

XNMUOS0O6ANN
Walter BLAXX

- 14 cutting edges per indexable insert

P M K N S H 0
g M3024 oo oo oo (X}

No. of
Tool D¢ D, dp Iy, Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Parallel bore M3024.064-B26-05-06 2,500 3,006 1,000 1,575 0,236 5 1.8 5
DIN 138 transverse keyway M3024.076-B26-06-06 3000 | 3,506 | 1,000 | 1,969 | 0236 | 6 2.9 6
_ XNMUQ906ANN
M3024.102-B31-07-06 4,000 4,506 1,250 1,969 0,236 7 6,2 7
M3024.127-B38-08-06 5,000 5,506 1,500 2,480 0,236 8 9.8 8
Parallel bore M3024.152-B38-09-06 6,000 6,506 1,500 2,480 0,236 9 15,7 9 XNMUO906ANN
DIN 138 transverse keyway
\i/
L
Da [
Dc td
b
me=a
Y é_/_

v

l— 14—

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

— |IUJl=II_TEI=!

D¢ [Inch] 2,500 3,000 4,000 5,000-6,000
Shim for indexable insert AP800-XN0906 H81 AP800-XN0906 H81 AP800-XN0906 H81 AP800-XN0906 H81
Clamping screw for shim FS2091 (SW 5) FS2091 (SW 5) FS2091 (SW 5) FS2091 (SW 5)
Clamping screw for indexable insert FS2112 (Torx 20IP) FS2112 (Torx 20IP) FS2112 (Torx 20IP) FS2112 (Torx 20IP)
Tightening torque 5,0 Nm 5,0 Nm 5,0 Nm 5,0 Nm
Clamping screw FS1586 FS1519 FS1339 FS1583
for arbour-mounted tools
Accessories
D¢ [Inch] 2,500-6,000
@] Torque screwdriver, analogue FS2002
Tightening torque 0,4-1,2Nm
5 | | Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
_— Interchangeable blade FS2015 (Torx 20I1P)
@): Screwdriver FS1486 (Torx 20IP)
/ Key for screw for shim 1S02936-5 (SW 5)
Indexable inserts
P M K N S
HC HC HC HCHW|  HC
nioln nll xn ninloln 0 xln
Q88922958 88858229
r b alalala 2| S|lald¥xala|la|lZ o222
X X X0 v XXX ononun
Designation mm mm A EAE AR A A
XNMUO90BANN-F27 0,8 14 S S S
@ XNMUO9OBANN-F57 08 14 DS BS B o S
XNMUO9OBANN-F67 0,8 14 DS = SN 3
HC = Coated carbide
HW = Uncoated carbide
)
i kpiece imary
“ity of machine, wor Priman
St:utr’\“d‘tcylamping arrangement application
[}
Oother
jication
4 Moderate applicati
Very good  ©°°
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J— | |IUJn|_-rER Milling tools with indexable inserts

High-feed face milling cutters

M4002 [ mm |

- Four cutting edges per indexable insert 15° Ej

@ @ III P M K N S H 0
@ g @ ‘ﬁ? M4002 oo 00 oo e o

No. of
TOOI Dc Da * dp Iy I Lc ar indexable
Designation mm mm mm mm mm mm mm z inserts Type
ScrewFit M4002-020-T18-02-01 8 20 T18 30 1 57 2 0.1 2 SDM . 06T2 ..
——— M4002-025-T22-02-01,5 8 25 T22 40 15 8.4 2 0.1 2 SDM . 09T3 ..
E"? M4002-025-T22-03-01 13 25 T22 35 1 57 3 01 3 SDM . 06T2 ..
M4002-032-T28-03-01,5 15 32 T28 40 15 8.4 3 0.2 3 SDM . 0973 ..
I!“\\\‘} M4002-032-T28-04-01 20 32 T28 40 1 57 4 0.2 4 SDM . 0672 ..
crewFit
M4002-035-T28-03-01,5 18 35 T28 40 15 8.4 3 0.2 3 SDM . 09T3 ..
M4002-035-T28-03-01 23 35 T28 40 1 57 3 0.2 3
SDM . 0672 ..
M4002-035-T28-04-01 23 35 T28 40 1 57 4 0.2 4
M4002-040-T36-04-01,5 23 40 T36 40 15 8.4 4 0.3 4 SDM . 0973 ..
M4002-040-T36-05-01 28 40 T36 40 1 57 5 0.4 5 SDM . 0672 ..
M4002-042-T36-03-01,5 25 42 T36 40 15 8.4 3 0.3 3 SDM . 0973 ..
M4002-042-T36-04-01 30 42 T36 40 1 57 4 0.4 4
SDM . 06T2 ..
M4002-042-T36-05-01 30 42 T36 40 1 57 5 0.4 5
Parallel shank M4002-020-A20-02-01 8 20 20 30 200 1 57 2 05 2
— ‘ M4002-025-A25-03-01 13 25 25 35 200 1 57 3 0.8 3 SDM . 06T2 ..
Daf Oc d
I N 1™ M4002-032-A32-04-01 20 32 32 40 250 1 57 4 15 4
e
[}

* Measured using SDM.06T204, SDM.09T308, SDM.120408
Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Assembly parts

SDM . 06T2 .. SDM . 09T3 ..
'E%ﬁ. Clamping screw for indexable insert FS2084 (Torx 7IP) FS2266 (Torx 10IP)
ii I Tightening torque 0,9Nm 2,0 Nm
Accessories
Type SDM . 06T2 .. SDM . 09T3 ..

@] Torque screwdriver, analogue FS2001 FS2003
Tightening torque 0,4-1,2 Nm 1,5-5,0 Nm
-

- Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

- Interchangeable blade FS2011 (Torx 7IP) FS2268 (Torx 10IP)
@=— Screwdriver FS2088 (Torx 7IP) FS2267 (Torx 10IP)
Indexable inserts
P M K s
HC HC HC HC
w0n | X w0 | X
R8/188 5980888885545
b alalalal2S|a|lXlalala|22a
r ¥ ¥ X nn unuwmc| XXX X nn n
Designation mm mm A A
SDMTO6T2ZDR-D57 04 12 GG = £k =
@ SDMTO09T3ZDR-D57 08 12 GG = e o3 =
SDMT06T204-D57 0.4 DOHOBD B OBV S &
SDMTO6T204-F57 0.4 QOO BOBRBS OB WSS ™
SDMT06T212-F57 1.2 COC GRS BWS WS
SDMWO6T204-A57 0.4 GRS ColEgE
SDMT09T308-D57 08 OO BD B OOBVBVS |
SDMT09T308-F57 08 OO BWOBRSD OB WS WS
SDMT09T320-F57 2 COCIREACEE S 8BS WS
SDMW09T308-A57 08 GRS CoE- 3
For SD..120425 indexable inserts, the circumference of the body must be reworked. HC = Coated carbide
R(body) = T(indexable insert)
o0
i kpiece imary
L4y of machine, Wor Priman
St:\?\“d‘tcylamping arrangement application
[
Other
L tion
4 Moderate applicatio
Very good  6°°
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J— | |IUJn|_-rER Milling tools with indexable inserts

High-feed face milling cutters

M4002 [ mm |

- Four cutting edges per indexable insert 15° @

@ @ III P M K N S H 0
@ g @ W M4002 oo 00 oo e o

No. of
TOOI Dc Da * dl Il. I1 Lc ar indexable
Designation mm mm mm mm mm mm mm z inserts Type

Parallel bore M£4002-040-B16-05-01 28 | 40 | 16 | 40 1 |57] 5 | 02| 5 |som.o672.
DIN 138 transverse keyway M4002-042-B16-04-01,5 5 | 42 | 16 | 40 15| 84| 4 | 02| 4 |som.o9T3.

M4002-042-B16-04-01 30 | 42 | 16 | 40 1 |57 ] 4 |o02] 4
SDM . 0672 ..

M4002-042-B16-05-01 30 | 42 | 16 | 40 1 | s57] 5 [o02] 5

M4002-050-B22-04-02 27 | s0 | 22 | 40 2 |14 4 03| 4
SDM . 1204 ..

M4002-050-B22-05-02 27 | s0 | 22 | a0 2 | 14] 5 | 03| s
M4002-050-B22-05-01,5 33 | 50 | 22 | 40 15| 84| 5 | 03| 5 |som.o9T3.
M4002-050-B22-07-01 38 | 50 | 22 | 40 1 |57 ] 7 | 04| 7 |sDm.o6T2.

M4002-052-B22-03-02 29 | s2 | 22 | 40 2 |14 3 | os| 3
M4002-052-B22-04-02 29 | s2 | 22 | 40 2 | 124] 4 [ 03| 4 |som.1204.

M4002-052-B22-05-02 29 | 52 | 22 | a0 2 | 14| 5 | oa]| s

M4002-052-B22-04-01,5 35 | 52 | 22 | a0 15| 84| 4 | 04| 4
SDM . 0973 ..

M4002-052-B22-05-01,5 35 | 52 | 22 | 40 15| 84| 5 | 0s]| 5

M4002-052-B22-06-01 4 | s2 | 22 | 40 1 |57 ] 6 |o0s] 6
SDM . 0672 ..

M4002-052-B22-07-01 6w | 52 | 22 | a0 1 |57 ] 7 |os]| 7

M4002-063-B22-05-02 w | 63 | 22 | 40 2 | 114] 5 06| 5
SDM . 1204 ..

M4002-063-B22-06-02 w0 | 63 | 22 | 40 2 | 124] 6 | 05| 6
M4002-063-B22-06-01,5 46 | 63 | 22 | s0 15| 84| 6 | 08| 6 |som.o9T3.
M4002-063-B22-08-01 51 | 63 | 22 | 40 1 |57 ] 8 | 06| 8 |sDM.o6T2.

M£4002-066-B27-04-02 43 | 66 | 27 | 50 2 | 1s] 4 | o8| 4
M4002-066-B27-05-02 43 | 66 | 27 | 50 2 | 114] 5 | 08| 5 |som.1204.

M4002-066-B27-06-02 43 | 66 | 27 | 50 2 |114] 6 | 08| 6

M4002-066-B27-05-01,5 49 | 66 | 27 | s0 15| 84| 5 | 08| 5
SDM . 0973 ..

M4002-066-B27-06-01,5 49 | 66 | 27 | s0 15| 84| 6 | 08| 6

M4002-066-B27-07-01 56 | 66 | 27 | 50 1 |57 ] 7 | o9 ]| 7
SDM . 0672 ..

M4002-066-B27-08-01 56 | 66 | 27 | 40 1 |57 ] 8 | o8] 8

M4002-080-B27-06-02 57 | 80 | 27 | s0 2 | 1s] 6 | 13| 6

M4002-080-B27-08-02 57 | 80 | 27 | s0 2 |14 8 | 13| 8

M4002-085-B27-05-02 62 | 85 | 27 | s0 2 |14 5 | 15| 5

M4002-085-B27-06-02 62 | 85 | 27 | 50 2 | 14| 6 | 14| s
SDM . 1204 ..

M4002-085-B27-08-02 62 | 85 | 27 | 50 2 | 14] 8 | 15| s

M4002-100-B32-07-02 77 | 100 | 32 | 60 2 s 7 | 26| 7

M4002-100-B32-09-02 77 | 100 | 32 | 60 2 |14 9 | 26| 9

M£4002-125-B40-08-02 102 | 125 | 40 | 60 2 | 14| 8 | 30| s

* Measured using SDM.06T204, SDM.09T308, SDM.120408
Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

SDM . 06T2 ..

SDM . 09T3 ..

— |IUJl=II_TEI=!

SDM . 1204 ..

'E%ﬁ. Clamping screw for indexable insert FS2084 (Torx 7IP) FS2266 (Torx 10IP) FS1453 (Torx 15IP)
ii I Tightening torque 0,9 Nm 2,0 Nm 3,5Nm
Accessories
Type SDM . 06T2 .. SDM . 09T3 .. SDM . 1204 ..
@] Torque screwdriver, analogue FS2001 FS2003 FS2003
Tightening torque 0,4-1,2 Nm 1,5-5,0 Nm 1,5-5,0 Nm
- Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm

Interchangeable blade

FS2011 (Torx 7IP)

FS2268 (Torx 10IP)

FS2014 (Torx 15IP)

i

Screwdriver

FS2088 (Torx 7IP)

FS2267 (Torx 10IP)

FS1485 (Torx 15IP)

Indexable inserts

P M K s
HC HC HC HC
889858, 8888888
r b A EEEIEE I EEEEE
Designation mm mm A A
SDMT06T2ZDR-D57 0.4 12 GG = o =n
SDMT09T3ZDR-D57 08 1.2 GG = n ™% ®
SDMT1204ZDR-D57 038 18 Gk ) 3 ]
SDMT06T204-D57 0.4 OOV D B OB W/S B
SDMTO6T204-F57 0.4 SDODBDBBRD HNBNOBS
SDMT06T212-F57 1.2 GGG E S e AR 3R
SDMWO06T204-A57 0.4 CoE R S
SDMT09T308-D57 038 QOO BVD B OOBBS |
SDMTO09T308-F57 0.8 DOOBONBS OB WS W ™
SDMT09T320-F57 2 COCIRACEE S e AR 3R
SDMWO09T308-A57 038 CoER S|
SDMT120408-D57 038 OO VD B OOBB/S |
SDMT120408-F57 0.8 DOOBONBS OB ®NSN®
SDMT120425-F57 25 COCR A e B8O BB
SDMW120408-A57 038 IR CoE- 3
For SD..120425 indexable inserts, the circumference of the body must be reworked. HC = Coated carbide
Rbody) = T(indexable insert)
iece oe
. e 3
e I
[
a Other'
Moderate application
Very good Good
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J— | |IUJn|_-rER Milling tools with indexable inserts

High-feed face milling cutters

M4002

- Four cutting edges per indexable insert 15° @

@ @ III P M K N S H 0
@ g @ W M4002 oo 00 oo e o

Tool Dc Dax dy Iy I Lc a Lt
Designation Inch Inch Inch Inch Inch Inch Inch z inserts Type
ScrewFit M4002.019-T18-02-01 0,291 | 0.750 | 0,728 | 1,181 00390224 2 | 01| 2 |som.oeT2.
— M4002.026-T22-02-01,5 0,339 | 1,000 | 0,866 | 1,575 0059|0331 2 | 00 | 2 |som.oor3.
Edﬁ M4002.026-T22-03-01 0,543 | 1,000 | 0,866 | 1,378 0039|0224 3 | 02 | 3 |som.o6T2.
M4002.031-T28-03-01,5 0,593 | 1,250 | 1,102 | 1,575 00590331 3 | 04 | 3 |sDM.o09T3.
I!'}}E\v!}m M4002.031-T28-04-01 0,795 | 1,250 | 1,102 | 1,575 0039 |0224| 4 | o5 | 4 |som.o6T2.
M4002.038-T36-04-01,5 0,843 | 1,500 | 1,417 | 1575 0059]0331| 4 | 06 | 4 |som.ooT3.
M4002.038-T36-05-01 1,043 | 1500 | 1,417 | 1575 0039|0224 5 | 08 | 5 |som.o6T2.
Parallel shank M4002.019-A19-02-01 0,291 | 0750 | 0,750 | 1,181 | 7,874 | 0,039 | 0224 | 2 | 09 | 2
Dﬁ - MA002026-A26-03-01 0,543 | 1,000 | 1,000 | 1,378 | 7.874 | 0,039 | 0224 | 3 | 17 | 3 |som.o6T2.
A [ M4002.031-A31-04-01 0,795 | 1,250 | 1,250 | 1,575 | 9,843 | 0,039 | 0224 | 4 | 32 | 4
N h
Parallel bore M4002.038-B13-05-01 1,043 | 1,500 | 0,500 | 1,378 0039]0224| 5 | 04 | 5 |SDM.06T2.
DIN 138 transverse keyway M4002.051-B19-04-02 1,094 | 2,000 | 0,750 | 1,575 0079 | 0449 | 4 | 08 | 4 |SDM.1204.
M4002.051-B19-05-01,5 1,337 | 2,000 | 0,750 | 1,575 0059|0331 5 | 08 | 5 |som.o9T3.
M4002.051-B19-07-01 1,543 | 2,000 | 0,750 | 1,575 0039|0224 7 | 08 | 7 |som.o6T2.
M4002.064-B19-05-02 1,594 | 2,500 | 0,750 | 1,969 0079 |0449| 5 | 13 | 5 |SDM.1204..
M4002.064-B19-06-01,5 1,843 | 2500 | 0,750 | 1,969 00590331 6 | 18 | 6 |SDM.09T3.
M4002.064-B26-08-01 2,043 | 2,500 | 1,000 | 1,969 0039|0224 8 | 17 | 8 |som.oeT2.
M4002.076-B26-06-02 2,094 | 3,000 | 1,000 | 1,969 o079 ous| 6 [ 28 [ 6 [
M4002.102-B38-07-02 3,094 | 4,000 | 1,500 | 2,480 0079 |0449| 7 | 58 | 7

* Measured using SDM.06T204, SDM.09T308, SDM.120408
Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Assembly . SDM . 06T2 .. SDM . 09T3 .. SDM . 1204 ..
ype
parts D¢ [Inch] 0,291-0,795 1,043 1,543 2,063 0,339-0,843 1,337-1,843 1,094-1,594 2,094 3,094
N N Clamping screw for FS2084 FS2084 FS2084 FS2084 FS2266 FS2266 FS1453 FS1453 | FS1453
,i A=I indexable insert (Torx 7IP) | (Torx 7IP) | (Torx 7IP) | (Torx 7IP) | (Torx 10IP) | (Torx 10IP) | (Torx 15IP) |(Torx 15IP)|(Torx 15IP)
Tightening torque 0,9 Nm 0,9 Nm 0,9 Nm 0,9 Nm 2,0 Nm 2,0 Nm 3,5Nm 3,5Nm 3,5Nm
Clamping screw for FS1527 | FS1523 | FS1519 FS1523 FS1523 | FS1519 | FS1583
arbour-mounted tools
Accessories
Type SDM . 06T2 .. SDM . 09T3 .. SDM . 1204 ..
@] Torque screwdriver, analogue FS2002 FS2004 FS2004
Tightening torque 0,4-1,2 Nm 1,5-5,0 Nm 1,5-5,0 Nm
5| | Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm
e Interchangeable blade FS2011 (Torx 7IP) FS2268 (Torx 10IP) FS2014 (Torx 15IP)
@=— Screwdriver FS2088 (Torx 7IP) FS2267 (Torx 10IP) FS1485 (Torx 15IP)

Indexable inserts

P M K s
HC HC HC HC

%%&Q‘J’wﬁﬂm%u"’»%%@ﬁ%
o r b S 2 2 S B
Designation mm mm AR A
SDMT06T2ZDR-D57 0.4 1.2 CCC)E S = 3 3
SDMT09T3ZDR-D57 08 12 GG = o =
SDMT1204ZDR-D57 08 1.8 GG = o =n
SDMT06T204-D57 0.4 DOOBS B OBV B
SDMTO6T204-F57 0.4 OO BWOBBRGD OB BSEW
SDMT06T212-F57 1.2 COCTIEACTIE R CEAC R

SDMWO06T204-A57 0.4 S W CIEES
SDMT09T308-D57 08 OOV S B SOVVS B
SDMT09T308-F57 038 OO VOBV OB WS W™
SDMT09T320-F57 2 CCIE GRS BV BE

SDMW09T308-A57 0.8 CoE R S|
SDMT120408-D57 0.8 OO BS B OBV B
SDMT120408-F57 038 OOV OB VS OB WS W
SDMT120425-F57 2.5 COCIRACTIE SRS e AR 3R

SDMW120408-A57 08 LIS ek

For SD..120425 indexable inserts, the circumference of the body must be reworked. HC = Coated carbide

R(budy) = I'(mdexab\e insert)

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcanon
[ ]
Other
jication
d Good Moderate applica
Very goo
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

M4003 [ mm |
SD .. 09T3AZN

- Four cutting edges per indexable insert Wiper
2o |/ | |WIP

@@g o M SR N
M4003 %0 00 00 00 00 o o

No. of
Tool D¢ d; I I Lc indexable

Designation mm mm mm mm mm Z inserts Type

Parallel shank M4003-020-A20-02-4.5 20 20 35 110 45 2 03 2

{\ { M4003-025-A25-03-4.5 25 25 35 110 45 3 05 3 gBH'X%%T%’ZZZNR

D PES & M4003-032-A32-04-4.5 32 32 35 110 45 4 07 4

o> +

| |_C

ls—=
Ih

Parallel bore M4003-032-B16-04-4.5 32 16 40 45 4 03 4

DIN 138 transverse keyway M4003-032-B16-05-4.5 32 16 40 45 5 03 5
M4003-040-B16-04-4.5 40 16 40 45 4 0.4 4
M4003-040-B16-06-4.5 40 16 40 45 6 03 6
M4003-050-B22-06-4.5 50 22 40 45 6 05 6
M4003-050-B22-08-4.5 50 22 40 45 8 05 8 |sD._ 09T3AZN
M4003-063-B22-07-4.5 63 22 40 45 7 07 7 | SDHX09T3AZR
M4003-063-B22-10-4.5 63 22 40 45 10 07 10
M4003-080-B27-08-4.5 80 27 40 45 8 13 8
M4003-080-B27-12-4.5 80 27 50 45 12 11 12
M4003-100-B32-09-4.5 100 32 50 45 9 20 9
M4003-100-B32-14-4.5 100 32 50 45 14 20 14

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Assembly parts

D [mm] 20-100
IE%ﬁ. Clamping screw for indexable insert FS2266 (Torx 10IP)
= Tightening torque 2,0 Nm
Accessories

D [mml] 20-100

@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm

Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

- Interchangeable blade FS2268 (Torx 10IP)
@): Screwdriver FS2267 (Torx 10IP)
Indexable inserts
P M K N s H|lo
HC HC HC HCHW| HC  |HC|HC
niounwn L xXn nun voln 0 xXin
R R EINEEEEE
r b olojlalal2|3S|a|l|¥|lala|a|Z|=|=2(2| a2
¥ XXX N NN WX X X X XIXn wn own I X
Designation mm mm A A A A A
/©\ SDHX09T3AZR-A88 56 S )
)
NV AVAVAV
SDGTO9T3AZN-F57 03 L4 OO VO BSOS OB S B
@ SDGTOST3AZN-G77 03 12 3 = =
SDHTO9T3AZN-G88 03 12 S
SDMT09T3AZN-D57 03 1.2 DD VO B S S B
SDMTO09T3AZN-F57 03 L4 DS B/ B/ ok 3
SDMWOIT3AZN-A57 0,3 12 S S S
HC = Coated carbide
HW = Uncoated carbide
o0
i kpiece imary
“ity of machine, wor Priman
St:\?\“d‘tcylamping arrangement application
[
Other'
Moderate application
Very good Good
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

M4003 [ mm |
SD .. 1204AZN

- Four cutting edges per indexable insert @ Wiper
457 vov

@@g o M SR N
M4003 %0 00 00 00 00 o o

No. of
Tool D¢ dy A Iy Lc indexable

Designation mm mm mm mm mm z inserts Type

Parallel shank M4003-025-A25-02-6.5 25 25 35 10 | 65 2 05 2

L{;\ i MA4003-032-A32-03-6.5 32 32 35 110 | 65 3 0.7 3 gBH‘xllzz%iAAzzNR

o DES i M4003-040-A32-04-6.5 40 32 35 10 | 65 4 0.9 4

O +

- =L

[
Ih

Parallel bore M4003-040-B16-03-6.5 40 16 40 6.5 3 0.4 3

DIN 138 transverse keyway M4003-040-B16-04-6.5 40 16 40 6.5 4 0.4 4
M4003-050-B22-04-6.5 50 22 40 6.5 4 0.5 4
M4003-050-B22-05-6.5 50 22 40 65 5 05 5
M4003-063-B22-05-6.5 63 22 40 6.5 5 0.7 5
M4003-063-B22-07-6.5 63 22 40 6.5 7 0.6 7 |SD . 1204AZN
M4003-080-B27-06-6.5 80 27 50 6.5 6 12 6 | SDHX1204AZR
M4003-080-B27-09-6.5 80 27 50 6.5 9 13 9
M4003-100-B32-07-6.5 100 32 50 6.5 7 2.1 7
M4003-100-B32-11-6.5 100 32 50 6.5 11 2.0 11
M4003-125-B40-08-6.5 125 40 63 6.5 8 34 8
M4003-125-B40-13-6.5 125 40 63 6.5 13 34 13

Parallel bore M4003-160-B40-09-6.5 160 | 40/40B| 63 6.5 9 43 9 |sp_ 1204A7N

DIN 138 transverse keyway M4003-160-B40-15-6.5 160 | 40/40B| 63 6.5 15 43 15 | SDHX1204AZR

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Assembly parts

D¢ [mm] 25-160
'E%ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP)
'i I Tightening torque 3,5Nm
Accessories
D¢ [mm] 25-125 160
@] Torque screwdriver, analogue FS2003 FS2003
Tightening torque 1,5-5,0 Nm 1,5-5,0 Nm
Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm
- Interchangeable blade FS2014 (Torx 15IP) FS2014 (Torx 15IP)
@:— Screwdriver FS1485 (Torx 15IP) FS1485 (Torx 15IP)
@ Gasket 0-R 96X4
Sealing disc set FS936 COMPLETE SET
(incl. gasket and screws)
Indexable inserts
P M K N S H|O
HC HC HC HCHW  HC |HC/HC
niolunwn i xXn nun voln 0 Xin
EEIRE RN EINEEREE
r b olojlalalS|3d3|la|l|¥lala|a|Z|=a|=(2| a2
X X XN W W XXIXIXIXIX I XN n un X
Designation mm mm 22|22 (222222222
SDHX1204AZR-A88 7.5 S S
)
S’V AVAVAV
SDGT1204AZN-F57 03 18 DO VBSOS BSOS OB S B
@ SDGT1204AZN-G77 0,3 14 = = =
SDHT1204AZN-G88 03 14 S
SDMT1204AZN-D57 0,3 14 DO VO BOOSDS S B
SDMT1204AZN-F57 03 18 S B B/ o 3
SDMW1204AZN-A57 03 L4 IR S
HC = Coated carbide
HW = Uncoated carbide
o0
i kpiece imary
ey of maching, wor! Priman
St:\?\“d‘tcylamping arrangement application
[}
Other
ication
t applica
4 Good  Moderste
Very goo
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

M4003
SD .. 09T3AZN

- Four cutting edges per indexable insert Wiper
2o |/ | |WIP

@@g o M SR N
M4003 %0 00 00 00 00 o o

No. of

Tool D¢ d; Iy Iy Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type

Parallel shank M4003.019-A19-02-4.5 0750 | 0750 | 1,378 | 4331 | 0,177 2 06 2

P i MA4003.026-A26-03-4.5 1,000 | 1,000 | 1,378 | 4331 | 0177 3 11 3 gBH'X%%T%AAZZNR

ﬁ;: d;  M4003.031-A31-04-45 1250 | 1250 | 1,378 | 4331 | 0177 4 16 4

OB ;

| Lc

ly—]
Ih

Parallel bore M4003.031-B13-04-4.5 1250 | 0500 | 1575 0,177 4 05 4

DIN 138 transverse keyway M4003.038-B19-04-4.5 1,500 | 0500 | 1,575 0.177 4 0.7 4
M4003.051-B19-06-4.5 2,000 | 0,750 | 1575 0.177 6 11 6 |sp.09T3AZN
M4003.064-B26-07-4.5 2,500 | 1,000 | 1,969 0,177 7 19 7 | SDHX09T3AZR
M4003.076-B26-08-4.5 3,000 | 1,000 | 1,969 0177 8 26 8
M4003.102-B38-09-4.5 4,000 | 1,500 | 2,480 0177 9 6.4 9

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

— |IUJl=II_TEI=!

D¢ [Inch] 0,750-1,000 1,250 1,500-2,000 2,500-3,000 4,000
Clamping screw for indexable insert | FS2266 (Torx 10IP) | FS2266 (Torx 10IP) | FS2266 (Torx 10IP) | FS2266 (Torx 10IP) | FS2266 (Torx 10IP)
Tightening torque 2,0 Nm 2,0 Nm 2,0 Nm 2,0 Nm 2,0 Nm
tlamping screw FS1597 FS1523 FS1519 FS1583
for arbour-mounted tools
Accessories
D¢ [Inch] 0,750-4,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
S Interchangeable blade FS2268 (Torx 10IP)
@): Screwdriver FS2267 (Torx 10IP)
Indexable inserts
P M K N S H|O
HC HC HC HCHW| HC HC|HC
niounnixXn nunvoln nixXin
Qalg|In 39 nlgg 8RR Y _|3F 948
r b alaa|alS|S|a i X¥lalala|Z a2 a2
X ¥ X NN N XX XX XIXNnun wnw | X
Designation mm mm HEHEBEEEBEE R R
SDHX09T3AZR-A88 5,6 S o))
)
=/ \\N
SDGTO9T3AZN-F57 03 14 DD B BSOS OB S |8
@ SDGTO9T3AZN-G77 0,3 12 = = =
SDHTO9T3AZN-G88 0,3 12 oY)
SDMT09T3AZN-D57 0,3 12 DO VS B OO S B
SDMTO9T3AZN-F57 03 14 DO B BN S B o s
SDMWOIT3AZN-A57 03 1.2 S S O
HC = Coated carbide
HW = Uncoated carbide
')
. kpiece imary
“ity of machine, wor Priman
St:\?\“d‘tcylamping arrangement application
°
Oother
ication
4 Moderate applicati
Very good  ©6°°
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J— | |IUJn|_-rER Milling tools with indexable inserts

Face milling cutters

M4003
SD .. 1204AZN

- Four cutting edges per indexable insert Wiper
2o |/ | |WIP

@@g o M SR N
M4003 %0 00 00 00 00 o o

No. of
Tool D¢ dp Iy Iy Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Parallel shank M4003.026-A26-02-6.5 1,000 | 1,000 | 1.378 | 4331 | 0256 2 11 2
Pe i M4003.031-A31-03-6.5 1,250 | 1.250 | 1.378 | 4331 | 0256 3 16 3 gBH‘xllzz%lZZZz,\é
ﬁ;: d; MA4003.038-A31-04-6.5 1,500 | 1.250 | 1.378 | 4331 | 0256 4 18 4
OB ;
] Le
ly—]
Ih
Parallel bore M4003.038-B19-03-6.5 1,500 | 0500 | 1,575 0,256 3 0.7 3
DIN 138 transverse keyway M4003.051-B19-04-6.5 2000 | 0750 | 1575 0.256 4 11 4
M4003.064-B26-05-6.5 2500 | 1,000 | 1.969 0,256 5 1.9 5
SD .. 1204AZN
M4003.076-B26-06-6.5 3,000 | 1,000 | 1,969 0,256 6 01 6 | i1 206AzR
M4003.102-B38-07-6.5 4000 | 1,500 | 2,480 0,256 7 6.9 7
M4003.127-B38-08-6.5 5000 | 1,500 | 2,480 0,256 8 8.3 8
M4003.152-B38-09-6.5 6000 | 1500 | 2,480 0.256 9 114 9

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Assembly parts

D¢ [Inch] 1,000-1,250 1,500-2,000 2,500-3,000 4,000-6,000
Clamping screw for indexable insert FS1453 (Torx 15IP) FS1453 (Torx 15IP) FS1453 (Torx 15IP) FS1453 (Torx 15IP)
Tightening torque 3,5Nm 3,5Nm 3,5Nm 3,5Nm
Clamping screw FS1523 FS1519 FS1583

for arbour-mounted tools

Accessories

D¢ [Inch] 1,000-6,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

Interchangeable blade FS2014 (Torx 15IP)

——y——
@=— Screwdriver FS1485 (Torx 15IP)

Indexable inserts

P M K N S H|lo
HC HC HC HCHW| HC |HC|HC
nion n R Xun ninl oln 0| xin
A L A A A A ol
r b olojlalalS|3:|a|l¥|¥Xlala|a|Z|a|=(2| a2
X XX N NN WX X X X XIXENn wnun owmw I X
Designation mm mm 22|22 2= (222|222
SDHX1204AZR-A88 7.5 S S
)
=/ N\
SDGT1204AZN-F57 03 1.8 OO VO VO OB S =
@ SDGT1204AZN-G77 03 L4 = = ]
SDHT1204AZN-G88 03 14 3 S
SDMT1204AZN-D57 03 14 OB VO BSOS S |
SDMT1204AZN-F57 03 18 S B B® RS 3k
SDMW1204AZN-A57 0,3 14 S S
HC = Coated carbide
HW = Uncoated carbide
o0
i kpiece imary
L4y of machine, Wor Priman
St:\tr’\“d‘tcy\amping arrangement application
[
Other'
Moderate application
Very good Good
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J— | |IUJn|_-rER Milling tools with indexable inserts

Shoulder milling cutters

F2010 [ mm |
SD .. 09T3 ..

- Adjustable runout
- Four cutting edges per indexable insert

vvv @ @ P M K N S H 0
; F2010 o0 00 00 00 o0 o

No. of
Tool Dc d; I Lc indexable

Designation mm mm mm mm z inserts Type

Parallel bore * F2010.B.080.206.08.R756M 80 27 50 8,4 6 13 6 SD..09T3 ..
DIN 138 transverse keyway

Parallel bore * F2010.B.100.207.08.R756M 100 32 50 8.4 7 19 7

SD . 09T3.
DIN 138 transverse keyway % F2010.8.125.208.08 R756M 125 40 63 8.4 8 36 8

Parallel bore % F2010.8.160.710.08 R756M 160 40/40 B 63 8.4 10 56 10
DIN 138 transverse keyway % F2010.8.200.212.08 R756M 200 60/50 B 63 8.4 12 83 2| ars
* F2010.8.250.Z12.08.R756M 250 60/50 B 63 8.4 12 14,8 12 B B
* * F2010.B.250.216.08.R756M 250 60/50 B 63 8.4 16 146 16
oefi—+F a
:3::57
]
i
14—
Parallel bore % F2010.B.315.214.08 R756M 315 |60/50-60BB| 80 8.4 14 26,3 T R
DIN 138 transverse keyway * F2010.8.315.218.08 R756M 315 |60/50-60BB| 80 8.4 18 26.2 18 T

T

- =L

1

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Assembly parts
D¢ [mm] 80-315

m Cartridge for tool body FR756M
=) N Clamping screw for cartridge FS247 (SW 4)
|EE'==I Tightening torque 8,0 Nm

! =| Clamping screw for indexable insert FS2266 (Torx 10IP)
A — Tightening torque 2,0 Nm
Adjusting pin FS303 (Torx 20)
Accessories
D¢ [mm] 80-315
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
G| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
———— Interchange_able blade FS2268 (Torx 10IP)
for screwdriver
Torque T-handle FS2041
Tightening torque 4,5-14 Nm
——y—— Interchalngeable blade FS2051 (SW 4)
for cartridge
@:— Screwdriver for indexable insert FS2267 (Torx 10IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)

Indexable inserts

P M K N s
HC HC HC HCHW| HC
nionun A xXmun nin ol n 0| xXin
HEEREIRIFHER R EIREIRE
r b olajlalaldS|d|a|l|¥Xalaja|Zal=2a
¥ X X NN WM XX XX X X 0n unoun
Designation mm mm EEAE I EA A A A
SDHTO9T304-G88 0.4 )
SDHT09T308-688 08 (CX(2)
: SDGTO9T3PDR-D57 0.8 1.2 OO BS | o 3E ) S |
SDMT09T308-D51 0.8 CCG)E S o S | n
© SDMT09T308-D57 0.8 OOOBD B OB S B
SDMTO09T308-F57 0.8 ODOON O BS OB ™ SN
SDMTO09T320-F57 2 CCEAGIESE S o] OB B
SDMW09T308-A57 0.8 G o3RS
SD..09T3.. : If the corner radius is r > 0.8 mm, the corner area of the cartridge must be reworked. HC = Coated carbide
R(body) = T(indexable insert) HW = Uncoated carbide
o0
i kpiece imary
i1y of machine, WOT Priman
St amping arrangement application
[
Other'
Moderate application
Very good Good
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J— | |IUJn|_-rER Milling tools with indexable inserts

Shoulder milling cutters

F2010
SD .. 0973 ..

- Adjustable runout
- Four cutting edges per indexable insert

vvv @ @ P M K N S H 0
; F2010 o0 00 00 00 o0 o

No. of

Tool D¢ dp I Lc indexable
Designation Inch Inch Inch Inch z inserts Type

Parallel bore * F2010.UB.076.206.08R756M 3,000 1,000 2000 | 0331 6 33 6

DIN 138 transverse keyway * F2010.UB.102.207.08R756M 4,000 1.250 2000 | 0331 7 5,7 7 |SD.09T3..
* F2010.UB.127.208.08R756M 5,000 1.500 2500 | 0331 8 7.5 8

Parallel bore * F2010.UB.152.210.08R756M 6,000 1.500 2500 | 0331 10 146 10 |SD..09T3..

DIN 138 transverse keyway

Parallel bore * F2010.UB.203.212.08R756M 8000 | 250/40 | 2500 | 0331 12 214 12

DIN 138 transverse keyway % F2010.UB.254.212.08R756M 10000 | 250/40 | 2500 | 0331 12 36.4 12 [SD.09T3..
* F2010.UB.254.716.08R756M 10,000 | 250/40 | 2500 | 0,331 16 36.4 16

Parallel bore * F2010.UB.305.218.08R756M 12,000 | 2.50/4.0/7.0| 2500 | 0,331 18 456 18 |SD.09T3..

DIN 138 transverse keyway

TT—

=

S

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Assembly parts

D¢ [Inch] 3,000 4,000 5,000-6,000 8,000-12,000
Cartridge for tool body FR756M FR756M FR756M FR756M
Clamping screw for cartridge FS247 (SW 4) FS247 (SW 4) FS247 (SW 4) FS247 (SW 4)
Tightening torque 8,0 Nm 8,0 Nm 8,0 Nm 8,0 Nm

Clamping screw for indexable insert

FS2266 (Torx 10IP)

FS2266 (Torx 10IP)

FS2266 (Torx 10IP) FS2266 (Torx 10IP)

Tightening torque 2,0 Nm 2,0 Nm 2,0 Nm 2,0 Nm
Adjusting pin FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20)
Clamping screw
for arbour-mounted tools FS1519 FS1565 F51566
Accessories
D¢ [Inch] 3,000-12,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
————
pterchangeable blade F52268 (Torx 10/P)
Torque T-handle FS2042
Tightening torque 4,5-14 Nm
———— Interchangeable blade
for cartridge FS2051 (SW 4)
@=— Screwdriver for indexable insert FS2267 (Torx 10IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)
Indexable inserts
P M K N S
HC HC HC HCHW HC
nioln nld xn nin oln 0| xln
MEEEEEERERHEREEIREIEE
r b aclalala|2|2|ald X alala|Za 22
¥ XX N0 0nn<c X XXX oD non
Designation mm mm 222|222 (222222222
SDHT09T304-G88 0.4 ()]
SDHT09T308-G88 08 S
SDGTO9T3PDR-D57 08 12 DODBS B GO R S B
SDMT09T308-D51 08 GRS -] O BB (]
@ SDMT09T308-D57 0.8 DOOBSD B OB S B
SDMT09T308-F57 0.8 OOV OBBS OB® S W|W
SDMT09T320-F57 2 GG "8 Lok
SDMW09T308-A57 0.8 S BN ColEaE
SD..09T3.. : If the corner radius is r > 0.8 mm, the corner area of the cartridge must be reworked. HC = Coated carbide
R(budy) = TI(indexable insert) HW = Uncoated carbide
(Y
i kpiece imary
ey of maching, wor! Priman
St:tr’\“d‘tcylamping arrangement application
[ ]
Other.
Moderate application
Very good  G0°¢
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J— | |IUJn|_-rER Milling tools with indexable inserts

Shoulder milling cutters

F2010 [ mm |
SD .. 1204 ..

- Adjustable runout
- Four cutting edges per indexable insert

vvv @ @ P M K N S H 0
; F2010 o0 00 00 00 o0 o

No. of
Tool Dc dp lg Lc indexable

Designation mm mm mm mm z inserts Type

Parallel bore * F2010.B.080.206.08.R757M 80 27 50 116 6 13 6 SD .. 1204 ..
DIN 138 transverse keyway

Parallel bore * F2010.B.100.207.08.R757M 100 32 50 116 7 19 7

SD . 1204 .
DIN 138 transverse keyway % F2010.8.125.208.08 R757M 125 40 63 116 8 36 8

Parallel bore % F2010.8.160.710.08 R757M 160 40/40 B 63 116 10 56 10
DIN 138 transverse keyway % F2010.8.200.212.08 R757M 200 60/50 B 63 116 12 83 2 |
* F2010.8.250.Z12.08.R757M 250 60/50 B 63 11,6 12 14,8 12 B B
* * F2010.B.250.216.08.R757M 250 60/50 B 63 116 16 146 16
Dc 43# dp
:3::57
]
s
14—
Parallel bore % F2010B.315.214.08 R757M 315 |60/50-60BB| 80 116 14 26.3 Lo b
DIN 138 transverse keyway * F2010.8.315.218.08 R757M 315 |60/50-60BB| 80 116 18 26.2 18 - -

T

- =L

1y

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range

370 Indexable insert milling cutters



Milling tools with indexable inserts — | |IUJl=II_'I'EI=!

Assembly parts
D¢ [mm] 80-315

m Cartridge for tool body FR757M

=) N Clamping screw for cartridge FS247 (SW 4)
|EE'==I Tightening torque 8,0 Nm

! =| Clamping screw for indexable insert FS1453 (Torx 15IP)
A — Tightening torque 3,5Nm
Adjusting pin FS303 (Torx 20)
Accessories
D¢ [mm] 80-315
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
G| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
———— Interchange_ahle blade FS2014 (Torx 15IP)
for screwdriver
Torque T-handle FS2041
Tightening torque 4,5-14 Nm
——y—— Interchalngeahle blade FS2051 (SW 4)
for cartridge
C— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)

Indexable inserts

P M K N S

HC HC HC HCHW| HC

niolun n L xun nwunl vln 0 xXn

QIDL98 g9 98888822y

b oalalalalSS|aldX¥lalala|Z a2

r X XX n|lnnngc XX XXX 0nunoun

Designation mm mm EEAE I EA A A A
SDHT120408-G88 08 S

®
8
8
28
8
-3
8
28
-3
8
8

SDGT1204PDR-D57 0.8 16

SDMT120408-D51 0.8

G0 ] Gk 3 =
SDMT120408-D57 0.8 DOOBNS B OB W S B
SDMT120408-F57 0.8 SDOONONBS OB S
SDMT120425-F57 25 oA RS o8 SN
SDMW120408-A57 0.8 S S B®
SD..1204.. : If the corner radius is r > 0.8 mm, the corner area of the cartridge must be reworked. HC = Coated carbide
R(body) = T(indexable insert) HW = Uncoated carbide
o0
i kpiece imary
- £ machine, wor! Pn_ )
St amping arrangement application
[
Other'
Moderate application
Very good Good
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J— | |IUJn|_-rER Milling tools with indexable inserts

Shoulder milling cutters

F2010
SD ..1204 ..

- Adjustable runout
- Four cutting edges per indexable insert

vvv @ @ P M K N S H 0
; F2010 o0 00 00 00 o0 o

No. of

Tool D¢ d; Iy Lc indexable
Designation Inch Inch Inch Inch z inserts Type

Parallel bore * F2010.UB.076.206.08R757M 3,000 1,000 2000 | 0457 6 33 6

DIN 138 transverse keyway * F2010.UB.102.207.08R757M 4,000 1.250 2000 | 0457 7 5.7 7 |SD. 1204 ..
* F2010.UB.127.208.08R757M 5,000 1.500 2500 | 0457 8 7.5 8

Parallel bore * F2010.UB.152.210.08R757M 6,000 1.500 2500 | 0457 10 146 10 |SD. 1204 ..

DIN 138 transverse keyway

Parallel bore * F2010.UB.203.212.08R757M 8000 | 250/40 | 2500 | 0457 12 214 12

DIN 138 transverse keyway % F2010.UB.254.212.08R757M 10000 | 250/40 | 2500 | 0457 12 36.4 12 |SD. 1204 ..
* F2010.UB.254.716.08R757M 10,000 | 250/40 | 2500 | 0457 16 36.4 16

Parallel bore * F2010.UB.305.218.08R757M 12,000 | 2.50/4.0/7.0 | 2500 | 0457 18 456 18 | SD. 1204 ..

DIN 138 transverse keyway

TT—

=

S

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Assembly parts

D¢ [Inch] 3,000 4,000 5,000-6,000 8,000-12,000
Cartridge for tool body FR757M FR757M FR757M FR757M
Clamping screw for cartridge FS247 (SW 4) FS247 (SW 4) FS247 (SW 4) FS247 (SW 4)
Tightening torque 8,0 Nm 8,0 Nm 8,0 Nm 8,0 Nm

Clamping screw for indexable insert

FS1453 (Torx 15IP)

FS1453 (Torx 15IP)

FS1453 (Torx 15IP) FS1453 (Torx 15IP)

Tightening torque 3,5Nm 3,5Nm 3,5Nm 3,5Nm
Adjusting pin FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20) FS303 (Torx 20)
Clamping screw
for arbour-mounted tools FS1519 FS1565 F51566
Accessories
D¢ [Inch] 3,000-12,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
————
pterchangeable blade FS2014 (Torx 15IP)
Torque T-handle FS2042
Tightening torque 4,5-14 Nm
———— Interchangeable blade
for cartridge F52051 (SW 4)
@=— Screwdriver for indexable insert FS1485 (Torx 15IP)
Screwdriver for adjusting pin FS228 (Torx 20)
/ 1SO 2936 Allen key for cartridge 1S02936-4 (SW 4)
Indexable inserts
P M K N S
HC HC HC HCHW HC
nioln nld xn nin oln 0| xln
MEEEEEERERHEREEIREIEE
r b aclalala|2|2|ald X alala|Za 22
¥ XX N0 0nn<c X XXX oD non
Designation mm mm 222|222 (222222222
SDHT120408-G88 08 1)
: SDGT1204PDR-D57 08 16 SODBS B eSS S B
SDMT120408-D51 0.8 DO = ColEE =
© SDMT120408-D57 0,8 DODBSD B8 OHSWS S B
SDMT120408-F57 08 OB BD B W oI
SDMT120425-F57 2.5 CoIC AR 3R o5 SN ™
SDMW120408-A57 0.8 S B SN
SD..1204.. : If the corner radius is r > 0.8 mm, the corner area of the cartridge must be reworked. HC = Coated carbide
R(hody) = T(indexable insert) HW = Uncoated carbide
(Y
i kpiece imary
“ity of machine, wor Priman
St:tr’\“d‘tcylamping arrangement application
[ ]
Other.
Moderate application
Very good  G0°¢
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Ramping milling cutter

M2331[ mm |

- For pocket machining
- Two cutting edges per indexable insert

- P M K N S H 0
M2331 0 °

No. of
Tool Dc dy I li Lc indexable

Designation mm mm mm mm mm z inserts Type
HSK DIN 69893-1 A % M2331-032-H80F-02-15-MA 32 | Hsk-A80/A63| 110 | 65 15 2 11 2 | zoeT15M4 R
* M2331-040-H80F-02-20-MA 40 | HSK-A80/A63| 110 | 75 20 2 13 2 | zo6T2085 . R
ﬁj - % M2331-040-H80F-03-15-MA 40 | HSK-AB0/A63| 110 | 75 15 3 03 3 | zo6T15A4 R
De- +. % M2331-050-H80F-03-20-MA 50 | HSk-A80/A63| 110 | 86 20 3 15 3 | zo6T2085 . R
L'O * M2331-050-H80F-04-15-MA 50 | HSK-A80/A63| 110 | 86 15 4 15 4 | ZDGT15A4 R
Le
l16
lg
Parallel bore % M2331-040-B16-03-15 40 16 50 15 3 03 3 | ZDGTI5A4 R
DIN 138 transverse keyway * M2331-050-B22-03-20 50 22 60 20 3 0.5 3 | ZDGT20A5.R
\¥ T | * M2331-050-B22-04-15 50 22 50 15 4 0.4 4 | ZDGT15A4 R
. e * M2331-050-B22-02-20 50 22 60 20 2 05 2 | ZDGT20A5 . R
D¢ E di * M2331-050-B22-02-15 50 22 50 15 2 0.4 2
ZDGT15A4 . R
T * M2331-050-B22-03-15 50 22 50 15 3 0.4 3
(¢}
L
A

Pre-balanced tools

For information on high-speed applications, see "Technical information/Information on high-speed applications”

Tools with HSK have a residual imbalance of 3 gmm — with chip hole, without chip

M2331-...-MA special interface for Makino (similar to HSK-A DIN 69893)

For tools with locating bores, use longer tightening screws in accordance with ISO 4762, see "Assembly parts and accessories/Other”
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Milling tools with indexable inserts

Assembly parts

ZDGT15A4 . R

— |IUJl=II_TEI=!

ZDGT20A5 ..R

S N Clamping screw for indexable insert FS1453 (Torx 15IP) FS2281 (Torx 20IP)
i&g' Tightening torque 35Nm 5,0 Nm
Accessories
Type ZDGT15A4 . R ZDGT20A5 ..R
@] Torque screwdriver, analogue FS2003 FS2003
Tightening torque 1,5-5,0 Nm 1,5-5,0 Nm
Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm
- Interchangeable blade FS2014 (Torx 15IP) FS2015 (Torx 20IP)
@:— Screwdriver FS1485 (Torx 151P) FS1486 (Torx 20IP)
Indexable inserts
P M K S |0
HC HC HC HC [HF
28884988845
r b AHEEEEREEEE
Designation mm mm AR
ZDGT15A404R-K85 0.4 12 S
ZDGT15A408R-K85 0.8 12 )
ZDGT15A412R-K85 12 12 S
ZDGT15A416R-K85 16 1.2 S
ZDGT15A420R-K85 2 12 S
ZDGT15A425R-K85 2,5 1.2 S
ZDGT15A430R-K85 3 12 )
ZDGT15A440R-K85 4 12 S
ZDGT20A508R-K85 0.8 12 S
ZDGT20A512R-K85 12 12 S
ZDGT20A516R-K85 16 12 )
ZDGT20A520R-K85 2 12 S
ZDGT20A530R-K85 3 12 S
ZDGT20A540R-K85 4 1.2 S
ZDGT20A550R-K85 5 12 S
ZDGT20A560R-K85 6 12 )
ZDGT20A564R-K85 6.4 12 S

If the corner radius r = 2.0 mm or above, the corner area of the body must be reworked:

R (body) = r (indexable insert ) — 1 mm

[ X J
! kplece Primary
ility of machine, wor rima
Staatr’\“d‘tcylamping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo

HC = Coated carbide
HF = Uncoated fine-grained carbide

Indexable insert milling cutters
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Ramping milling cutter & ’
M2331 P <

e

- For pocket machining
- Two cutting edges per indexable insert

= || =2
Q’ g @ M2331 o0 [ ]

No. of
Tool D¢ dg I I Lc indexable
Designation Inch Inch Inch Inch Inch Z inserts Type
ScrewFit * M2331.051-T45-03-15 2,000 T45 2,000 0,591 3 0.9 3 ZDGT15A4 . R
ﬂ * M2331.051-T45-03-20 2,000 T45 2,000 0,787 3 09 3 ZDGT20A5 . R
A
P}
ScrewfFit
HSK DIN 69893-1 A * M2331.038-H80F-03-15-MA 1,500 |80,000| 4,331 3,346 0,591 3 3.4 3 ZDGT15A4 . R
* M2331.051-H80F-03-20-MA 2,000 | 80,000 | 4331 3,346 0,787 3 3,4 3 ZDGT20A5 .. R

M2331.051-H80F-04-15-MA 2,000 | 80,000 4331 | 3346 | 0591 4 3.4 4 ZDGT15A4 . R

Parallel bore % M2331.051-B19-03-15 2,000 | 0750 | 2,000 0,591 3 0.9 3 | ZDGT15M4 .R
DIN 138 transverse keyway * M2331.051-B19-02-20 2000 | 0750 | 2,000 0,787 2 09 2 | ZDGT20A5.R
= | * M2331.051-B19-02-15 2,000 | 0.750 | 2,000 0.591 2 0.9 2 | zoeTi5A4 . R

E di

Pre-balanced tools

For information on high-speed applications, see "Technical information/Information on high-speed applications”

Tools with HSK have a residual imbalance of 3 gmm — with chip hole, without chip

M2331-...-MA special interface for Makino (similar to HSK-A DIN 69893)

For tools with locating bores, use longer tightening screws in accordance with ISO 4762, see "Assembly parts and accessories/Other”
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Assemb|y parts Type ZDGT15A4 ..R ZDGT15A4 .. R ZDGT20A5 ..R
D¢ [Inch] 1,500 2,000 2,000
Clamping screw for indexable insert FS1453 (Torx 15IP) FS1453 (Torx 15IP) FS2281 (Torx 20IP)
Tightening torque 3.5Nm 3,5Nm 5,0Nm
for arbour-maunted toas Fs1338 Fs1338
Accessories
Type ZDGT15A4 .. R ZDGT20A5 .. R
@] Torque screwdriver, analogue FS2004 FS2004
Tightening torque 1,5-5,0 Nm 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm
i Interchangeable blade FS2014 (Torx 15IP) FS2015 (Torx 20IP)
@:— Screwdriver FS1485 (Torx 15IP) FS1486 (Torx 20IP)
Indexable inserts
P M K S |0
HC HC HC HC |HF
JEEEEEEEE
r b AHEIEEEEEEE
Designation mm mm AR A
ZDGT15A404R-K85 0.4 1.2 S
ZDGT15A408R-K85 0.8 12 S
ZDGT15A412R-K85 12 1.2 S
ZDGT15A416R-K85 16 1.2 S
ZDGT15A420R-K85 2 12 )
ZDGT15A425R-K85 25 12 S
ZDGT15A430R-K85 3 12 S
ZDGT15A440R-K85 4 1.2 S
ZDGT20A508R-K85 0.8 12 S
ZDGT20A512R-K85 12 12 )
ZDGT20A516R-K85 16 12 S
ZDGT20A520R-K85 2 12 S
ZDGT20A530R-K85 3 12 S
ZDGT20A540R-K85 4 12 )
ZDGT20A550R-K85 5 12 S
ZDGT20A560R-K85 6 12 S
ZDGT20A564R-K85 6.4 12 )

If the corner radius r = 2.0 mm or above, the corner area of the body must be reworked:
R (body) = r (indexable insert ) — 1 mm

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcylamping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo

HC = Coated carbide
HF = Uncoated fine-grained carbide
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Milling tools with indexable inserts

Close pitch cutter

M2136 [ mm |
SNEF120408R

- Eight cutting edges per indexable insert

vvv vy P M K N S H 0
; ; ; M2136 [ X )
No. of
Tool Dc dg g Lc indexable
Designation mm mm mm mm z inserts Type
Parallel bore M2136-050-B22-06-06 50 22 50 6.5 0,56 6
DIN 138 transverse keyway M2136-063-B22-08-06 63 22 50 6.5 8 0.8 8
SNEF120408R
M2136-080-B27-12-06 80 27 50 6.5 12 1,23 12 SNEX1204PN
M2136-100-B32-16-06 100 32 50 6.5 16 1,79 16
M2136-125-B40-20-06 125 40 63 6.5 20 3,42 20
Parallel bore SNEF120408R
DIN 138 transverse keyway M2136-160-B40-24-06 160 40/40 B 63 6.5 24 6,05 24 SNEX1204PN

T

ﬁ/

~— L —

Bodies and assembly parts are included in the scope of delivery.
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Assembly parts
D¢ [mm] 50-160

@D Clamping wedge FK377

OMDW Clamping screw FS2185

for clamping wedge

Accessories

D¢ [mm] 50-160
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
G| ] Torque screwdriver, digital FS2248
Tightening torque 1.0-6,0 Nm
—— -y Interchangeable blade FS2268 (Torx 10IP)
@)=— Screwdriver FS2267 (Torx 10IP)

Indexable inserts

P M K N S |H
HC HC HC HCHW| HC |HC
BT | 2 B8R 8n B8,
Nm(m( 2 3 2NN m m e o=
r b olalala | S|la|l¥|¥ajlala|Z|lal=al
¥ X ¥X N N W LCIXIXIX XXX N Wn I
Designation mm mm A A A A
SNEF120408R-B67 08 2.1 COCIESE S
O E SNEF120408R-D67 08 2.1 S OB
) SNEX1204PNN-A27 12 10,3 S S

% SNEX1204PNR-B67 0.8 10,8 S S

HC = Coated carbide
HW = Uncoated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Close pitch cutter

M2136
SNEF120408R

- Eight cutting edges per indexable insert

P M K N S H 0
Q’ 7 @ @ M2136 (X J

No. of
Tool . ) D¢ d; lg Lc indexable
Designation Inch Inch Inch Inch Z inserts Type
Parallel bore M2136.051-B19-06-06 2000 |0.750| 1,969 0.256 6 1.21 6
DIN 138 transverse keyway M2136.064-B19-08-06 2500 |0750| 1969 | 0.256 8 2,04 8
M2136.076-B26-12-06 3,000 |1,000| 1,969 0.256 12 2,59 12 | SNEF120408R
M2136.102-B31-16-06 4,000 |1.250| 1,969 0.256 16 4,23 16 | SNEXI204PN .
M2136.127-B38-20-06 5000 |1500| 2480 0.256 20 9.24 20
M2136.152-B38-24-06 6,000 |1.500| 2480 0,256 24 13,64 24

Bodies and assembly parts are included in the scope of delivery.
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Assembly parts

D¢ [Inch] 2,000-2,500 3,000 4,000 5,000-6,000
Clamping wedge FK377 FK377 FK377 FK377
Clamping screw FS2185 FS2185 F52185 FS2185
for clamping wedge
Clamping screw FS1523 FS1519 FS1339 FS1583
for arbour-mounted tools

Accessories
D¢ [Inch] 2,000-6,000

@] Torque screwdriver, analogue FS2002
Tightening torque 0,4-1,2Nm

G| ] Torque screwdriver, digital FS2248

Tightening torque 1,0-6,0 Nm

- Interchangeable blade F$2268 (Torx 10IP)

@): Screwdriver FS2267 (Torx 10IP)

Indexable inserts

P M K N S |H
HC HC HC HCHW| HC |HC
nivinn fin 00| wln Qin
n| o mn| ©n IR N RN N T BT} |0
NNt 2= N NN N[ o2F| =
r b alalala | 2|a|¥|¥(ajlaa|Z|lal=al
¥ X X N N W J X X X X XX N wn I
Designation mm mm B A A A A
SNEF120408R-B67 0.8 2.1 GOl
O g SNEF120408R-D67 08 2.1 S OB W
) SNEX1204PNN-A27 12 10,3 S S
S \VAVAVA
/) SNEX1204PNR-B67 0.8 10,8 S S
HC = Coated carbide
HW = Uncoated carbide
o0

ine, workpiece primary
rrangement application

[}
Oother

Moderate application

Stability of mach
and clamping &

Very good Good
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Shoulder milling cutters

M4130 [ mm |

- Two cutting edges per indexable insert

@ @ P M K N S H 0
Q’ g @ @ M4130 oo oo oo (X )

No. of
Tool D¢ dy I Iy Le indexable

Designation mm mm mm mm mm Z inserts Type
Shank DIN 1835 B M4130-016-W16-02-08 16 16 40 90 8 2 0.1 2
T F M4130-020-W20-03-08 20 20 38 90 8 3 0.2 3 |LDM.08T204R
— A1)
De f==B =7 4l M4130-025-W25-04-08 25 25 42 100 8 4 03 4
i]o 1
L M4130-032-W32-04-13 32 32 49 110 13 4 0.6 4 | LDM.14T308R
- L,
i
Ih
Parallel bore M4130-040-B16-05-13 40 16 40 13 5 0.2 5| w1408
DIN 138 transverse keyway M4130-050-B22-06-13 50 22 40 13 6 03 6 '
M4130-050-B22-05-16 50 22 40 16 5 03 5
M4130-063-B27-06-16 63 27 50 16 6 0.6 6
LDM . 170408R
M4130-080-B27-07-16 80 27 50 16 7 0.9 7
= M4130-100-B32-08-16 00 | 32 50 16 8 17 8
- L |~
Iy

Bodies and assembly parts are included in the scope of delivery.
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Assembly parts

LDM . 08T204R LDM . 14T308R LDM . 170408R
'E%ﬁ. Clamping screw for indexable insert FS2084 (Torx 7IP) FS2266 (Torx 10IP) FS1453 (Torx 15IP)
ii L] Tightening torque 0.9 Nm 2,0 Nm 3,5Nm
Accessories
Type LDM . 08T204R LDM . 14T308R LDM . 170408R

@] Torque screwdriver, analogue FS2001 FS2003 FS2003
Tightening torque 0,4-1,2 Nm 1,5-5,0 Nm 1,5-5,0 Nm
-

- Torque screwdriver, digital FS2248 FS2248
Tightening torque 1,0-6,0 Nm 1,0-6,0 Nm

h

- Interchangeable blade FS2011 (Torx 7IP) FS2268 (Torx 10IP) FS2014 (Torx 15IP)
@:— Screwdriver FS2088 (Torx 71P) FS2267 (Torx 101P) FS1485 (Torx 151P)
Indexable inserts
P M K s
HC HC HC HC
nivlnwn Qv ninlvolun Qn
dlmm e oS LI 8 Rmnls
r b AAREHEEIEE R
Designation mm mm EEAE A
LDMT08T204R-D51 0.4 08 QO™ |8 OW® W
LDMT08T204R-D57 0.4 08 ODOOVROB HOBN VSN
LDMTO8T204R-F57 0.4 08 ODOOBOBVS OBV/SS
LDMWOBT204R-A57 0.4 08 SN B WS
LDMT14T308R-D51 0.8 1.2 OOH®W B W W
LDMT14T308R-D57 0.8 1.2 OODOVBOB HOBN VSN
LDMT14T308R-F57 0.8 1.2 ODOOBOBVS OBNV/SS
LDMW14T308R-A57 0.8 1.2 COEE S WS
LDMT170408R-D51 0.8 16 DO W® = OB/ B
LDMT170408R-D57 0.8 16 OOV &OBBONW
LDMT170408R-F57 0.8 16 OOV OBVS OBNV/SS®
LDMW170408R-A57 08 16 Co g CEgE

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcanon
[ ]
Other
jication
d Good Moderate applica
Very goo
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Porcupine milling cutters

M3255 [ mm |

XNHX1306 .. R
Walter BLAXX

- Full effective design
- Two or four cutting edges per indexable insert, tangential arrangement

g, P M K N S H 0
@ M3255 (X ]

No. of
Tool D¢ dy I Lc indexable

Designation mm mm mm mm Z inserts  Type
Parallel bore 4
DIN 138 transverse keyway M3255-050-B22-04-46 50 22 65 46 4 05 12
I M3255-050-B22-05-46 50 22 65 46 5 05 155
M3255-063-B27-05-46 63 27 70 46 5 10 >
D 15 XNHX1306 ..R
6 LNHX120604R
M3255-063-B27-06-46 63 27 70 46 6 10 18
M3255-080-B32-05-58 80 32 85 58 5 2.0 255
M3255-080-B32-06-58 80 32 85 58 6 2,0 264

For tools with locating bores, use longer tightening screws in accordance with ISO 4762, see "Assembly parts and accessories/Other”
The FS2250 coolant nozzle must be secured to prevent it from coming loose.
Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

D, [mm]
T Clamping screw
i N ping
s Agl for indexable insert

50-80

FS2299

— |IUJl=II_TEI=!

Coolant nozzle

FS2250 (SW 1.5)

Accessories

E—

=]l Torque screwdriver, digital

D¢ [mm] 50-80
Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
FS2248
Tightening torque 1,0-6,0 Nm

————

Interchangeable blade

FS2014 (Torx 15IP)

Screwdriver

=

FS1485 (Torx 15IP)

Indexable inserts

P M K N S
HC HC HC HCHW  HC
0ninlunlixan 0ninln 0 xn
glelR A3 Ry g KLY 839
b olojlal=2(S|/al|¥Xlala|lZ|==22|a
r ¥ X0 nnun <X XXX n nn
Designation mm mm A A A
LNHX120604R-L65T 0.4 0o s
XNHX130608R-L65T 0.8 2 0o
XNHX130612R-L65T 12 2 "
XNHX130616R-L65T 1.6 2 0
XNHX130620R-L65T 2 2 0o s
XNHX130624R-L65T 2.4 2 o
XNHX130630R-L65T 3 14 b
XNHX130632R-L65T 3.2 1.3 0
XNHX130640R-L65T 4 0.5 k]
XNHX1306 . . indexable inserts can only be used as front inserts. HC = Coated carbide
HW = Uncoated carbide
o0
; orkpiece Primary
ity of machine, W mar
St::\“d‘ cylamp'mg arrangement application
[}
Other
ication
Good Moderate applicati
Very good ©
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Porcupine milling cutters

M3255

XNHX1306 .. R
Walter BLAXX

- Full effective design
- Two or four cutting edges per indexable insert, tangential arrangement

g, P M K N S H 0
@ M3255 (X ]

No. of
Tool D¢ d; I, Lc indexable
Designation Inch Inch Inch Inch Z inserts  Type
Parallel bore 4
DIN 138 transverse keyway * M3255.051-B26-04-57 2,000 1,000 | 3375 2,244 4 1,49 16
I M3255.051-B19-04-46 2,000 |0750| 2559 1,811 4 1,28 142
* M3255.051-B26-05-57 2,000 1,000 | 3375 2,244 5 1,47 250
D
M3255.051-B19-05-46 2,000 |0750| 2559 1,811 5 111 155
* M3255.064-B26-05-68 2,500 1,000 | 3,550 2,677 5 2,72 255
5 XNHX1306 ..R
M3255.064-B26-05-46 2,500 1,000 | 2756 1,811 5 2,30 15 LNHX120604R
M3255.064-B26-06-46 2,500 1,000 | 2756 1,811 6 2,29 168
* M3255.076-B31-05-80 3,000 1250 | 4,250 3,150 5 5,07 350
M3255.076-B31-05-58 3,000 1250 | 3,346 2,283 5 4,03 250
* M3255.076-B31-06-80 3,000 1250 | 4,250 3,150 6 517 365
M3255.076-B31-06-58 3,000 1250 | 3,346 2,283 6 4,20 264

The FS2250 coolant nozzle must be secured to prevent it from coming loose.
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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D [Inch] 2,000 2,500 3,000
Assembly parts
Lc [Inch] 1,811 2,244 1,811 1,677 2,283 3,150
Ry Clamping screw
G ] for indexable insert FS2299 FS2299 FS2299 FS2299 FS2299 FS2299
Coolant nozzle FS2250 FS2250 FS2250 FS2250 FS2250 FS2250
(SW1,5) (SW 1.5) (SW 1,5) (SW1,5) (SW 1.5) (SW 1,5)
Clamping screw FS1528 FS1614 FS1614 FS2567 FS1520 FS2568
for arbour-mounted tools
Accessories
D [Inch] 2,000-3,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
S Interchangeable blade FS2014 (Torx 15IP)
@=— Screwdriver FS1485 (Torx 15IP)

Indexable inserts

P M K N S
HC HC HC HCHW  HC
0w ununxun 0ninln 0 xn
R A A R
r b olaalS S| alX¥alalZ2a=22a
X XN N W ung| X XX XX n un un
Designation mm mm ARSI A A A
LNHX120604R-L65T 0.4 3F
XNHX130608R-L65T 0.8 2 0o s
XNHX130612R-L65T 1.2 2 0o s
XNHX130616R-L65T 1.6 2 0o s
XNHX130620R-L65T 2 2 =
XNHX130624R-L65T 2.4 2 wms
XNHX130630R-L65T 3 14 0™
XNHX130632R-L65T 3.2 13 0o s
XNHX130640R-L65T 4 05 ks
XNHX1306 . . indexable inserts can only be used as front inserts. HC = Coated carbide
HW = Uncoated carbide
o0
; orkpiece Primary
ity of machine, W mar
St:\tr’\“d‘ cylamp'mg arrangement application
[}
Other
ication
Good Moderate applicati
very good  ©°
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Porcupine milling cutters
M4258 modular [ mm |

LDM . 170408R
SDM . 1204..

- Two or four cutting edges per indexable insert
- Half effective design with corner front piece
g p \90" L[/
g, P M K N S H 0
@ M4258 modular o0 o0 oo ( X}

No. of
Tool D¢ dg I I Lc indexable

Designation mm mm mm mm mm z inserts Type

™ H
Walter Capto™ in acc. with 150 26623 ;558 050_c6-02-75-M 50 | c6 | 110 87 77 2 13 14
2 |LDM.170408R

18 SDM . 120408
@7 _riTr d * M4258-063-C8-02-96-M 63 c8 150 115 98 2 31 >
Hispt i
i
lg
Walter Capto™ similar to ISO 26623 33 LDM . 170408R
(without gripper groove) * M4258-080-C8-03-116-M 80 c8 150 150 118 3 39 3 SOM . 120408
7_3\% T
b ::: dp
i l

Body with 80 mm diameter: Adaption without gripper groove
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D¢ [mm] 50 63 80
Front piece M4258-050-P20-02-25-F M4258-063-P30-02-36-F M4258-080-P40-02-36F
i ‘ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP) FS1453 (Torx 15IP)
s — Tightening torque 3,5Nm 3,5Nm
@ Clamping screw for front piece FS370 (SW 10) FS373 (SW 12)
Tightening torque 40 Nm 120,0 Nm
Accessories
D [mm] 50-80
@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
6| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
e Interchangeable blade FS2014 (Torx 15IP)
@)== Screwdriver FS1485 (Torx 15IP)

Indexable inserts

P M S
HC HC HC HC
5888858888888
r b AHEHEEHEREEEEEERE
Designation mm mm A A A A
LDMT170408R-D51 08 16 GG = R =
LDMT170408R-D57 08 16 OOV D B OBV S |
LDMT170408R-F57 08 16 DOHOIBD NS HBBVS =
LDMW170408R-A57 0.8 16 S CEcgES
SDMT120408-D51 038 GRS = CoEcgES n
SDMT120408-D57 0.8 DOOBS B OOBBVS B
SDMT120408-F57 038 OOV OBBRSD OB WS W™
SDMW120408-A57 0.8 IR CIEES

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Porcupine milling cutter basic bodies
M4258 modular [ mm |

SDM . 120408

|

P M K N S H 0

- Two or four cutting edges per indexable insert

- Basic body for porcupine milling cutters M2258 modular SiSh ¢ i8S OO
No. of
Tool D¢ dy I I Lc indexable
Designation mm mm mm mm mm zZ inserts Type
Walter Capto™ in acc. with IS0 26623 * M4258-050-C6-02-50-B 50 C6 85 62 52 2 1.2 10 SDM . 120408
y—v——( * M4258-063-C8-02-60-B 63 C8 115 80 63 2 2.8 12 )
T . ol S
D p—F— M — i &
L o] (o] |© ) ”?T‘\U\ l
N
le—Lc
le— lig —=|
lg

Walter Capto™ similar to ISO 26623 % M4258-080-C8-03-80-B 80 C8 115 115 83 3 33 25 SDM . 120408
(without gripper groove)

"‘,‘::““:;‘// | 77}’1‘(1"‘,_ T
De g—{— i @
L 7=k l

o] [o] [0 L
le—Lc
le—— g —=|
l4

Body with 80 mm diameter: Adaption without gripper groove
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D [mm] 50-80
IE%:ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP)
= Tightening torque 3.5Nm
Accessories

D¢ [mm] 50-80

@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm

Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

- Interchangeable blade FS2014 (Torx 15IP)
@:— Screwdriver FS1485 (Torx 151P)
Indexable inserts
P M K s
HC HC HC HC
niounwn L xXn Nnun woinl X n
A A A A A
r alalalal2S|alXlalala|22a
¥ XX N NN W X XX XN n n
Designation mm A A A
SDMT120408-D51 08 GG = CoE- 3 =
. SDMT120408-D57 0,8 DOOBVO B OOV (B
SDMT120408-F57 08 DOOBVOBBVS OB WSBN
SDMW120408-A57 0,8 SN S

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
Stztr’\“d‘tcylamping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Porcupine milling cutter front piece

M4258 modular | mm |
LDM . 170408R
SDM . 120408

P M K N S H 0

— Two or four cutting edges per indexable insert

- Half effective design with corner front piece M2258 modular SiSh ¢ i8S OO
No. of
Tool Dc L indexable
Designation mm mm z inserts Type
t B * M4258-050-P20-02-25-F 50 25 2 01 g
De {—i--
- 6 LDM . 170408R
(] - - -02-36-
J:!il—c * M4258-063-P30-02-36-F 63 35 2 03 > SDM 120408
* M4258-080-P40-03-36-F 80 35 3 0.6 g

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D [mm] 50-80
IE%ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP)
= Tightening torque 3.5Nm
Accessories

D [mml] 50-80

@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm

Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

- Interchangeable blade FS2014 (Torx 15IP)
@:— Screwdriver FS1485 (Torx 151P)
Indexable inserts
P M K s
HC HC HC HC
0y | x 0n 0| x
8188885988 88%53 ¢
r b AR EEHEEEEEE
Designation mm mm A A
LDMT170408R-D51 08 16 GG = 3R =
LDMT170408R-D57 08 16 OOV S B OB BVS W
LDMT170408R-F57 08 16 OOV S VS OB/BBS W
LDMW170408R-A57 08 16 AR CoE R
SDMT120408-D51 08 GG S = S W™ £
SDMT120408-D57 038 DOOBS B OBV &
SDMT120408-F57 08 DO WO BSD OB BSOS W
SDMW120408-A57 0.8 SRS G

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Porcupine milling cutters
M4258 modular

LDM . 170408R
SDM . 120408

- Two or four cutting edges per indexable insert
- Half effective design with corner front piece
g p \90" L1/
g, P M K N S H 0
@ M4258 modular o0 o0 oo ( X}
No. of
Tool Dc dg I I Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type

Walter Capto™ in acc. with IS0 26623 * M4258.051-C6-02-75-M 2,000 C6 4,331 3,425 3,031 2 2.9 14 LDM . 170408R

* M4258.064-C8-02-96-M 2500 | C8 | 5906 | 4528 | 3,858 2 7.0 18 | SDM. 120408

Walter Capto™ similar to ISO 26623
(without gripper groove)

T -

LDM . 170408R

* M4258.076-C8-03-116-M 3,000 c8 5906 | 5906 | 4646 3 8.0 33 SDM 120408

Body with 80 mm diameter: Adaption without gripper groove
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D¢ [mm] 2,000 2,500 3,000
Front piece M4258.051-P20-02-25-F M4258.064-P30-02-36-F M4258.076-P40-03-36-F
i ‘ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP) FS1453 (Torx 15IP)
s — Tightening torque 3,5Nm 3,5Nm
@ Clamping screw for front piece FS370 (SW 10) FS373 (SW 12)
Tightening torque 40 Nm 120,0 Nm

Accessories

D¢ [Inch] 2,000-3,000
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
6| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
e Interchangeable blade FS2014 (Torx 15IP)
@)== Screwdriver FS1485 (Torx 15IP)

Indexable inserts

P M S
HC HC HC HC
5888855888888
r b AHEHEEHEREEEEEERE
Designation mm mm A A A A A
LDMT170408R-D51 08 16 GG S = ColE-gE =
LDMT170408R-D57 038 16 OOV D B OB B/S |8
LDMT170408R-F57 08 16 DOHOIBD NS HBBVS =
LDMW170408R-A57 0.8 16 SN CECgE S
SDMT120408-D51 038 G n CoEcgE S -
SDMT120408-D57 08 DODBS B HOBNBVS B
SDMT120408-F57 038 OOV OB VRS OB WS W™
SDMW120408-A57 0.8 IR S BB

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo

Indexable insert milling cutters 395



J— | |IUJn|_-rER Milling tools with indexable inserts

Porcupine milling cutter basic bodies
M4258 modular

SDM . 120408

|

P M K N S H 0

- Two or four cutting edges per indexable insert

- Basic body for porcupine milling cutters M2258 modular SiSh ¢ i8S OO
No. of
Tool D¢ dy I I Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Walter Capto™ in acc. with IS0 26623 * M4258.051-C6-02-50-B 2,000 C6 3,346 2,441 2,047 2 2.6 10 SOM . 120408
y—u——( * M4258.064-C8-02-60-B 2,500 C8 4,528 3,150 2,480 2 6.2 12 )
=2 ,‘::;“‘:.:‘// | ,,J:J‘(Tr
D g—i—— OH— i @
L 6] [6] [0 s l
N
le—Lc
le— lig —=|
lg
Walter Capto™ similar to ISO 26623 % M4258.076-C8-03-80-B 3,000 C8 4,528 4,528 3,268 3 6.8 25 SDM . 120408
(without gripper groove)
& ‘,‘::““‘:;‘// I L’J(?r T

J
i

J—

i

l o] [o] |© L

Body with 80 mm diameter: Adaption without gripper groove
Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D¢ [Inch] 2,000-3,000
'E%:ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP)
= Tightening torque 35Nm
Accessories

D¢ [Inch] 2,000-3,000

@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm

Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

- Interchangeable blade FS2014 (Torx 15IP)
@:— Screwdriver FS1485 (Torx 151P)
Indexable inserts
P M K s
HC HC HC HC
niounwn L xXn Nnun woinl X n
A A A A A
r alalalal2S|alXlalala|22a
¥ XX N NN W X XX XN n n
Designation mm A A A
SDMT120408-D51 08 GG = CoE- 3 =
. SDMT120408-D57 0,8 DOOBVO B OOV (B
SDMT120408-F57 08 DOOBVOBBVS OB WSBN
SDMW120408-A57 0,8 SN S

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
Stztr’\“d‘tcylamping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Milling tools with indexable inserts

Porcupine milling cutter front piece
M4258 modular

LDM . 170408R
SDM . 120408

— Two or four cutting edges per indexable insert

P M K N S H 0

- Half effective design with corner front piece M4258 modular SN oo go= 00
No. of
T00| D¢ L indexable
Designation Inch Inch z inserts Type
t B * M4258.051-P20-02-25-F 2,000 0,984 2 0.3 g
De {—i--
= 6 LDM . 170408R
(] - -02-36-
J:!ﬁl—c * M4258.064-P30-02-36-F 2,500 1,378 2 0.7 > SDM 120408
* M4258.076-P40-03-36-F 3,000 1,378 3 13 g

Bodies and assembly parts are included in the scope of delivery.

DS B/ x New addition to the product range
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Assembly parts

D¢ [Inch] 2,000-3,000
'E%ﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP)
= Tightening torque 35Nm
Accessories

D¢ [Inch] 2,000-3,000

@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm

Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

- Interchangeable blade FS2014 (Torx 15IP)
@:— Screwdriver FS1485 (Torx 151P)
Indexable inserts
P M K s
HC HC HC HC
0y | x 0n 0| x
8188885988 88%53 ¢
r b AR EEHEEEEEE
Designation mm mm A A
LDMT170408R-D51 08 16 GG = 3R =
LDMT170408R-D57 08 16 OOV S B OB BVS W
LDMT170408R-F57 08 16 OOV S VS OB/BBS W
LDMW170408R-A57 08 16 AR CoE R
SDMT120408-D51 08 GG S = S W™ £
SDMT120408-D57 038 DOOBS B OBV &
SDMT120408-F57 08 DO WO BSD OB BSOS W
SDMW120408-A57 0.8 SRS G

HC = Coated carbide

[ X J
! kplece Primary
ility of machine, wor rima
St:\tr’\“d‘tcy\amping arrangement apphcatmn
[ ]
Other
jication
d Good Moderate applica
Very goo
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Slitting and slot milling cutters

F5055 | mm |
Walter BLAXX

- One cutting edge per indexable insert

P M K N S H 0
@ F5055 oo © o0 o0 o

No. of

T00| ) . D¢ dy SB ae lig in.dexable
Designation mm mm mm mm mm z inserts Type
Parallel bore F5055.B16.063.205.1,5 63 16 15 15 1.2 5 0,05 5 SX-1
DIN 138 longitudinal keyway F5055.816.063.205.2,0 63 16 2 15 16 5 0.04 5 |sx-2
F5055.B16.063.204.3,0 63 16 3 15 2.4 4 0,06 4 SX-3
F5055.B16.063.204.4,0 63 16 4 15 3.4 4 0,07 4 SX-4
F5055.B16.080.207.1,5 80 16 15 19 1.2 7 0,06 7 SX-1
F5055.816.080.207.2,0 80 16 2 19 16 7 0,07 7 SX-2
F5055.816.080.206.3,0 80 16 3 19 2.4 6 0,09 6 SX-3
F5055.816.080.206.4,0 80 16 4 19 3.4 6 0,12 6 SX-4
F5055.822.100.209.1,5 100 22 15 25 1.2 9 0,10 9 SX-1
F5055.822.100.209.2,0 100 22 2 25 1.6 9 011 9 SX-2
F5055.822.100.209.3,0 100 22 3 25 2.4 9 0,14 9 SX-3
F5055.822.100.209.4,0 100 22 4 25 3.4 9 0,18 9 SX-4
F5055.B32.125.211.1,5 125 32 15 33 1.2 11 0,15 11 SX-1
F5055.B32.125.211.2,0 125 32 2 33 1.6 11 0,17 11 SX-2
F5055.B32.125.211.3,0 125 32 3 33 2.4 11 023 11 SX-3
F5055.B32.125.211.4,0 125 32 4 33 3.4 11 0.29 11 SX-4
F5055.B40.160.214.2,0 160 40 2 38 16 14 0.29 14 SX-2
F5055.B40.160.214.3,0 160 40 3 38 2.4 14 0,38 14 SX-3
F5055.B40.160.214.4,0 160 40 4 38 3,4 14 05 14 SX-4
F5055.840.200.219.3,0 200 40 3 58 2.4 19 0,65 19 SX-3
F5055.B40.200.219.4,0 200 40 4 58 3.4 19 0,85 19 SX-4
F5055.B40.250.224.3,0 250 40 3 83 2.4 24 1,07 24 SX-3
F5055.B40.250.224.4,0 250 40 4 83 3.4 24 1,39 24 SX-4
* F5055.850.500.240.5,0 500 50 5 120 4 40 57 40 SX-5

Values for ag in combination with drive collar
For fitting the indexable insert, use the FS1494 or FS2249 mounting wrench

DS B/ x New addition to the product range
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Milling tools with indexable inserts

— |IUJl=II_TEI=!

Accessories D [mm] 63 63 80 80 80 100 100 100 125 125 125 160 160 200 250 500
SB [mm] 15-2 3-4 15 2 3-4 15 2 3-4 15 2 3-4 2 3-4 3-4 3-4 5
Drive collar FS1346|FS2291 FS1347 FS2292] FS1348 FS1349 FS1350 ‘
Mounting wrench FS2249 FS1494 FS2249 FS1494 FS2249
Ergonomic mounting wrench FS2290 FS2290 FS2290 FS2290 FS2290
fClampin_g screw FS966 (SW 5)
or retaining washer 8,0 Nm
Tightening torque
eyt st
ﬁ Key for clamping screw IS<052M9/356)—5
Drive collars and retaining washers should always be ordered in pairs.
Clamping screws for retaining washers are included in the scope of delivery.
Cutting inserts
P M K N S
HC HC HC HCHW|/HC HC
niniun Lanein 0nlnlnln ua nilin
Designation mm mm |33 |23 |33 3|22 |S |3 (232|223 3 2|23
SX-5E500L6-CE4 5 0.4 S B S B
SX-5E500L6-CF5 5 0.4 S B S =B
SX-2E200N02-CE4 2 02 |S S |8 S S |8
SX-3E300N02-CE4 3 02 |S S |8 S S |8
SX-1E150N01-CE4 15 0,15 S B S |8
SX-4E4O0N02-CE4 4 02 |&® DO &8 S DO |
SX-5E500N04-CE4 5 04 |® DO =B S DO =
SX-2E200N02-CF6 2 0.2 S B S B
SX-3E300N02-CF6 3 0.2 S B S B
SX-1E150N01-CF6 15 0,15 S B S =B
SX-5E500N04-CF5 5 0.4 S B S B
SX-5E500N04-CK8 5 0.4 S
SX-2E200N02-SF5 2 0.2 S B S B
SX-3E300N02-SF5 3 0.2 S B S B
SX-1E150N01-SF5 15 0,15 S B S B
SX-4E4O0N02-SF5 4 0.2 S B S =B
SX-5E500N04-SF5 5 0.4 S B S =B
SX-2E200N02-SK8 2 0.2 S
SX-3E300N02-SK8 3 0.2 S
SX-1E150N01-SK8 15 01 S
SX-4E4O0N02-SK8 4 0.2 S
SX-5E500N04-SK8 5 0.4 S
SX-5E500R6-CE4 5 0.4 S |8 S B
SX-5E500R6-CF5 5 0.4 S B S B
HC = Coated carhide
HW = Uncoated carhide
iece oe
. e i
S nent |t
[}
8 Other'
Moderate application
Verygood  60°
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Slitting and slot milling cutters

F5055 | mm |
Walter BLAXX

- One cutting edge per indexable insert

P M K N S H 0
@ F5055 oo © o0 o0 o

No. of
Tool . . D¢ d; dg lg SB ae ir!dexahle

Designation mm mm mm mm mm mm Z inserts Type

ScrewFit F5055.136.063.204.3,0R 63 36 75 3 15 4 0.6 4
T F5055.T45.080.206.3,0R 80 45 85 3 19 6 0.8 6 |0

} I F5055.736.063.204.4,0R 63 36 76 4 15 4 0.6 4
. df F5055.745.080.206.4,0R 80 45 86 4 19 6 0.8 s |t

SB
= ol

Parallel bore F5055.8N16.063.204.3,0R 63 16 35 40 3 15 4 0.03 4

DIN 138 fongitudinal keyway F5055.8N16.080.206.3,0R 80 16 40 40 3 19 6 0.06 6
Tgr F5055.8N22.100.209.3,0R 100 22 40 40 3 25 9 0.10 9 |sx-3

% F5055.BN32.125.211.3,0R 125 32 80 50 3 33 1 1 11

l F5055.BN40.160.214.3,0R 160 40 58 63 3 38 % | 025 | 14

F5055.8N16.063.204.4,0R 63 16 35 41 4 15 4 0.05 4

46 F5055.8N16.080.206.4,0R 80 16 80 41 4 19 6 0.46 6
F5055.BN22.100.209.4,0R 100 22 48 41 4 25 9 0.14 9 [Sx-4

F5055.BN32.125.211.4,0R 125 32 48 51 4 33 1 | 02 | 11

F5055.BN40.160.214.4,0R 160 40 58 64 4 38 % | 040 | 14

4§B
A

For fitting the indexable insert, use the FS1494 or FS2249 mounting wrench
Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts
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Assembly parts Type SX-3/SX-4 SX-3/SX-4 SX-3/SX-4 SX-3/SX-4 SX-3/SX-4
D [mm] 63 80 100 125 160
Bore adantor part AA704-B16-G16- | AA704-B16-G16- | AA704-B22-G22- | AA704-B32-G32- | AA704-B4O-G4O-
porp 040-A 040-B 040-B 050-B 063-B
. AAT766- AAT766-
NCT ScrewFit adaptor T36-616-040 | T45-G16-050
Accessories Type SX-3/SX-4 SX-3/SX-4 SX-3/SX-4 SX-3/SX-4
D, [mm] 63 80-100 125 160
Clamping screw for adaptor FS938 (SW 6) FS938 (SW 6) FS938 (SW 6) FS938 (SW 6)
Clamping screw for milling cutter FS2270 (Torx 15IP) FS2270 (Torx 15IP) FS2271 (Torx 20IP) FS2272 (Torx 30IP)
Tightening torque 6,5 Nm 6.5 Nm 7 Nm 8 Nm
———— Mounting wrench for cutting insert FS2249 FS1494 FS1494 FS1494
Ergonomic mounting wrench FS2290 FS2290 FS2290 FS2290
Torque T-handle FS2041 FS2041 FS2041 FS2041
Tightening torque 4,5-14 Nm 4,5-14 Nm 4,5-14 Nm 4,5-14 Nm
@): Screwdriver FS1485 (Torx 15IP) FS1485 (Torx 15IP) FS1486 (Torx 20IP) FS1175 (Torx 30)
/ /Elda;?:mg screw Allen key 1S02936-6 (SW 6) 1S02936-6 (SW 6) 1S02936-6 (SW 6) 1S02936-6 (SW 6)
———a—— Interchangeable blade FS2047 (Torx 15IP) FS2047 (Torx 15IP) FS2048 (Torx 20IP) FS2046 (Torx 30)
Cutting inserts
P M K N S
HC HC HC HC HW|HC HC
niun unn L unn g, ninunln 00 ninln
oo L QRAY MW MO L0 . ] e | == | 2| o
dERFSISE S NS ERZealzEE s
S r ¥ XX nnnnnn<clX XX XXxononannon
Designation mm mm 2222222223 (22222 2222222
SX-3E300N02-CE4 3 02 |® S |8 S S |8
SX-4E4O0N02-CE4 4 02 |&® DO & S DO |
SX-3E300N02-CF6 3 0.2 S B S B
SX-3E300N02-SF5 3 0.2 S B S B
SX-4ELOOND2-SF5 4 0.2 S = S |B
SX-3E300N02-5K8 3 0.2 S
SX-4E4O0N02-SK8 4 0.2 S
HC = Coated carhide
HW = Uncoated carhide
o0
i kpiece imary
ey of maching, wor! Priman
St:\?\“d‘tcylamping arrangement application
[}
Other
ication
d Moderate applicati
Very good  6°°
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Slitting and slot milling cutters

F5055
Walter BLAXX

- One cutting edge per indexable insert

P M K N S H 0
% F5055 oo © o0 o0 o

No. of
Tool . . D¢ dp dg lg SB ae ir!dexahle
Designation Inch Inch Inch Inch Inch Inch Z inserts Type
Parallel bore F5055.UBN16.063.204.3,0R 2480 | 0500 | 1378 | 1575 | 0118 | 0591 | 4 0.6 4
DIN 138 transverse keyway F5055.UBN16.080.206.3,0R 3150 | 0500 | 1575 | 1575 | 0118 | 0748 6 0.9 6
THT F5055.UBN22.100.209.3,0R 3937 | 0750 | 1575 | 1575 | 0118 | 0984 | 9 13 3 |sx-3
T F5055.UBN32.125.211.3,0R 4921 | 1000 | 3150 | 1,969 | 0118 | 1299 | 11 23 11
F5055.UBN40.160.214.3,0R 6,299 | 1,500 | 2.283 | 2480 | 0118 | 1496 | 14 48 14
F5055.UBN16.063.204.4,0R 2480 | 0500 | 1378 | 1614 | 0157 | 0591 | 4 0.6 4
ds F5055.UBN16.080.206.4,0R 3150 | 0500 | 3.150 | 1614 | 0157 | 0748 | 6 10 6
F5055.UBN22.100.209.4,0R 3937 | 0750 | 1890 | 1614 | 0157 | 0984 | 9 14 9 |Sx4
F5055.UBN32.125.711.4,0R 4921 | 1000 | 1,890 | 2,008 | 0157 | 1299 | 11 m 11
F5055.UBN40.160.214.4,0R 6,299 | 1,500 | 2.283 | 2520 | 0157 | 1496 | 14 5.1 14
] ]38
4

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

— ||UJ

Assembly parts

Type
D¢ [Inch]

Bore adaptor part

SX-3/SX-4
2,480

AA704.B13-G16-

SX-3/SX-4
3,150

AA704.B13-G16-

SX-3/SX-4
3,937

AA704.B19-G22-

SX-3/SX-4
4,921

AA704.B26-G32-

ALTER

SX-3/SX-4
6,299

AA704.B38-G40-

040-A 040-B 040-B 050-B 062-B

Accessories Type SX-3/SX-4 SX-3/SX-4 SX-3/5X-4 SX-3/5X-4 SX-3/SX-4
Dc [Inch] 2,480 3,150 3,937 4,921 6,299
Clamping screw for adaptor FS938 (SW 6) FS938 (SW 6) FS939(SW8) | FS941(SW14) | FS942(SW 17)

Clamping screw for milling cutter

FS2270 (Torx 15IP)

FS2270 (Torx 15IP)

FS2270 (Torx 15IP)

FS2271 (Torx 20IP)

FS2272 (Torx 30IP)

Tightening torque 6,5Nm 6,5Nm 6,5 Nm 7 Nm 8 Nm
Mounting wrench FS2249 FS1494 FS1494 FS1494 FS1494
for cutting insert

Ergonomic mounting wrench FS2290 FS2290 FS2290 FS2290 FS2290

Clamping screw Allen key
Adaptor

1S02936-6 (SW 6)

1S02936-6 (SW 6)

1502936-6 (SW 6)

1S02936-6 (SW 6)

1S02936-6 (SW 6)

Torque T-handle FS2041 FS2041 FS2041 FS2041 FS2041
Tightening torque 4,5-14 Nm 4,5-14 Nm 4,5-14 Nm 4,5-14 Nm 4,5-14 Nm
Screwdriver FS1485 (Torx 15IP) | FS1485 (Torx 15IP) | FS1485 (Torx 15IP) | FS1486 (Torx 20IP) | FS1175 (Torx 30)
Interchangeable blade FS2047 (Torx 15IP) | FS2047 (Torx 15IP) | FS2047 (Torx 15IP) | FS2048 (Torx 20IP) | FS2046 (Torx 30)
Cutting inserts
P M K N S
HC HC HC HCHW/HC HC
ninlun nlQuannin niwnunln 0nininiuln
mmmm"’mmgmmmmmmm """""-ngln
ISP AT PN N A T R I N
s r X XX 0l nunnun g XXX XXxXxonoonononon
Designation mm mm (2223323232322 2= =2
SX-3E300N02-CE4 3 02 |&® DO &8 S DS |
SX-4E4OONO2-CE4 4 02 |® S |8 S S |8
SX-3E300N02-CF6 3 0,2 S B S =B
SX-3E300N02-SF5 3 0,2 S B S =
SX-4E4OOND2-SF5 4 0.2 S = S B
SX-3E300N02-SK8 3 0.2 S
SX-4E400N02-SK8 4 0.2 @
HC = Coated carbide
HW = Uncoated carbide
')
i kpiece imary
“ity of machine, wor Priman
St:\?\“d‘tcyl:mping arrangement application
°
Other'
Moderate application
Very good Good
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Copy milling cutters with round inserts

M2471[ mm |
RNMX1206M0

- For roughing turbine blades
- Eight cutting edges per indexable insert [Z]

P M K N S H 0

; M2471 o0 oo (X J

No. of
Tool R D, dp Iy, Lc indexable
Designation mm mm mm mm mm Z inserts Type
ScrewFit M2471-032-T28-03-06 6 32 T28 40 6 3 0,2 3
RNMX1206M0
T M2471-040-T36-04-06 6 40 136 40 6 4 03 4
dp
— |
I}
ScrewfFit
Parallel bore M2471-050-B22-05-06 6 50 22 40 6 5 0,5 5
DIN 138 transverse keyway M2471-052-B22-05-06 6 52 | 22 | 40 6 5 04 5 | RNMX1206MO
M2471-063-B22-07-06 6 63 22 40 6 7 0.4 7

Bodies and assembly parts are included in the scope of delivery.

406 Indexable insert milling cutters



Milling tools with indexable inserts — | |IUJl=II_'I'EF!

Assembly parts

D, [mm] 32-63
IE%:ﬁ' Clamping screw for indexable insert FS1453 (Torx 15IP)
= Tightening torque 3.5Nm
Accessories

D, [mm] 32-63

@] Torque screwdriver, analogue FS2003
Tightening torque 1,5-5,0 Nm
-

- Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm

h

Interchangeable blade FS2014 (Torx 15IP)

————
@z- Screwdriver FS1485 (Torx 15IP)

Indexable inserts

P M K N S
HC HC HC HC|HW| HC
AR CA A e -]
N (g 2g 2 Namiao @)
d alalal2|a|lXX¥lala|Z|a=2a
¥ ¥ nwn XXX 00
Designation mm EEAE A
RNMX1206M0-D57 12 A =
@ RNMX1206M0-F67 12 A E =
HC = Coated carbide
HW = Uncoated carbide
)
i kpiece imary
i1y of machine, WOT Priman
Staatr’\“d‘tcyl:mping arrangement application
°
Oother
ication
d Good Moderate applicati
Very goo
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Copy milling cutters with round inserts

M2471
RNMX1206M0

- For roughing turbine blades
- Eight cutting edges per indexable insert [Z]

P M K N S H 0

: M2471 o0 oo (X J

No. of
Tool R Da dp Iy Lc indexable
Designation Inch Inch Inch Inch Inch z inserts Type
Parallel bore M2471.051-B19-05-06 0236 | 2000 | 0750 | 1.500 | 0,236 5 0.6 5 NVXLZ06MO
DIN 138 transverse keyway M2471.064-B26-07-06 0236 | 2500 | 1000 | 1750 | 0,236 7 13 7

Bodies and assembly parts are included in the scope of delivery.
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Milling tools with indexable inserts

Assembly parts

— |IUJl=II_TEI=!

D, [Inch] 2,000 2,500
(i iﬁ. Clamping screw for indexable insert FS1453 (Torx 15IP) FS1453 (Torx 15IP)
ii L Tightening torque 35Nm 3,5Nm
Clamping screw
for arbour-mounted tools FS1523 F51586
Accessories
D, [Inch] 2,000-2,500
@] Torque screwdriver, analogue FS2004
Tightening torque 1,5-5,0 Nm
5| ] Torque screwdriver, digital FS2248
Tightening torque 1,0-6,0 Nm
_— Interchangeable blade FS2014 (Torx 15IP)
@=— Screwdriver FS1485 (Torx 15IP)
Indexable inserts
P M K N S
HC HC HC HCHW| HC
0ninln lian 0ninln 0in
NMEEEREIRHEEIREE
d alaal2a|ldXlalaZal=2a
X X0 n o I EXX D0
Designation mm AR A
RNMX1206M0-D57 12 I 3
@ RNMX1206M0-F67 12 A =
HC = Coated carbide
HW = Uncoated carbide
(Y
i kpiece imary
ey of machine, wor Priman
Staatr’\“d‘tcylamping arrangement application
[ ]
Other
lication
Good Moderate appht
Very good
Indexable insert milling cutters 409
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Milling

Cutting data for roughing

WKP35G/WMP456G

ﬁ = Cutting data for wet machining
3% = Dry machining is possible

Cutting material grades

Starting values for
cutting speed v¢ [m/min]

Overview of the main material groups @ oF - He
= and code letters a s S Face/shoulder milling
g g g = WKP356
£ 2|5, | £ a0/ De*
2 5 | ez | = = j% 172 15
C<0.25% Annealed 125 428 P1 e (oo 250 300
C>0.25..<0.55% Annealed 190 639 P2 e (oo 220 260
Nun-ellzil el C>0.25..<0.55% Heat-treated 210 708 P3 e (oo 215 250
C>0.55% Annealed 190 639 P4 °o | oo 220 260
C>0.55% Heat-treated 300 | 1013 P5 ° (oo 160 180
Free-machining steel (short-chipping) Annealed 220 745 P6 ® | oo 210 240
Annealed 175 591 P7 ® (oo 220 270
P T — Heat-treated 300 1013 P8 e oo 170 190
Heat-treated 380 | 1282 P9 e oo 130 150
Heat-treated 430 1477 | P10 e o0 110 130
) Annealed 200 675 P11 o oo 130 160
E;S{“_’;'I'g;’ fgsle'sf:edl Hardened and tempered 300 | 1013 | P12 | ® |e@e@ 80 90
Hardened and tempered 400 1361 | P13 e o0 70 80
Stainless steel Ferritic/m::-lrtensitic, annealed 200 675 P14 e oo 140 160
Martensitic, heat-treated 330 1114 | P15 e (oo 90 110
Austenitic, quench hardened 200 675 Ml |ee | @
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1013 M2 |ee® | ®
Austenitic/ferritic, duplex 230 778 M3 |ee® | @
. Ferritic 200 675 K1 e (oo 160 190
Malleable cast iron =
Pearlitic 260 867 K2 e (oo 140 170
o Low tensile strength 180 602 K3 ° | oo 300 330
K High tensile strength/austenitic 245 825 K& o | oo 190 220
Cast iron with spheroidal graphite Ferrit.ic. EE 218 K o |ee 200 220
Pearlitic 265 885 K6 e oo 130 150
GGV (CGI) 200 675 K7 e (oo 130 160
Wrought aluminium alloys Nothrdenghic 0 -~ higkes
Hardenable, hardened 100 343 N2 | e®
< 12% Si, not hardenable 75 260 N3 | e®
Cast aluminium alloys < 12% Si, hardenable, hardened 90 314 N4 | @@
>12% Si, not hardenable 130 447 N5 | @@
N Magnesium-based alloys? 70 250 N6 | @@
Unalloyed, electrolytic copper 100 343 N7 | e®
Copper and copper alloys Brass, bronze, red brass 90 314 N8 | @@
(bronze/brass) Cu alloys, short-chipping 110 | 382 N3 | ee®
High-tensile, Ampco 300 | 1013 | N10 | ee®
Fo-based Annealed 200 675 S1 | ee
Hardened 280 943 S2 | ee
Heat-resistant alloys Annealed 250 839 S3 ()
Ni- or Co-based Hardened 350 1177 S4 | ee
S Cast 320 | 1076 S5 | ee
Pure titanium 200 675 S6 | ee
Titanium alloys a and B alloys, hardened 375 1262 S7 (1)
B alloys 410 1396 S8 | ee
Tungsten alloys 300 | 1013 S9 | ee
Molybdenum alloys 300 1013 | S10 | ee®
Hardened and tempered 50HRC| - H1 (L]
Hardened steel Hardened and tempered 55HRC| - He o0
H Hardened and tempered 60HRC| - H3 (1)
Hardened cast iron Hardened and tempered 55HRC| - H4 (1)
Thermoplastics Without abrasive fillers 0l |ee | @ 400 400
Thermosets Without abrasive fillers 02 |ee | o 300 300
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06 o0

@ @ Recommended application (the specified cutting data is regarded as starting values for the recommended application)
® Possible application, reduce cutting data by 30-50% (increase by approx. 70-80% for ISO M)

! The classification of the machining groups can be found from page C 671 onwards in the Walter General Catalogue 2017.

2 Cutting data can also be used without coolant.
*ag/Dc=1/10,vc=10% higher than1/5

3 Water-miscible coolants must not be used when machining magnesium alloys.
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The specified cutting data are average standard values.
For specific applications, adjustment is recommended.

Cutting material grades

Starting values for
cutting speed v¢ [m/min]

HC
Shoulder mi_IIing \{vi_th full effective | Slot miIIin_g with _half effective ) Circ_ular . ) Slot r_nilling Copy milling Copy milling
porcupine milling cutters porcupine milling cutters interpolation milling with slotting cutters WKP356 WMP45G
WKP356 WKP35G WKP356G WKP35G
ae / Dc* ap / Dc* ae / Dc* ae/ De ae / D¢ ae/ De
1/1 1/1 1/1

1/2 1/5 12 1/5 12 1/5 1/4* 1/10 1/1 1/5 1/10 12 1/5 1/20

195 250 195 250 220 270 195 250 240 300 300

170 215 170 215 200 230 170 215 200 255 275

155 190 155 190 210 230 160 205 185 240 240

170 215 170 215 200 230 160 200 155 195 210

130 145 130 145 140 160 130 145 145 180 185

150 210 150 210 190 220 160 205 200 255 275

170 215 170 215 200 240 170 215 165 210 230

130 145 130 145 150 170 125 145 155 195 215

85 100 85 100 110 130 85 95 145 180 200

80 90 80 30 80 100 80 30 120 155 170

100 120 100 120 120 140 100 120 110 145 160

65 75 65 75 80 90 65 80 75 100 100

60 70 60 70 70 80 60 70 65 80 90

105 120 105 120 120 140 105 130 120 155 170 125 150 185

60 70 60 70 60 70 60 85 110 145 155 100 120 150
120 140 180
100 120 155
110 130 165

150 170 150 170 110 120 140 155 250 290 310

120 140 120 140 130 160 135 145 200 240 260

160 180 160 180 270 300 160 180 240 280 300

120 140 120 140 150 180 120 140 190 230 250

140 150 140 150 180 200 140 150 240 280 300

105 115 105 115 120 140 110 120 190 230 250

150 170 150 170 120 150 120 135 180 220 250
70 80 100
50 50 65
55 60 80
35 40 50
45 50 60
70 90 110
45 50 60
35 40 50
45 50 60
45 50 60

400 400 400 400 300 300 400 400 400 450 500

300 300 300 300 400 400 300 300 300 350 400
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Feed determination (starting values)

Cutter type M3024 M4003 M2136
Feed per tooth fz
for
ae = D¢
ap = apmax = Lc
j=N
3 | Lead angle k 90° 45° 90°
&
] fz0 [mm] fzo [mm] fzo [mm] fz0 [mm]
% Tool diameter or diameter range [mm] 63-160 20-100 25-160 50-160
= | Maximum depth of cut ap max = L [mm] 6,0 45 6.5 6.5
Non-alloyed steel ! 0,45 0,20 0,25
P Low-alloy steel 0,40 0,15 0,20
High-alloyed steel and tool steel 032 0,15 0,20
Stainless steel 022 012 015
M | Stainless steel 2 017 0,10 0,12
Malleable cast iron 0,32 0.20 0.25 0,20
K Grey cast iron 0,55 0,25 0,30 0,25
Cast iron with spheroidal graphite 0,45 0,20 0,25 0,20
GGV (CGI) 0.27 017 0.20 0.15
Wrought aluminium alloys 0,12 0,15
N Cast aluminium alloys 0,12 0,15
Magnesium alloys 0,10 012
Copper and copper alloys (bronze/brass) 0.10 012
Heat-resistant alloys 0,10 012
s Titanium alloys 0,10 012
Tungsten alloys 0,10 012
Molybdenum alloys 0,10 012
H Hardened steel
Hardened cast iron
Thermoplastics 0,10 0,15
0 | Plastic, carbon-fibre-reinforced 0,15
Graphite (technical) 010
: Z Z
g < g <
2 z S S
S @ 5] =~
s < - ]
Indexable insert types Z 2 A 4
Correction factor Kag ag /D= 1/1-1/2 1.0 1.0 1.0 1.0
1/5 11 11 11 11
for the feed per tooth depending 1/10 12 12 12 12
on the ratio of width of cut ae : : :
to milling cutter diameter D 1/20 13 13 13 13
1/50
ap= 1
Correction factor Kap 2
for the feed per tooth depending 3
on the depth of cut ap 4
6
fz = fz0- Kae - K 8
z=Tz0" Kae - Ka
¢ P ap max = Lc

! and steel casting

¢ and austenitic/ferritic

" only possible if a, < 0.75 x D¢
** only with ag/D¢ < 1/5
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The specified feed rates are average standard values.
For specific applications, adjustment is recommended.

M2331 M4130 F5055 M2471
\
| lo
‘ I
For face/shoulder milling mterfjoor\ac!irgrl]ilr?:illmg For shoulder milling operations Fmgﬁﬁﬁ?;?;ﬁgsfg‘m
90° 90° 90° 90° 90°
fzo [mm] fzo [mm] fzo [mm] | fzo [mm] [ fzg [mm] | fzg [mm] | fzg [mm] | fzg [mm] fz0 [mm] fz0 [mm]
32-50 40-50 32-50 40-50 16-25 32-50 50-100 16-20 25-50 50-100 | 63-125]63-160 [ 63-250 | 63-250| 500 32-40 40-63
15 20 15 20 8 13 16 8 13 16 15 20 30 4,0 5.0 6 6
015 0.20 025 013 017 022 0.06 0,08 0.10 0.12 0.12 017 022
010 015 017 0,09 013 017 0,06 0,07 0,09 011 0,10 017 015
010 015 017 0,09 013 017 0,06 0,07 0,09 011 0,10 013 015
0,08 012 015 0,07 0.10 013 0.05 0.06 0,08 0,09 0,05 0,09 011
0,08 0,10 012 0,07 0,09 0,10 0,05 0,06 0,08 0,09 0,05 0,09 011
012 0,20 0.25 010 017 022 0,06 0,07 0,09 011 012
015 0.25 030 013 022 0.27 0,06 0,08 0,10 012 0,14
012 0,20 0.25 0,10 017 022 0,06 0,07 0,09 011 012
010 015 017 010 017 022 0,10
015 0,20 013 018 0,12
012 015 013 018 0,10
012 012 013 018 0,10
0,10 0,10 011 013 0,10
0,08 012 015 0,07 0,10 013 0,05 0,06 0,08 0,09 0,05 0,09 011
0,08 012 015 0,07 0,10 013 0,05 0,06 0,08 0,09 0,05 0.09 011
0,08 012 015 0,07 0,10 013 0,05 0,06 0,08 0,09 0,05 0.09 011
0,08 012 015 0,07 0,10 013 0,05 0,06 0,08 0,09 0,05 0.09 011
015 015 012 017 0.20 012 017 0.20
012 012 0,10 0,15 015 0,10 0,15 015
=R - O - - T - - - - T T - - - T O - -
5] 5] o o : D D | ; ) = >
S S 5] S| = = = = = 3 & & & & & & &
1,0 1,0 1,0 10 1,0 10 1,0 1,0 1,0 1,0 15 15 15 15 1,0 10
11 11 11 11 11 11 11 11 11 11 18 18 18 18 1.0 1.2 12
12 12 12 1.2 12 12 1.2 12 12 1.2 25 25 25 25 12 15 15
13 13 13 13 13 13 13 13 13 13 33 33 33 33 14 18 18
58 58 58 58 15 20 20
15 16
12 13
1.0 11
1.0 1.0
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Application information for M4002/F2010 high-feed face milling cutters

Ramplng Maximum plunging depth E [°]
SD..06T2..
Da [mm]
r=04mm | r=08mm | r=12mm | r=16mm | r=20mm | r=25mm ZDR
20 37 29 2,2 15
25 2,2 18 14 0,6
J © E \ 32 13 1 0.7 0.4
/ 35 1.2 1 0.7 05
D —— 40 11 09 0,7 03
42 0.8 07 0,5 03
50 0.8 0.7 0,5 03
52 0.7 0.6 0,5 03
63 0,6 0.4 0.3 0.2
66 05 0.4 0.3 0.2
D, (mm SD..09T3..
r=04mm | r=08mm | r=12mm | r=16mm | r=20mm | r=25mm ZDR
25 4,3 35 2,8 23 1.2 12
32 36 31 2,7 23 19 18
35 29 2,5 2,2 19 15 16
40 2.2 19 16 1.4 1.2 12
42 2 17 15 13 1 1
50 15 13 11 1 0.8 0.8
52 13 1.2 1 0.8 0,7 0.7
63 1 0.8 0.7 0.6 05 0.5
66 0.9 0.8 0,7 0.6 0.4 0.4
SD .. 120408 ..
Dg [mm]
r=04mm | r=08mm | r=12mm | r=16mm | r=20mm | r=25mm ZDR
50 19 17 15 13 1 1
52 18 16 14 1.2 0.9 09
63 12 11 09 0.8 0,6 0,6
66 11 1 0.9 0,7 0,6 0.6
80 0.8 0,7 0.6 0,5 0.4 0.4
85 07 0,7 0,6 0,5 0.4 03
100 05 0.4 0.4 0.3 0.2 0.2
125 0.4 0.4 03 0.3 0.2 0.2
Circular interpolation milling
of a hole into solid material Diameter range for milling a hole in one pass [mm]
Indexable insert
! ‘—|__|—| SD .. 06T204 SD .. 097308 SD.. 120408
- ‘ Da [mm] Domin [mm] Domax [mm] Domin [mm] Domax [mm] Domin [mm] Domax [mm]
apmax/2 | i(;(\ap max 20 28,6 40
# - 2 i 25 386 50 33.26 50
f 32 52,6 64 47,26 64
D, Ba 35 58,6 70 53,26 70
40 68,6 80 63,26 80
42 72,6 84 67,26 84
50 88,6 100 83,26 100 77,12 100
52 92,6 104 87,26 104 81,12 104
63 114,6 126 109,26 126 103,12 126
66 120,6 132 115,26 132 109,12 132
80 137,12 160
85 14712 170
100 177,12 200
125 227,12 250
200 323,26 400 377.12 400
250 423,26 500 477,12 500
315 553,26 630 607,12 630
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Application information for M4002/F2010 high-feed face milling cutters

(continued)

Programming information

Indexable insert al] rt [mm] x [mm] kr [mm] k [mm]
SD..06T212 15 21 0,68 2.2 4,86
SD .. 06T2ZDR 15 13 0,72 2,63 4,29
SD..06T204 15 17 1 1,83 5.7
SD .. 097320 15 33 094 3,41 7,07
SD..09T3ZDR 15 2.4 1,09 3,65 6.9
o Tk SD .. 097308 15 2.7 1,43 2,83 8,37
SD .. 120425 15 43 132 4,46 9,61
SD .. 1204ZDR 15 31 1,58 4,85 931
SD .. 120408 15 35 2,02 3,65 11,44

i i — In order to achieve an increase in productivity,

! ! it is recommended to use the D¢ g5 When calculating
1 ap Dcreal » De + 8- ap the cutting data.

| o ¢ — The D¢ real depends on the depth of cut ap

(see figure).

“7 Decreal “7 Dcreal

Application information for M4003/F2010 face milling cutters

Face mllllng Max. milling depth a, [mm]

SD .. 09T3AZN SD .. 1204AZN

a 45 65

— -

«—p——
. Maximum feed angle E [°]
Ramplng Metric
Dc [mm] SD..09T3AZN.. SD..1204AZN..
J: 20 23,2
i 25 16,9 259
\/~ W } 32 121 17.9
Pa—— '/¢ ¢ 40 91 132
50 7.0 9.8
63 53 7.4
80 4,0 56
100 31 4,3
125 34
160 6.8 2,6

Vertical plunglng Max. plunging depth Tp,5x [mm]

[— SD..09T3AZN.. SD..1204AZN..

Tmax 415 6,0
N

Dc
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Application information for M2331 ramping milling cutters

Shoulder milling

Max. milling depth ap,ax [mm]

Corner radius r ZDGT15AL.. ZDGT20A5..
[mm]
¢ 0.4 16,0 213
0.8 16,0 213
O ' : .
“pmex 12 159 212
. T 1.6 15,8 21,0
2,0 15,7 209
25 15,5 20,8
30 15,4 20,6
4,0 151 203
50 20,0
6,0 19,8
6.4 19,7
Ramplng Maximum feed angle E [°]
—. Dc [mm] ZDGT15A4.. ZDGT20A5..
32 11
Y 40 7 12
50 5 8
@)
— i
De /
Vertical pIunglng Max. plunging depth Tp,ax [mm]
FL Corner radius ¢ ZDGT15A4.. ZDGT20A5.
[mm]
0.4 45 6.0
0.8 4,5 6.0
O ¢ 1.2 Lt 59
- Trax
AN f 16 4,2 57
r 2,0 4,1 56
25 4,0 55
30 3,8 53
4,0 35 50
5.0 4,7
6.0 45
6.4 Lt
Circular interpolation
of a hole into solid material Possible hole diameters and axial feeds
Milling cutter ZD .. 15A4 .. ZD .. 20A5 ..
dia.
D¢ [mm] Do min [mm] Do max [mm] fmax [mm] Do min [mm] Domax [mm] fiax [mm]
32 45 64 7.9
¢ 40 61 80 8,1 54 80 9.3
50 81 100 85 74 100 10,6
fmax
Dc
Do
Designation Tightening screw for adaptor Designation Tightening screw for adaptor
M2331-040-B16-03-15 M8 x 40 (SW6) M2331-050-B22-04-15 M10 x 35 (SW8)
M2331-050-B22-02-15 M10 x 35 (SW8) M2331-050-B22-02-20 M10 x 40 (SW8)
M2331-050-B22-03-15 M10 x 35 (SW8) M2331-050-B22-03-20 M10 x 40 (SW8)
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Application information for M4130 shoulder milling cutter

Ramping and circular plunging

into solid material Maximum feed angle E [°]
Dc [mm] LD..08T204R.. LD..14T308R.. LD..170408R

16 4,6
20 2,7
25 19 55
32 29
40 19
50 14 19
63 1,0 13
80 1
100 0,7

i

'

|
© © a:”
L

Circular interpolation

Maximum axial feed per tool revolution ("thread pitch™) b [mm]

‘ Premachined hole diameter LD..08T204R.. LD..14T308R.. LD..170408R..
%_ﬁ Dg min [mm] Dg max [mm] Dc (mm] Dc [mm Dc [mm
i 16 |20 | 25| 25|32 | 40 | 50 | 63 | 40 | 50 | 63 | 80 | 100|125
| i 20,6 32 57
\ 28,6 40 57|57
B 38,6 50 57| 57|57
. 316 50 57575792
45,6 64 5757579292
616 80 5757 |57]92]92) 92
816 100 5757 |57]92]9292]92
1076 126 5757 |57]92[92|92]92/92
57.6 80 57|57(57]92]92]92]92]92]|11.2
77.6 100 57|57|57]92]92]92]92]92]|11.2|112
1036 126 57|57(57]92]92]92]92]92]|11.2|11.2|112
1376 160 57|57|57]|92]92]92]92]92]|112|11.2|11.2|112
1776 200 57|57|57]92]92]92]92]92]|112|11.2|11.2|11.2|112
2276 250 57|57(57]92]92]92]92]92](112/11.2|11.2|11.2|11.2|11.2
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Information on high-speed applications

. Maximum permissible speeds:

The limit values specified in the tables should not
be exceeded. Otherwise correct operation and/or
reliability are no longer guaranteed.

. Only use original Walter indexable inserts and
assembly parts (screws, etc.). New screws should
be used after having replaced the indexable
inserts five times at the most.

4.

Balancing:

Balancing in two steps must be performed
when working at high speeds (> 6000 rpm) or
at circumferential speeds of > 1000 m/min:

a. Basic balancing of the tool body including
indexable inserts (can be carried out by Walter
if required). In this case, tool adaptors that
have been balanced separately beforehand

. Short projection lengths reduce concentricity

faults, and increase spindle service life. The
specified speeds only apply to the use of tools
without additional extensions and for tools with
a neck length of < 2.2 xDe.

For tools with longer neck lengths, the speeds
must be reduced upon consultation with Walter.

must be used.

b. Fine balancing of the tool when fully mounted
on the adaptor. The fine balancing operation

is strongly recommended, as even the smallest
concentricity error can seriously affect the
balance status.

3. Observe the torques specified in the catalogue.

Metl’iC Nmax [rpm] with D
Tool Safety-related parts In relation to ? 16 720 025 7 32 @ 35 @ 40 9 50
XN.U0705... Dc 12.500 11.200
M3024
XN.U0906... Dc
SD..06T2... Da 28.300 25.300 22.400 20.000 17.900
M4002 SD..09T3... Dy 34.900 30.800 29.500 27.600 24.600
SD..1204... Dy 17.900
SD..09T3... D¢ 40.000 38.000 33.600 30.100 26.900
M4003
SD..1204... D¢ 33.300 29.400 26.300 23.500
ZD..15A4.. Dc 40.000 39.800 34.400
M2331
ZD..20A5.. Dc 40.000 34.000
LD..08T204... Dc 40000 34.300 29.400
M4130 LD..147308... Dc 40.000 33.600 28.800 25.000
LD..170408... Dc 17.300
M2136 SNEF... Dc 11.200
SD..1204.. Dc 17.300
M4258
LD..1704.. Dc 17.300
M2471 RNMX12... D¢ 26.600 23.300 20.400
Inch Nmax [rpm] with D
Tool Safety-related parts In relation to @ 0,750 1,000 1,250 ? 1,500 © 2,000 @ 2,500 ? 3,000
XN.UO705... D¢ 12,800 11,100 9,900 9,000
M3024
XN.U0906... Dc 8,400 7,600
SD..06T2... D4 28,300 25,300 22,400 20,000 17,900 16,000
M4002 SD..09T3... D4 34,900 30,800 27,600 24,600 22,000
SD..1204... D4 17,900 16,000 14,100
SD..09T3... Dc 40,000 37,700 33,800 30,800 26,700 23,900 21,800
M4003
SD..1204... Dc 33,000 29,500 27,000 23,300 20,900 19,000
ZD..15A4.. Dc 40,000 34,100
M2331
ZD..20A5.. Dc 33,600
M2136 SNEF... Dc 11,100 9,900 9,000
SD..1204.. Dc 17,100 14,900 13,300
Mé&258
LD..1704.. Dc 17,100 14,900 13,300
M2471 RNMX12... Dc 20,300 17,900
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6. Safety guard:

Appropriate safety guards or machine encapsulations must be used

to safely collect particles which spin off, such as chips or cutting edge

parts that are broken as a result of collisions.
7. Damaged tools:
The operating speed must be specified for the repair of an HSC tool.

The table values only apply to tools with a condition equivalent to new
condition following repair.

Nmax [rpm] with D

. Application of standards:

— ||LUl=ILTEH

Walter recommends using the balancing standard DIN 63888, which
describes the balancing of tools and the application requirements.

DIN 69888 is tailored to the needs of the application, and describes the
tool balancing requirements in a practical way. DIN ISO 1940, which was
previously often used, describes balancing for all areas of mechanical
engineering. The requirements when working at circumferential speeds

of >1000 m/min are described in DIN ISO 15641.

@ 52 063 0 66 0 80 ? 100 @125 ? 160 @ 200 @ 250 @ 315
10.000 8.800 7.900 7.000 6.200 4.200 3.800 3.350
8.500 7.400 6.500 5.200 4.100
17.600 16.000 15.600
24.200 22.000 21.400
17.600 16.000 15.600 14.100 12.600 11.300 4.200 3.800 3.350
24.000 21.200 19.000 4.200 3.800 3.350
21.000 18.600 16.600 14.900 13.100 4.200 3.800 3.350
15.000 12.900 11.400 10.000
10.000 8.800 7.900 7.000 6.200
15.000 12.900
15.000 12.900
20.000 18.000
Nmax [rpm] with D
0 4,000 05,000 7 6,000 78,000 © 10,000 @ 12,000
7,800 7.000 6,400 4,200 3,800 3,350
6,500 5,100 4,300
12,600 4,200 3,800 3,350
18,800 4,200 3,800 3,350
16,500 14,700 13,500 4,200 3,800 3,350
7,800 7,000 6,400
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Torque screwdriver with interchangeable blades

Torque screwdriver

Lol —Jf'--ﬂ'-TﬂR
Designation Size O Scale range
FS2001 1 4 0,4-1,2Nm
FS2003 3 4 1,5-5,0 Nm
FS2002 1 4 3.5-10.6 in Ibs
FS2004 3 4 13.3-44in |bs

Designation Size O Scale range

FS2248 3 4 1,0-6,0 Nm

Interchangeable blades

Designation Torx <:> <I>
4

E == ee—) F52005 b
Torx interchangeable blades FS2006 7
Blade length 175mm
FS2007 8
FS2008 10
FS2009 15
FS2010 20
= I -, FS2085 6IP 4
Torx Plus interchangeable blades FS2011 71P
Blade length 175mm
FS2012 8IP
FS2013 9P
FS2268 101P
FS2014 15IP
FS2015 20IP
FS2016 25IP
Complete blade set FS2017 4
(FS2005-FS2016)
Blade length 175mm

Torque T-handle

Designation O Scale range

FS2041 6 4,5-14 Nm

FS2042 6 40-123in Ibs

Interchangeable blades

IP = Torx Plus

Designation Torx/WAF <:> <I>
15 6

i_: FS2043
Torx interchangeable blades FS2044 20
Blade length 130 mm FS2045 25

FS2046 30
E_:J FS2047 15IP 6
Torx Plus interchangeable blades ~ FS2048 20IP
Blade length 130 mm FS2049 25p

FS2109 30IP

_ FS2050 SW3 6

Hexagonal interchangeable blades ~ F52566 * SW3,5
Blade length 130 mm FS2051 SWa

FS2052 SW5
Complete blade set FS2053 6
(FS2043-FS2052)
Blade length 130mm

DS B/ x New addition to the product range
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Screwdriver
Screwdriver types Designation Torx Screwdriver types Designation Torx WAF
FS1063 6 FS2146 6IP -
@:— FS2086 6IP FS2087 6IP -
FS309 7 FS325 7 -
Screwdriver FS2088 7P Torx key FS1490 7IP -
FS230 8 FS257 8 -
FS1483 8P FS1466 9P -
FS1128 9 FS1050 10 -
FS1484 9P FS255 15 -
FS2267 101P FS1465 15IP 35
FS229 15 FS1496 15IP 4,0
FS1485 15IP FS256 20 -
FS228 20 FS1154 - 2,0
FS1486 201P FS1155 - 2,5
FS2167 25
FS1487 25IP
FS396 30
FS2109 301P
IP = Torx Plus IP = Torx Plus
Screwdriver types Designation Torx Allen key Designation Torx WAF
FS1047 15 IS0 2936-1.3 - 1.3
[}b FS1048 20 é IS0 2936-1,5 - 15
FS1049 25 IS0 2936-2 - 2
Handle key, small 10 2936-2.5 N 25
IS0 2936-3 - 3
FS1172 15 IS0 2936-3,5 - 35
@: FS1173 20 IS0 2936-4 - 4
FS1174 25 IS0 2936-5 - 5
Handle key, large FS1175 30 ISO 2936-6 - 6
FS1464 20IP -
FS1592 25IP -
IP = Torx Plus
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Walter Capto™ - Axial adaptor
A2120-C...-P [ mm |

- Precision cooling
— For star turrets

Tool h by b, dyg f h; h3 I3 Ig,
Designation Size mm mm mm mm mm mm mm mm mm

Walter Capto™ in acc. with ISO 26623 * A2120-C5-20R/L-095-P c5 20 26 30 85 10 32 37 20 88 16
* A2120-C6-20R/L-105-P C6 20 32 30 85 10 32 37 20 98 2.3
* A2120-C6-25R/L-122-P C6 25 38 32 100 13 32 46 25 115 3

Ordering example, right-hand tool: A2120-C5-20R-095-P/ordering example, left-hand tool: A2120-C5-20L-095-P
Important: Adaptors are designed for machines with an automatic tool changing system

Coolant outlet to the nozzle can be set by turning a valve to the left/right

The maximum recommended coolant pressure is 80 bar (1160 psi)

Walter Capto™ - Radial adaptor
A2121-C...-P[ mm |

- Precision cooling
— For disc turrets

TOOI h bz hz d14 |1, |5
Designation Size mm mm mm mm mm mm

Walter Capto™ in acc. with ISO 26623 x A2121-C5-20N-064-P C5 20 25 32 85 65 45 14
* A2121-C6-25N-076-P C6 25 315 38 100 80 55 2,5

Important: Adaptors are designed for machines with an automatic tool changing system
Coolant outlet to the nozzle can be set by turning a valve to the left/right
The maximum recommended coolant pressure is 80 bar (1160 psi)

DS B/ x New addition to the product range
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VDI adaptor — DIN 69880 shank tools
A2120-V...-P [ mm |

- Precision cooling
- For star turrets

— |IUJl=II_TEI=!

Tool ho b b by f L g hy b
Designation d; mm mm mm mm mm mm mm mm mm
Shank DIN 1835 E A2120-V25-20N-055-P VDI25 | 20 39 30 20 19 70 35 35 35 1.3
Iy A2120-V30-20N-070-P VDI30 | 20 55,5 30 395 | 355 70 22 35 35 17
=6 — A2120-V40-25N-085-P VDI40 | 25 50,5 42 45 255 85 30 44 44 32
© 9.4 o,
o O f¢
i, i
€
=— b1
fo=
L 7
4 i
ok h
By
~—b3—-
The maximum recommended coolant pressure is 80 bar (1160 psi)
Doosan adaptor — DIN 69880 shank tools
— Precision cooling
— For Doosan star turrets
TOOI h b1 bz b3 f |4 |5 hz h3
Designation dp mm mm mm mm mm mm mm mm mm
A2120-D0-25N-072-P DO 25 51 35 31 26 72 47 51 51 3
The maximum recommended coolant pressure is 80 bar (1160 psi)
Walter Capto™ adaptors 425
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BMT adaptor — DIN 69880 shank tools
A2120-BT...-P[ mm |

- Precision cooling
— For BMT star turrets

Tool ho b by by f g hy  hs
Designation dp mm mm mm mm mm mm mm mm mm

=1 A2120-BT45-20N-063-P BT45 25 62 40 42 34 63 38 38 38 2.2

L9

The maximum recommended coolant pressure is 80 bar (1160 psi)

Doosan adaptor — DIN 69880 shank tools
A2121-DO...-P [ mm |

- Precision cooling
— For Doosan disc turret

Tool h by bz Iy I5 hz h3
Designation d; mm mm mm mm mm mm mm
T @ @ T A2121-D0-25N-050-P DO 25 50 7 57 32 51 51 31
' d
e h>
1
o Olo i
' | hs

AT
e

15—

1, —

The maximum recommended coolant pressure is 80 bar (1160 psi)
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VDI adaptor — DIN 69880 parting blades

A2110-V...-P [ mm ]

- Precision cooling
- For star turrets

25

hg
mm

26

by
mm

43

by
mm

30

b3 f b Is h,  hs
mm mm mm mm mm mm

17 38 83 52 37 37 12

Tool N
Designation
Shank DIN 1835 E A2110-V25-26R/L-083-P
O3
L S
© o o1
==
o
1 @
1 —
[=bp —=—fj=—-b] —
—|b3 |~
r? © = o
2 o,
bl
Y e
3 —
J o]
f—— f —

Ordering example, right-hand tool: A2110-V25-26R-083-P/ordering example, left-hand tool: A2110-V25-26L-083-P

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

d; 25

Screw 1 M05X010 1S014579 8.8

Screw 2 M08X016 1S04762 12.9
FK383

Coolant nozzle FS1477

Parallel pin

06,0M6X012 DIN7

Eccentric pin

FS2275

0-ring 1

Wedge
)

e

(-

0-RING 23,52X1,78 70/75

O-ring 2 0-RING 24X2 70/80
Accessories

d; 25
% Key FS1592 (Torx 25IP)

IS0 2936-4 key

1S02936-4 (SW 4)

IS0 2936-5 key

1S02936-5 (SW 5)
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Nakamura adaptor — Parting blades
A2110-NA...-P [ mm |

- Precision cooling
- For Nakamura star turrets

Tool he by b by f g hy  hs
Designation dp mm mm mm mm mm mm mm mm mm
A2110-NA55-32R/L-076-P NAS5A | 32 56 415 | 175 51 76 56 43 43 1.4
A2110-NA65-32R/L-065-P NABSA | 32 55 485 | 135 50 65 56 43 43 12

f<— b —=|

T e 17 13-

e l—]
l4

The maximum recommended coolant pressure is 80 bar (1160 psi)
Ordering example, right-hand tool: A2110-NA55-32R-076-P/ordering example, left-hand tool: A2110-NA55-32L-076-P
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Synchronous tapping adaptor

AB035-C[ mm |

- Integrated minimum compensation in axial and radial directions

- 1S0 26623
Tool d di2 I
Designation d; mm mm mm Collets
Walter Capto™ in acc. with ISO 26623  AB035-C4-ER11-080 C4 M4-M5 24 80 ER11 0.4
AB035-C4-ER20-102 Ch M4-M12 34 102 ER20 0,7
dizﬁ"g: 1 “ljl AB035-C4-ER25-122 C4 M8-M20 42 122 ER25 1.0
P TR __J AB035-C5-ER20-103 c5 M4-M12 34 103 ER20 09
L AB035-C5-ER25-122 5 M8-M20 42 122 ER25 12
AB035-C5-ER40-154 5 M16-M30 63 154 ER40 2.7
AB035-C6-ER20-105 6 M4-M12 34 105 ER20 12
AB035-C6-ER25-124 6 M8-M20 42 124 ER25 16
AB035-C6-ER40-154 6 M16-M30 63 154 ER40 2.9

If collet chucks are used for the internal coolant supply, the sealing discs under "Assembly parts and accessories” must be used
The clamping nut can be damaged if the chuck is used without a sealing disc.

For collets, see "Assembly parts and accessories”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Collets ER11 ER11 ER20 ER25 ER40
EI clamping nut FS2556 FS2557 FS1359 FS1449 FS1450
g, for internal coolant supply

M Tensioning key FS2554 FS2553 FS1544 FS1546

FS2556 corresponds to ER11-4.5
FS2557 corresponds to ER11-6

Walter Capto™ adaptors 429



e— | |IUJl:I_TER Rotating adaptors

Synchronous tapping adaptor

AB035-N[ mm |

- Integrated minimum compensation in axial and radial directions

Tool dy di2 lg
Designation d; mm mm mm Collets

Modular NCT adaptor AB035-N40-ER20-105 NCT 40 4-10 35 105 ER20 0,7
AB035-N50-ER25-125 NCT 50 8-16 42 125 ER32 12

dizdy

If collet chucks are used for the internal coolant supply, the sealing discs under "Assembly parts and accessories” must be used
The clamping nut can be damaged if the chuck is used without a sealing disc.

For collets, see "Assembly parts and accessories”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Collets ER20 ER32
=) .
5 Clamping nut FS1359 FS1449
L for internal coolant supply

M Tensioning key FS2553 FS1544
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Synchronous tapping adaptor

AB035-H[ mm |

- Integrated minimum compensation in axial and radial directions

Tool dig di2 g
Designation d; mm mm mm Collets

HSK DIN 69893-1 A AB035-H63-ER20-108 HSK-AB3 M4-M12 35 108 ER20 11

AB035-H63-ER25-128 HSK-AB3 M8-M20 44 128 ER25 15

dizdu = =14 ! ’ @ AB035-H63-ER40-160 HSK-AB3 M16-M30 62 160 ER40 38

1 =3 o l AB035-H100-ER20-115 HSK-A100 M4-M12 35 145 ER20 2,5

L AB035-H100-ER25-134 HSK-A100 M8-M20 44 134 ER25 2.9

AB035-H100-ER40-164 HSK-A100 M16-M30 62 163 ER40 4,4

If collet chucks are used for the internal coolant supply, the sealing discs under "Assembly parts and accessories” must be used
The clamping nut can be damaged if the chuck is used without a sealing disc.

For collets, see "Assembly parts and accessories”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Collets ER20 ER25 ER40
ﬁi Clamping nut
|El for internal coolant supply FS1359 FS1449 FS1450

M Tensioning key FS2553 FS1544 FS1546
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Synchronous tapping adaptor

AB035-W [ mm |

- Integrated minimum compensation in axial and radial directions

Tool dn diz Iy
Designation d; mm mm mm Collets

DIN 6535 HE, AB035-W25-ER11-052 25 M2-M5 19 52 ER11 05

turned 180°

DIN 6535 HB AB035-W25-ER20-069 25 M4-M12 34 69 ER20 0.8
AB035-W25-ER25-088 25 M8-M20 42 88 ER25 13

N O | = =

12d11 i

=
Iy

If collet chucks are used for the internal coolant supply, the sealing discs under "Assembly parts and accessories” must be used
The clamping nut can be damaged if the chuck is used without a sealing disc.
For collets, see "Assembly parts and accessories”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Collets ER11 ER11 ER20 ER25
Clamping nut FS2556 FS2557 FS1359 FS1449
for internal coolant supply

Tensioning key FS2554 FS2553 FS1544

FS2556 corresponds to ER11-4.5
FS2557 corresponds to ER11-6
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Synchronous tapping adaptor

AB035-S [ mm |

- Integrated minimum compensation in axial and radial directions

- 150 7388-1

Tool dig di2 di3 Iy
Designation d; mm mm mm mm Collets

SKDIN 69871 AB035-S40-ER20-102 SK40 M4-M12 35 M16 102 ER20 13
M AB035-S40-ER25-122 SK40 M8-M20 44 M16 122 ER25 16
dlzﬁ = AB035-S50-ER20-106 SK50 M4-M12 35 M24 106 ER20 31
s AB035-S50-ER25-126 SK50 M8-M20 44 M24 126 ER25 35
SR AB035-S50-ER40-155 SK50 M16-M30 62 M24 155 ER40 49

If collet chucks are used for the internal coolant supply, the sealing discs under "Assembly parts and accessories” must be used
The clamping nut can be damaged if the chuck is used without a sealing disc.

For collets, see "Assembly parts and accessories”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Collets ER20 ER25 ER40
=) )
= Clamping nut FS1359 FS1449 FS1450
L) for internal coolant supply

M Tensioning key FS2553 FS1544 FS1546
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Synchronous tapping adaptor

AB035-J [ mm |

- Integrated minimum compensation in axial and radial directions

-1S0 7388-2
Tool dn di2 di3 lg
Designation d; mm mm mm mm Collets
JISB 6339 AB035-J30-ER11-082 BT30 M2-M5 24 M12 82 ER11 0.6
AB035-J30-ER20-105 BT30 M4-M12 35 M12 105 ER20 09
AB035-J30-ER25-125 BT30 M8-M20 44 M12 125 ER25 12
AB035-J40-ER20-110 BT40 M4-M12 35 M16 110 ER20 1.4
AB035-J40-ER25-130 BT40 M8-M20 44 M16 130 ER25 18
AB035-J50-ER20-125 BT50 M4-M12 35 M24 125 ER20 4,1
AB035-J50-ER25-145 BT50 M8-M20 44 M24 145 ER25 4,5
AB035-J50-ER40-174 BT50 M16-M30 62 M24 174 ER40 5.9

If collet chucks are used for the internal coolant supply, the sealing discs under "Assembly parts and accessories" must be used
The clamping nut can be damaged if the chuck is used without a sealing disc.

For collets, see "Assembly parts and accessories”

Bodies and assembly parts are included in the scope of delivery.

Assembly parts

Collets ER11 ER11 ER20 ER25 ER40
=) .
EI Clamp|ng e FS2556 FS2557 FS1359 FS1449 FS1450
g. for internal coolant supply

M’ Tensioning key FS2554 F52553 FS1544 FS1546

FS2556 corresponds to ER11-4.5
FS2557 corresponds to ER11-6
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Adaptor sleeves for peripheral coolant

Tool dy ds
Designation Inch Inch

For tools with shank * SL0017 0,472 0125 0,02

in accordance with DIN 1835 Form A % SL0018 0.472 0.188 0.02
* SL0019 0,472 0,250 01
* SL0020 0,472 0375 0,02
* SL0021 0,787 0,125 0.1
* SL0022 0,787 0,188 0.1
* SL0023 0,787 0,250 01
* SL0024 0,787 0375 01
* SL0025 0,787 0,500 0.1
* SL0026 0,787 0,625 0,05
* SL0027 1,260 0,500 03
* SL0028 1,260 0,625 0.25
* SL0029 1,260 0,750 03
* SL0030 1,260 1,000 0.3

Adaptor sleeves for internal coolant

Tool o "
Designation Inch Inch

For tools with shank * SL0001 0,472 0,125 01

in accordance with DIN 1835 Form A % SL0002 0.472 0.188 0.03
* SL0003 0,472 0.250 01
* SL0004 0,472 0.375 0.1
* SL0005 0,787 0125 01
* SL0006 0,787 0,188 01
* SL0007 0,787 0.250 01
* SL0008 0,787 0375 0,08
* SL0009 0,787 0,500 0.1
* SL0010 0,787 0,625 0,04
* SLO011 1,260 0,250 0.3
* SL0012 1,260 0375 0.3
* SL0013 1,260 0,500 03
* SL0014 1,260 0,625 0.25
* SL0015 1,260 0,750 03
* SL0016 1,260 1,000 03

@S B/« New addition to the product range
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e— | |IUJl:I_TER Stationary adaptors

Assembly parts and accessories for Nakamura
Type A2110-NA55-32R-076-P

Assembly parts

55/32 65/32
@© Wedge FK383 FK383
@ Paralel pin 06,0M6x012 DIN7 06,0M6x012 DIN7
B) screw M05x010 15014579 14.9 MO5x010 1S014579 14.9
@) screw MO6x012 1504762 12.9 MO6x012 IS04762 12.9
®B) screw M10x025 IS04762 12.9 M10x025 IS04762 12.9
() Nozzle FS1477 FS1477
@ 0-ring 0-ring 27x2 70 / 80 0-ring 27x2 70 / 80
Gasket FS2563 FS2563
® Pug DIN90G DIN906
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Stationary adaptors

Assembly parts and accessories for Doosan
A2120-D0-25N-072-P

Assembly parts 0

Wedge FK393

Screw M12x075 1S04762 12.9

Screw M12x040 1S04762 12.9

©)
)
©)
@ Screw M06x012 DIN7991 10.9
®
®

Nozzle FS2561

0-ring 10x1,5-NBR 70
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Stationary adaptors
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Assembly parts and accessories for BMT
A2120-BT45-20N-063-P

Assembly parts
BT45
@© Wedge FK392
@ Screw M08x065 1S04762 12.9
@ Screw M08x030 1S04762 12.9

M06x012 DIN7991 10.9

FS2561

6x1,5-NBR 70
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Stationary adaptors

Assembly parts and accessories for VDI
A2120-V25-20N-055-P

Assembly parts
V25

@D Wedge FK385

@ screw MO05x012 DIN7991 10.9
B Noze FS2562

® o-ing 23.52x1.78
() Gasket FS2564

(®) Pug DIN 908

Technical information — Adaptors 439



Stationary adaptors
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Assembly parts and accessories for Doosan
A2121-D0-25N-050-P

Assembly parts 0
@© Wedge FK393

@ screw M12x055 IS04762 12.9
B) screw MOBx012 DIN7991 10.9
@) Nozzle FS2561

(®B) o-ing 10x1,5-NBR 70
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Your production environment
at a glance - transparent and
In real time

New perspectives for Industry 4.0

You go through your production environment with open eyes. Take us with you. Digitally
networked machining can offer you new insights. And real transparency. From the use
of tools and machines to logistics. So you always have detailed information in real time.
And to keep you up to date: Walter Nexxt.
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