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Choice of milling tools for machining Titanium alloys
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Choice of milling tools for machining Aluminium alloys

Types of mills

Tool lead
angle

Range @,
mm

Depth of cut
up to, mm

pd

Aluminium
alloys and
copper
alloys

Working areas

Roughing
finishing
Finishing

Semi-

Plunging

W

Face milling and square shoulder facemilling

MT290...XD19-IK-AL-HSC

MT290...XD19-IK-AL
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Face milling and square shoulder facemilling

MT290...AD10-IK-AL
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32-100
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Slot milling, square shoulder milling and pocket

MT190..Z..XD19-IK-AL-HSC
MT190..Z..XD19-IK-AL

MT190..W..XD19-IK-AL
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MT190..Z..AD10-IK-AL
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MT190..NC..XD19-IK-AL-HS(
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MT190..H.A..AD10-IK-AL
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Slot and pocket milling and plunging
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MT190B...XD19-IK-AL-HSC
MT190B...XD19-IK-AL

Page 46-49
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Slot and pocket milling and plunging

MT190LB...XD19-IK-AL-HSC

MT190LB...XD19-IK-AL
Page 50-51
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40-50
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Slot milling and square shoulder milling

MT290L...XD19-IK-AL-HSC

MT290L...XD19-IK-AL

Page 52-53

90°

50-125

36-114
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Plunging cutter

MT290Z...MO-IK

MT190Z...MO-IK

Page 56-57

90°

32-63

16-50
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MT245...50009...T
Facemills 45° for machining titanium alloys

Regular pitch

*Positive geometry.
*Low cutting forces.
*First choice for machining centers.

*Profitable machining titanium and

heat resistant alloys.

Depth of cut up to 5 mm

Dimensions, mm Nmax ﬁ -y
Code key D DI | L [ H | d| Z |rrPM| kg — No }
MT245-032A16R04S009-IK-T| 32 42,5 19 40 16 4 |22000| 0,1 4
MT245-040A16R05SO09-IK-T| 40 50,5 19 40 16 5 |119500| 0,2 5
MT245-050A22R06S009-IK-T| 50 60,5 20 40 22 6 |[17500| 0,4 6
MT245-063A22R07SO09-IK-T| 63 185 20 40 22 7 |15500| 0,6 SOl LIRS 7 UESUHEL-RY 73(%0&-;:3
MT245-080B27R09S009-IK-T| 80 92,5 22 50 27 9 |13500| 0,8 9
MT245-100B32R11S0O09-IK-T | 100 110,5| 25 50 32 11 |12000| 1,4 11
MT245-125B40R14S009-IK-T| 125 135,51 29 63 40 14 |10500| 2,8 14
Close pitch
MT245-032A16R05SO09-IK-T| 32 42,5 19 40 16 5 |22000| 0,1 5
MT245-040A16R06SO09-IK-T| 40 50,5 19 40 16 6 |19500| 0,2 6
MT245-050A22R07SO09-IK-T| 50 60,5 20 40 22 7 |17500)| 0,4 7
MT245-063A22R09S009-IK-T | 63 735| 20 | 40 | 22 | 9 |15500| 0,6 [ SOHWOSTSOBEN | o 1950760-10 730'30,;23
MT245-080B27R11SO09-IK-T | 80 92,5 22 50 27 11 |13500( 0,8 11
MT245-100B32R13S009-IK-T| 100 110,5| 25 50 32 13 |12000| 1,4 13
MT245-125B40R16S0O09-IK-T| 125 135,5] 29 63 40 16 |10500| 2,8 16
|
= s Carbide grade Dimensions
of — 3t
: B ﬁ ic | 1 s d | r
Code key % mm
SOHWO09T308EN ‘ 9,525|9,525| 3,97 | 4,0 | 0,8




MT245...5019...T N S D

Facemills 45° for roughing machining titanium
alloys d

*Depth of cut up to 10 mm.
*Range of diameters from 80 mm up

to 315 mm.

*Special design for roughing titanium alloys. =L
*Roughing mills for removal an high-strength | D ' [
alpha layer. 3 D1 :

* The maximal productivity for titanium
makes 180 cubic centimetres per minute.

Depth of cut up to 10 mm

Regular pitch

Dimensions, mm Nmax ﬁ = O,
Code key D a |DL| L | H d | Z | RPM| kg — No. i /
MT245-080B27R05S019-IK-T| 80 10 |103,5| 22 50 27 5 5500 | 1,0 5
MT245-100B32R07S0O19-IK-T| 100 10 |123,5| 25 50 32 7 5000 | 1,6 7
SOHT1906ADEN-T| T501155-20| 7020-T
MT245-125B40R08S0O19-IK-T| 125 10 | 148,55 29 63 40 8 4500 | 3,0 8 50Nm
MT245-160C40R10S0O19-IK-T| 160 10 |183,5| 29 63 40 10 | 4000 | 4,7 10
Close pitch
MT245-080B27R06S0O19-IK-T| 80 10 90,5 22 50 27 6 5500 | 0,9 6
MT245-100B32R08S0O19-IK-T| 100 10 |110,5| 25 50 32 8 5000 | 1,4 8
SOHT1906ADEN-T| T501155-20| 7020-T
MT245-125B40R10S0O19-IK-T| 125 | 10 |1355[ 29 | 63 | 40 | 10 | 4500 | 2,8 10 5,0 Nm
MT245-160C40R12S0O19-IK-T| 160 10 |183,5| 29 63 40 12 | 4000 | 4,4 12
|
= Carbide grade Dimensions

ic | S di r|b

Code key mm

I
Q
{
W
<
@|HCs3s
n

SOHT1906ADEN-T 19,05|19,05 | 7,94 | 6,0 | 15|15




MT290...BO12...T
Square shoulder facemills for machining titanium alloys

Regular pitch

*Positive geometry.

*Low cutting forces.

*First choice for machining centers.
*Profitable machining titanium and
heat resistant alloys.

*Standard corner radius of insert
0,8; 3,0 and 4,0 mm.

Depth of cut up to 10 mm

Dimensions, mm Nmax 5 m -
Code key D | a L | H d | Z | RPM | kg — No. &
MT290-040A16R03BO12-IK-T| 40 10 19 | 40 | 16 | 3 [13500] 0,2 3
MT290-050A22R04B0O12-IK-T| 50 10 20 | 40 | 22 | 4 |11500] 0,3 4
MT290-063A22R05B0O12-IK-T| 63 10 20 40 22 5 |]10000| 0,5 BOHW12T308ER 5
MT290-080B27R06BO12-IK-T| 80 10 22 | 50 | 27 | 7 |8500]| 09 Sg:m%iggﬁ g | T350760-10 730’(1)0,;&3
MT290-100B32R07BO12-IK-T| 100 | 10 25 | 50 | 32 | 7 | 7500 | 1,3 7
MT290-125B40R08BO12-IK-T| 125 10 29 63 40 8 6500 | 2,5 8
MT290-160C40R10BO12-IK-T| 160 | 10 31 | 63 | 40 | 10 | 5500 | 3,7 10
Close pitch
MT290-040A16R05BO12-IK-T| 40 10 19 | 40 | 16 | 5 [13500( 0,2 5
MT290-050A22R07BO12-IK-T| 50 10 20 | 40 | 22 | 7 |11500]| 0,3 7
MT290-063A22R08BO12-IK-T| 63 10 20 | 40 | 22 | 8 |10000| 0,5 BOHW12T308ER 8
MT290-080B27R10BO12-IK-T| 80 | 10 | 22 | 50 | 27 | 10 |8s00 | 0,9 Sgﬂ%ﬂiigﬁﬁ T 73(3(1)0,;,?
MT290-100B32R12BO12-IK-T| 100 [ 10 25 | 50 | 32 | 12 | 7500 | 1,3 12
MT290-125B40R14B0O12-IK-T| 125 | 10 29 | 63 | 40 | 14 | 6500 | 2,5 14
MT290-160C40R18B012-IK-T| 160 | 10 31 | 63 | 40 | 18 | 5500 | 3,7 18
Carbide grade Dimensions
|
3 @Q 2 ic | S di r
£ o Code key 8
, I I mm
BOHW12T308ER ‘ 9,525 | 13,0 3,97 4,0 0,8
BOHW12T330ER ‘ 9,525 | 13,0 3,97 4,0 3,0
BOHW12T340ER @ o525 130 | 397 4,0 4,0




MT190...BO12...T
Endmills 90° for machining titanium alloys d

*Positive geometry.
*Best productivity for machining of titanium

alloys and nickel alloys in  machining |
centers.
*Verylight cutting. ; \\\
*Low cutting forces. 1 I
# ©
ENE
MT 190-W...BO12-IK-T Straight shank with drive flat (Weldon)
Dimensions, mm Nmax 5 m -0y
Code key D|a|H|L| d| z|rrM|ke — No. & ‘
MT190-025W25R02B012-IK-T| 25 | 10 | 39 [ 95 | 25 | 2 |20000( 0,2 2
MT190-025W25R03B012-IK-T| 25 | 120 | 39 [ 95 | 25 | 3 |20000( 0,2 S e 3
MT190-032W32R04BO12-IK-T| 32 | 120 | 37 [ 97 | 32 | 4 |16000| 0,4 BOHW12T330ER 4 | T350760-10| 7010-TP
BOHW12T340ER 3.0 Nm
MT190-040W32R05B012-IK-T| 40 | 120 | 50 [ 220 | 32 | 5 |13500( 0,6 5
MT190-050W40R06B0O12-IK-T| 50 | 120 | 70 [ 140 [ 40 | 6 |10000( 0,7 6
MT 190-Z..BO12-IK-T Straight shank cylindrical
MT190-025225R02B012-IK-T| 25 | 10 | 200 [ 200 [ 25 | 2 |20000( 0,4 2
MT190-025225R03B012-IK-T| 25 | 10 | 200 [ 200 | 25 | 3 |20000| 0,4 I 3
MT190-032232R04B0O12-IK-T| 32 | 10 | 200 [ 200 [ 32 | 4 |12000( 0,6 BOHW12T330ER 4 | T350760-10| 7010-TP
BOHW12T340ER 3.0 Nm
MT190-040232R05B012-IK-T| 40 | 10 | 50 [ 250 | 32 | 5 |10000( 0,9 5
MT190-050Z40R06B0O12-IK-T| 50 | 120 | 70 [ 250 [ 40 | 6 | 8000 | 1,2 6
MT 190-MK...BO12-T Morse taper shank with draw-bar thread to DIN 228A/ISO296
MT190-025MK3R02BO12-T | 25 | 10 | 43 [ 124 [mMk3 | 2 |20000( 0,3 2
MT190-025MK3R03BO12-T | 25 | 10 | 43 [ 124 [mMk3 | 3 |20000( 0,3 e e 3
MT190-032MK3R04BO12-T | 32 | 10 | 43 [ 124 [mMk3 | 4 |16000( 0,4 BOHW12T330ER 4 | T350760-10| 7010-TP
BOHW12T340ER 3.0 Nm
MT190-040MK4R05B012-T | 40 | 10 | 54,55 157 [ mMka | 5 |13500( 0,8 5
MT190-050MK4R06BO12-T | 50 | 10 | 54,5 157 [ mka | 6 |10000( 1,0 6
Carbide grade Dimensions
|
—
o Q U{ v | ic I S d1 r
r f\ Code k 3
o ode key @) mm
T * S I
BOHW12T308ER @ o525 130 | 397 | 40 | 08
BOHW12T330ER @ o525 130 | 397 4,0 3,0
BOHW12T340ER @ o525 130 | 397 4,0 4,0
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MT290...AD10...T
Square shoulder facemills with internal coolant supply for machining

titanium alloys

*Positive geometry.

*The best mills for face and shoulder milling in using

machining centers.

*Effecient production for low horsepower machines

*Very low cutting forces.

*Radius of inserts of great range 0.8; 1.6; 2.5; 3.2 and

4.0 mm.
Regular pitch Depth of cut up to 10 mm
Dimensions, mm nmax ﬁ \
Code key D | a L H d Z | RPM | kg E No. ﬁ \
MT290-040A16R04AD10-IK-T | 40 | 10 | 19 | 40 | 16 27700 0,2 4
MT290-050A22R05AD10-IK-T | 50 | 10 | 20 | 40 22 | 5 [25400| 03 | o riirn ot 5 | 1250585.08P 71028’;:
MT290-063A22R06AD10-IK-T | 63 | 10 | 20 | 40 22 | 6 |23300( 0,5 6 '
MT290-080B27R08AD10-IK-T | 80 | 10 | 22 | 50 27 | 8 |21300( 1,0 8
Close pitch
MT290-040A16R0O6AD10-IK-T 10 | 19 | 40 16 | 6 |27700] 0,2 6
MT290-050A22R08AD10-IK-T | 50 | 10 | 20 | 40 22 | 8 |25400( 0,3 8
7008-TP
MT290-063A22R10AD10-IK-T | 63 | 10 | 20 | 40 22 | 10 |23300| 0,5 | ADKT10T3..ER-T 10 [T250555-08AP| 16 Nm
MT290-080B27R12AD10-IK-T | 80 | 10 | 22 | 50 27 | 12 |21300( 0,9 12
MT290-100B32R14AD10-IK-T | 200 | 10 | 25 | 50 | 32 | 14 |19600( 1,3 14
Carbide grade Dimensions
e v RN s
o o o |w | ic | S di r | &
Code key % 8 8 8
O O O |0
I I I mm 0
ADkT10T304ER-T | O o Q@ @ 5| 00397 28| 0415
ADKT10T308ER-T | O [ ) @ @ (65| w00|397]| 28 | 08|15
ADKT10T316ER-T O ‘ ‘ ‘ 6,8 | 10,0]| 397| 28 | 16| 15
ADKT10T320ER-T O ‘ ‘ 6,8 | 10,0 397| 28 | 20| 15
ADKT10T325ER-T | O [ ) Q@ @65 | w00|397]| 28| 25|15
ADKT10T332ER-T o ‘ ’ ’ 68 | 100 3,97 2,8 | 32| 15
ADKT10T340ER-T O ‘ ‘ ‘ 6,8 | 10,0]| 397| 28 | 40| 15




MT190...T

Endmills with internal coolant supply
for machining titanium alloys

MT 190-Z...AD10-IK-T

*Positive geometry.

*The best mills for face and shoulder milling in using

machining centers.

*Effecient production for low horsepower machines

*Very low cutting forces.

*Radius of inserts of great range 0.8; 1.6; 2.5; 3.2 and

4.0 mm.

E

Straight shank cylindrical

Dimensions, mm Nmax 5 -y,
Code key D a H L d | z | rPM| kg E No. *
MT190-016Z16R02AD10-L090-IK-T| 16 10 42 90 |16 2 |38500] 0,2 2
MT190-016Z16R02AD10-L110-IK-T| 16 10 62 110 16 2 |28900( 0,3 2
MT190-016Z16R02AD10-L130-IK-T| 16 10 82 130 16 2 | 24200( 0,3 2
MT190-020Z20R03AD10-L090-IK-T| 20 10 40 90 20 3 |36900| 0,4 3
MT190-020Z20R03AD10-L130-IK-T| 20 10 70 130 20 3 |[23900]| 0,4 3
MT190-020Z20R03AD10-L160-IK-T| 20 10 100 | 160 20 3 | 19500| 0,5 3
MT190-025Z25R04AD10-L110-IK-T| 25 10 54 110 25 4 |33200f 0,5 4
MT190-025Z25R04AD10-L140-IK-T| 25 10 84 140 25 4 |19900f 0,5 4
MT190-025Z25R04AD10-L170-IK-T| 25 10 114 170 25 4 | 15400| 0,5 4
MT190-025Z25R05AD10-L110-IK-T| 25 10 54 110 25 5 |33200( 0,5 ADKT10T3..ER-T 5 G | HEeERR
MT190-025Z25R05AD10-L140-IK-T| 25 10 84 140 25 5 ]19900( 0,5 5 16 Nm
MT190-025Z25R05AD10-L170-IK-T| 25 10 114 | 170 2 5 |[15400| 0,5 5
MT190-032Z32R04AD10-L120-IK-T| 32 10 60 120 32 4 |30200( 0,7 4
MT190-032Z32R04AD10-L160-IK-T| 32 10 100 | 160 32 4 |20900f 0,8 4
MT190-032Z32R04AD10-L200-IK-T| 32 10 160 | 200 32 4 | 16000| 0,9 4
MT190-032Z32R05AD10-L120-IK-T| 32 10 60 120 32 5 30200 0,7 5
MT190-032Z32R05AD10-L160-IK-T| 32 10 100 | 160 32 5 |[20900| 0,8 5
MT190-032Z32R05AD10-L200-IK-T| 32 10 130 | 200 32 5 |16000( 0,9 5
MT190-032Z32R06AD10-L120-IK-T| 32 10 60 120 32 6 |30200( 0,7 6
MT190-032Z32R06AD10-L160-IK-T| 32 10 100 | 160 32 6 |20900( 0,8 6
MT190-032Z32R06AD10-L200-IK-T| 32 10 130 | 200 32 6 |16000( 0,9 6

11



MT190...T
Endmills with internal coolant supply

d
for machining titanium alloys

*Positive geometry. }

*The best mills for face and shoulder milling in using [

machining centers. i

*Effecient production for low horsepower machines I

*Very low cutting forces. | I

*Radius of inserts of great range 0.8; 1.6; 2.5; 3.2 and |

4.0 mm. y '\\ -

A B =
®
Lo |t
MT 190-W...AD10-IK-T Straight shank with drive flat (Weldon)
Dimensions, mm Nmax é S,
Code key D a H L d| Z | rRPM| kg ﬁ‘ No. " ;

MT190-016W16R02AD10-L090-IK-T| 16 10 42 90 16 2 |38500( 0,2 2
MT190-016W16R02AD10-L110-IK-T| 16 10 62 110 16 2 |28900( 0,3 2
MT190-016W16R02AD10-L130-IK-T| 16 10 82 130 16 2 | 24200 0,3 2
MT190-020W20R03AD10-L090-IK-T| 20 10 40 90 20 3 |36900| 0,4 3
MT190-020W20R03AD10-L130-IK-T| 20 10 70 130 20 3 | 23900| 0,4 B)
MT190-020W20R03AD10-L160-IK-T| 20 10 100 | 160 20 3 | 19500f 0,5 3
MT190-025W25R04AD10-L110-IK-T| 25 10 54 110 25 4 |33200| 0,5 4
MT190-025W25R04AD10-L140-IK-T| 25 10 84 140 25 4 |19900| 0,5 4
MT190-025W25R04AD10-L170-IK-T| 25 10 114 | 170 25 4 | 15400( 0,5 4
MT190-025W25R05AD10-L110-IK-T| 25 10 54 110 25 5 33200 0,5 ADKT10T3.ER-T 5 T250555-08AP | 7008-TP
MT190-025W25R05AD10-L140-IK-T| 25 10 84 140 25 5 ]19900( 0,5 5 1,6 Nm
MT190-025W25R05AD10-L170-IK-T| 25 10 114 | 170 25 5 |15400| 0,5 5}
MT190-032W32R04AD10-L120-IK-T| 32 10 60 120 32 4 |30200| 0,7 4
MT190-032W32R04AD10-L160-IK-T| 32 10 100 | 160 32 4 |30900| 0,8 4
MT190-032W32R04AD10-L200-IK-T| 32 10 160 | 200 32 4 | 16000| 0,9 4
MT190-032W32R05AD10-L120-IK-T| 32 10 60 120 32 5 |30200( 0,7 5
MT190-032W32R05AD10-L160-IK-T| 32 10 100 | 160 32 5 |20900( 0,8 5
MT190-032W32R05AD10-L200-IK-T| 32 10 140 | 200 32 5 |16000( 0,9 )
MT190-032W32R06AD10-L120-IK-T| 32 10 60 120 32 6 |30200| 0,7 6
MT190-032W32R06AD10-L160-IK-T| 32 10 100 | 160 32 6 |20900( 0,8 6
MT190-032W32R06AD10-L200-IK-T| 32 10 140 | 200 32 6 | 16000( 0,9 6




MT190L...AD10

Long edge spiral flute endmills
for machining titanium alloys

MT 190L-W...AD10-IK

*First choice for machining titanium
alloys with internal coolant supply.
*High spiral flute long edge endmills
with fully overlapping inserts.
*Roughing slots and peripheral cutting
with lubricant.

Straight shank with drive flat (Weldon)

Dimensions, mm Nmax ﬁ -y,
Code key D| a| H L d | Z | RPM| kg E : No. f

MT190L-025W25R02AD10-36-1K 25 36 49 105 25 2 |33200| 0,3 8
MT190L-030W32R03AD10-36-IK 30 36 50 110 32 3 |30200(0,51 12
MT190L-030W32R03AD10-56-IK* 30 56 68 128 32 3 | 26000 | 0,56 18
MT190L-032W32R03AD10-36-1K 32 36 55 i1l 32 3 |30200| 0,4 12
MT190L-032W32R03AD10-56-IK* 32 56 68 128 32 3 | 26000| 0,4 18

ADKT10T3..ER-T T250555-08AP | 7008-TP
MT190L-036W40R03AD10-36-IK 36 36 55) 125 40 3 |28700| 0,7 12 1,6 Nm
MT190L-036W40R04AD10-36-1K 36 36 55 125 40 4 | 28700 0,7 16
MT190L-036W40R04AD10-56-1K 36 56 68 138 40 4 | 27700| 0,7 24
MT190L-040W40R03AD10-56-1K 40 56 68 140 40 3 | 27700(0,75 18
MT190L-040W40R04AD10-56-1K 40 56 68 140 40 4 | 27700| 0,7 24
MT190L-040W40R04AD10-83-1K 40 83 105 175 40 4 |23000| 1,8 36

* For square shoulder milling only with ae < 0.3xD

Inserts having radius more 0.8 mm should be used only on the face of the cutter

Carbide grade Dimensions

8 8 8 £ ic | S di r | &
Code key § § § § mm ®
ADkT10T304ER-T |O | @ Q@ @ 5| 100|397 28| 0415
ADKT10T308ER-T |Q | @ Q@ @65 | w00|397| 28 | 08|15
ADKT10T316ER-T | O | @ Q@ @ |cs| 00397 28 | 16|15
ADKT10T320ER-T | O | @ o 6,8 | 100|397 28 | 20| 15
ADKT10T325ER-T | O | @ Q@ @65 | w00|397| 28| 25|15
ADKT10T332ER-T |Q | @ Q@ @65 | w00|397]| 28 |32]|15
ADKT10T340ER-T | O | @ Q@ @ 68| 00397 28 | 40|15

13



MT190L...T T

Long edge spiral flute endmills s -
for machining titanium alloys *\ =

*First choice for machining titanium alloys. | H ! f |
*High spiral flute long edge endmills with fully I - |

overlapping inserts. |

*Roughing slots and peripheral cutting with
lubricant.

MT 190L-SK...SO09...-T

Dimensions, mm Nmax 5 m . -_"y
Code key D|a|H | L]| d|z|reM|ks| < No. J ;
MT190L-040SK50R03S009-056-T| 40 56 | 103 | 230 [SK50| 3 |[17000| 2,4 3+21
MT190L-040SK50R03S009-090-T| 40 90 | 133 | 260 [SK50| 3 |16500| 2,7 3+36
MT190L-040SK50R -100-T| 4 1 143 | 270 [sk 1 2,7 |BOHWI12T308ER +42
90L-040SK50R03S009-100 0 00 3 0 |Sks0| 3 |16500] 2, N 3 T1350760-10| 7010-TP
MT190L-050SK50R04S009-076-T| 50 76 | 123 | 250 [SK50| 4 |15500]| 3,7 SOHWO9T308EN | 4+40 3,0 Nm
MT190L-050SK50R04S009-090-T| 50 90 | 133 | 260 [SK50| 4 |[15000]| 3,9 4+48
MT190L-050SK50R04S009-100-T| 50 | 100 | 143 | 270 |SK50| 4 |15000| 3,9 4+56
MT 190L-NC...SO09.. IK-T 7/24 taper shank to DIN 69871 Form A
MT190L-040NC50R03S009-056-IK-T| 40 56 | 103 | 205 |NC50| 3 |[17000]| 2,2 3+21
MT190L-040NC50R03S009-090-IK-T| 40 90 | 133 | 235 [NC50| 3 |[16500| 2,7 3+36
MT190L-040NC50R03S009-100-IK-T| 40 [ 100 | 143 | 245 |NC50 3 [16500( 2,7 |gonwi2T308ER 3+42 |1350760-10| 7010-TP
MT190L-050NC50R04S009-076-IK-T| 50 76 | 123 | 225 [NC50| 4 |[15500| 3,5 i 4+40 I
SOHWO9T308EN
MT190L-050NC50R04S009-090-IK-T| 50 90 | 133 | 235 [NC50| 4 |[15000]| 3,7 4+48
MT190L-050NC50R04S009-100-IK-T| 50 | 100 | 143 | 245 |NC50| 4 |15000| 3,7 4456
© Carbide grade Dimensions
g G | S dl r
Code k 3
ode key % mm
BOHW12T308ER ‘ 9,525 | 13,0 3,97 4,0 0,8
SOHWO9T308EN ‘ 9,525 | 9,525 | 3,97 4,0 0,8
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MT190L...T T

Long edge spiral flute endmills
for machining titanium alloys

d
]
*First choice for machining titanium alloys. 0
*High spiral flute long edge endmills with
fully overlapping inserts.

*Roughing slots and peripheral cutting with
lubricant

*The permanent feed of lubricoolant at
millingis necessary.

MT 190L-H100A...S009...-T Taper Hollow Shank HSK DIN 69893 Form A
Dimensions, mm Nmax N~ -y
Code key D a | H h d | Z | RrRPM @ No. ﬁ' /
MT190L-040H100AR03S009-056-IK-T| 40 5 | 114 | 70 | 100 | 3 17000 3+21
MT190L-040H100AR03S0O09-090-IK-T| 40 90 | 144 | 100 | 100 | 3 16500 3+36
MT190L-040H100AR03S009-100-IK-T| 40 | 100 | 154 | 110 | 200 [ 3 | 16500 |BOHWI12T308ER 3+42 |1350760-10| 7010-TP
MT190L-050H100AR04S009-076-IK-T| 50 76 | 129 | 85 | 100 | 4 15500 SOHVT,OngogEN 4+40 S
MT190L-050H100AR04S009-090-IK-T| 50 90 131 | 87 100 4 15000 4+48
MT190L-050H100AR04S009-100-IK-T| 50 | 100 | 154 | 125 | 100 | 4 15000 4+56
Carbide grade Dimensions
(B v [N s |
§ ic | S di r

Code key % mm

BOHW12T308ER ‘ 9,525 | 13,0 3,97 4,0 0,8

SOHWO9T308EN ‘ 9,525 | 9,525 3,97 4,0 0,8




MT190L...T

Long edge spiral flute endmills
for machining titanium alloys

*First choice for machining titanium alloys.
*High spiral flute long edge endmills with fully
overlapping inserts.

*Roughing slots and peripheral cutting with
lubricant.

*Execution of long edge spiral flute end-
mills in diameter 50 mm with a cylindrical
shank with a front end cutter

heads.
MT 190L-W...S009...IK-T Straight shank with drive flat (Weldon)*
Dimensions, mm >
oS B. & | ¥ A
Code key Dla|H|L|[d]|Z]|RPM|kg| < No. ]
MT190L-040W40R03S009-056-IK-T 40 [ 56 | 80 |150| 40 | 3 |17000( 1,0 3+21 - -
MT190L-040W40R03S009-090-IK-T 40 | 90 110 [180( 40 | 3 [27000] 1,2 3+36 - - c
o 2
MT190L-040W40R03S009-100-IK-T 40 | 100 [120 190 40 | 3 [17000] 1,3 BOHWT‘;T308ER 3+42 - - Y s
o
o
MT190L-050W50R04S009-076-IK-T 50 | 76 |100 [180| 50 | 4 13500 2,0| SOHWO9T308EN| 4,40 - - '§, I
® =
MT190L-050W50R04S009-090-IK-T 50 | 90 |115 [195| 50 | 4 | 13500 2,2 4+48 - - = o
MT190L-050W50R04S009-100-IK-T 50 | 100 |125 [205| 50 | 4 |13500 2,3 4456 - -
MT 190L-W...SO09...+18A-IK-T @
o
MT190L-050W50R04S009-58+18A-IK-T| 50 | 76 |100 180 50 | 4 13500 2,0 o\ 1iomonocn  [4+40 o -
MT190L-050W50R04S009-72+18A-IK-T| 50 | 90 |115 [195| 50 | 4 13500 2,2 + 4+48E290L-X050R04S009 H103600-08S g & Z
SOHWO9T308EN 2 |33
MT190L-050W50R04S009-82+18A-IK-T| 50 [100 |125 [205| 50 | 4 [13500( 2,3 4456 0N
MT 190L-MK...SO09...-T Morse taper shank with draw-bar thread to DIN228A
MT190L-040MK5R03S009-056-T 40 | 56 | 80 [210|mK5| 3 [17000( 1,0 3+21 - =
MT190L-040MK5R03S009-090-T 40 | 90 |120 (250 |MK5| 3 | 17000 1.2 3+36 - s o £
—
MT190L-040MK5R03S009-100-T 40 [ 100 [130 [260 [MKs| 3 | 17000 | 1,3 |BOHWIZT308ER 5, ;5 - - 2 =
ar ~ [a
MT190L-050MK5R04S009-076-T 50 | 76 [100 |230 [MK5| 4 | 13500 2.2 SOHWO9T308EN|4+40 - 3 % 5
= -
MT190L-050MK5R04S009-090-T 50 | 90 |115 |245|MK5| 4 | 13500 2.3 4+48 - = R
MT190L-050MK5R04S009-100-T 50 | 100 |125 |255 |MK5| 4 | 13500 2.4 4456 - =
*It is possible to design mills with drive flat (Weldon) and with sloping clamping surface Whistle Notch DIN 1835E
Carbide grade Dimensions
Q
(B v [T s |
3 ic | S dl r
Code ki O
ode key c:é i
BOHW12T308ER @ o525 130 | 397 4,0 0,8
SOHWO9T308EN @[ o525|9525 | 397 | 40 | 08




MT190L...+18A...T

Long edge spiral flute endmills with front end cutter heads for
machining titanium alloys

Regular pitch

*First choice for machining titanium alloys.
*High spiral flute long edge endmills
with fully overlapping inserts.

*The permanent feed of lubricoolant
at millingis necessary.

Regular pitch for roughing slots.
Close pitch for peripheral cutting.

Taper Hollow Shank HSK DIN 69893 Form A

Dimensions, mm > -
0| - 18 s | O &
Code key D|la |[H|[d|Z]|RPM|kg| <— No. J
MT190L-050H100AR04S0O09-058+18A-IK-T | 50 | 76 | 109 |100| 4 |15000 | 3,1 4+40
MT2190L-050H100AR04S0O09-072+18A-IK-T| 50 | 90 | 144 [100| 4 |214500|( 3,6 4+48 F290L-X050R04SO09H103600-08S
MT190L-050H100AR04S009-082+18A-IK-T| 50 | 100 | 154 [100| 4 |14500 | 3,7 4+56
MT190L-063H100AR05S009-072+18A-IK-T| 63 | 90 | 144 [100| 5 |[214000|( 4,1 5+60 ° g
—
MT190L-063H100AR05S0O09-082+18A-IK-T| 63 | 100 | 154 |100| 5 |214000 | 4,3 | BOHW12T308ER |5+70 g 3—
+ 5 | B
MT190L-063H100AR05S0O09-098+18A-IK-T| 63 | 116 | 172 |100| 5 |13500 | 4,7 SOHWO9T308EN 5+80 E290L-X063R05SO09 H123600-10S 5 8-
MT190L-063H125AR05S009-072+18A-IK-T| 63 | 90 | 144 [125| 5 |[12500 | 4,7 5+60 R
MT190L-063H125AR05S009-098+18A-IK-T| 63 | 116 | 172 [125| 5 | 11500 | 4,7 5+80
MT190L-080H125AR06S0O09-098+18A-IK-T| 80 | 116 | 172 [125| 6 |10500 | 6,3 6+96
290L-X080R06SO09H164500-14S
MT190L-080H125AR06S0O09-131+18A-IK-T| 80 | 149 | 186 |125| 6 |10500 | 8,0 6+126
Close pitch
MT190L-063H100AR06S009-072+18A-IK-T | 63 | 90 | 144 |100| 6 |14500] 4,1 6+72
MT190L-063H100AR06S0O09-082+18A-IK-T | 63 | 100 | 154 |100| 6 |14500| 4.2 6+84 c
MT190L-063H100AR06S0O09-098+18A-IK-T 63 | 116 | 172 |100| 6 |13500]| 4,7 6+96 E290L-X063R06S009| H123600-10S 8 g
BOHW12T308ER S P
MT190L-063H125AR06S009-072+18A-IK-T| 63 | 90 | 144 |125| 6 |13500| 4,8 + 6+72] g &
SOHWO9T308EN 0 o)
MT190L-063H125AR06S009-098+18A-IK-T | 63 | 116 | 172 |125| 6 | 12500 5.0 6+96 2 =
~
4 -098+ K- 6,3 +
MT190L-080H125AR07S009-098+18A-IK-T| 80 | 116 | 172 |125]| 7 |10500 7+112 L -XOBOR07 H164500-14S
MT190L-080H125AR07S009-131+18A-IK-T| 80 | 149 | 200 |125| 7 | 10500 | 8,0 7+147,
Carbide grade Dimensions
o )
= ic | S dil r
Code k O
ode key L:é mm
BOHW12T308ER @ |o9525| 130 | 397 [ 40 | 08
SOHWO9T308EN @[ o525|9525 | 397 | 40 | 08
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MT190L...NC50...+18A...T T

Long edge spiral flute endmills with front end cutter heads
for machining titanium alloys

*First choice for machining titanium alloys.
*High spiral flute long edge endmills

with fully overlapping inserts.

*The permanent feed of lubricoolant

at millingis necessary.

Regular pitch for roughing slots.

Close pitch for peripheral cutting.

Regular pitch 7/24 taper shank to DIN 69871 Form A
Dimensions, mm * =
S| -8 gin |9 |A™
Code key D|la |H |[L|[Z|RPM|ke| < No. ,
MT190L-050NC50R04S009-058+18AK-T | 50 | 76 | 119 |221| 4 |15000]| 3,1 4+40
MT190L-050NC50R04S009-072+18AK-T | 50 | 90 | 133 |235| 4 |14500] 3,6 4+48|E290L-X050R04S009|H103600-08S
MT190L-050NC50R04S009-082+18A-IK-T | 50 | 100 | 143 |245| 4 [14500( 3,7 4+56 o E
—
MT190L-063NC50R055009-072+18A-IK-T | 63 | 90 | 133 |235| 5 [14000| 4.1 BOHW12+T3°8ER 5+60 2 |3
~ [a
MT190L-063NC50R05S009-082+18A-IK-T | 63 | 100 | 143 |245| 5 |14000| 4,3| SOHWO9T308EN |5+70|E290L-X063R05S009|H123600-10S § 5
4 —
MT190L-063NC50R05S009-098+18AK-T | 63 | 116 | 163 |265| 5 |13500| 4,7 5+80 R
MT190L-080NC50R06S009-098+18AK-T | 80 | 116 | 163 |2 1 6+96
6[ 163 ]265| 6 10500 6,3 E290L-X080R06S009 |H164500-14S
MT190L-080NC50R06S009-131+18AK-T | 80 | 149 | 186 |288| 6 |10500]| 8,0 6+126
Close pitch
MT190L-063NC50R06S009-072+18A-IK-T | 63 | 90 | 133 [235| 6 |14500] 4,1 6+72) .
MT190L-063NC50R06S009-082+18A-IK-T [ 63 | 100 | 143 |245( 6 |14500| 4.2 | BOHWI12T308ER | 6+84| E290L-X063R06S009 | H123600-10S| S s
o o
+ ©
MT190L-063NC50R06S009-098+18AK-T | 63 [ 116 | 163 [265[ 6 |13500[ 47| 0 oornoor [6+96 % &
MT190L-080NC50R07S009-098+18A-K-T | 80 | 116 | 163 |265| 7 |10500] 6,3 7+112) 2 =
E290L-X080R07S009 | H164500-14S| "~ <
MT190L-080NC50R07S009-131+18AK-T | 80 | 149 | 186 |288| 7 |10500] 8,0 7+147
o Carbide grade Dimensions
L
= ic | S dl r
Code k 8
ode key = mm
BOHW12T308ER @ o525 130 | 397 4,0 0,8
SOHWO9T308EN @ o525 |0525 | 397 4,0 0,8




MT190L...SK50...+18A...T

Long edge spiral flute endmills with front end cutter heads

for machining titanium alloys

Regular pitch

*First choice for machining titanium alloys.
*High spiral flute long edge endmills

with fully overlapping inserts.

*The permanent feed of lubricoolant

at millingis necessary.

Regular pitch for roughing slots.
Close pitch for peripheral cutting.

7/24 taper shank to 1ISO 297/ DIN 2080

Dimensions, mm Nmax 5 M‘f w &4‘
Code key D|a |H|L|Z|RPM|kg| < ﬁ J
MT190L-050SK50R04S009-058+18A-IK-T [ 50 | 76 | 119 |236( 4 |15000| 3,1 4+40
MT190L-050SK50R04S009-072+18A-IK-T [ 50 | 90 | 133 |260( 4 |14500| 3,6 4+48 [E290L-X050R04S009|H103600-08S
MT190L-050SK50R04S009-082+18A-IK-T | 50 | 100 | 143 [270| 4 [14500( 3,7 4+56 o E
MT190L-063SK50R05S009-072+18A1K-T | 63 | 90 | 133 |260| 5 [14000] 4,1 BOHWIZPOBER 5+60 2 | &
MT190L-063SK50R05S009-082+18A-IK-T | 63 | 100 | 143 |270| 5 |14000| 4,3| SOHWO9T308EN | 5+70 |E290L-X063R05SO09|H123600-10S % g
MT190L-063SK50R05S009-098+18A-IK-T | 63 | 116 | 163 | 290 13500 | 4,7 5+80 . R
MT190L-080SK50R06S009-098+18A-IK-T [ 80 | 116 | 163 |290( 6 |10500] 6,3 6+96 |E290L-X080R06SO09|H164500-14S
MT190L-080SK50R06S009-131+18A-IK-T [ 80 | 149 | 186 |313| 6 |10500( 8,0 6+126
Close pitch
MT190L-063SK50R06S009-072+18AK-T | 63 | 90 | 133 | 260| 6 |14500]| 4,1 6+72 .
MT190L-063SK50R06S009-082+18A-IK-T | 63 | 100 | 143 | 270| 6 [14500| 4.2 |goHwWi12T308ER | 6+84|E290L-X063R06SO09 | H123600-10S = f,
o (32)
MT190L-063SK50R06S009-098+18A-IK-T | 63 | 116 | 163 |290| 6 |13500]| 4,7 SOHW59T308EN 6+96 § E
MT190L-080SK50R07S009-098+18A-IK-T | 80 | 116 | 163 [290| 7 |10500] 6.3 2| o X0B0R07S009 | H164500.145 2 §
MT190L-080SK50R07S009-131+18A-IK-T | 80 | 149 | 186 [313| 7 |10500] 8,0 7+147
s Carbide grade Dimensions
3 ic | S di r
0
Code key (:é mm
BOHW12T308ER @ o525 130 | 397 4,0 0,8
SOHWO9T308EN @ o525 |9525 | 397 4,0 0.8
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MT290L...T T

Long edge milling cutter for machining titanium alloys

*First choice for machining titanium alloys.
*High spiral flute long edge endmills with
fully overlapping inserts.

*Roughing peripheral cutting with lubricant.
*Allowed slots milling.

Regular pitch

Dimensions, mm
Nmax ﬁ m + = -’
Code key D| a | H|L| d| Z|RrRPM|ky | o No. )
MT290L-050A22R04S009-30-IK-T| 50 | 30 | 44 [ 22 | 22 | 4 [15500] 0,4 4+12
MT290L-050A22R04S009-43-IK-T| 50 | 43 | 57 [ 22 | 22 | 4 [13000] 0,4 4+20
MT290L-063A27R05S009-38-IK-T| 63 | 38 | 55 | 25 | 27 | 5 [11000]| 0,7 5+20
MT290L-063A27R05S009-56-IK-T| 63 | 56 | 75 [ 28 | 27 | 5 [20000( 0,7 5+35
BOHW12T308ER T350760-10| 7010-TP
MT290L-080A32R06S009-45-IK-T| 80 | 45 | 61,6| 34 | 32 | 6 | 6800 1,3 . 6+30 3.0 Nm
MT290L-080A32R06S009-70-IK-T| 80 | 70 | 88 | 34 | 32 | 6 | 590 | 1,3 SOHWO9T308EN | 5454
MT290L-084A32R06S009-70-IK-T| 84 | 70 | 88 | 34 | 32 | 6 |5500| 1,5 6+54
MT290L-100A40R07S009-50-IK-T| 1200 | 50 | 70 | 40 | 40 | 7 | 5200 1,9 7442
MT290L-100A40R07S009-70-IK-T| 200 | 70 | 88 | 40 | 40 | 7 | 4600 | 1,9 7+63
Close pitch
Dimensions, mm
Nmax ﬁ m + = -/
Code key D| a|H|[L]| d| z|rPM|kg| No. ]
MT290L-063A27R06S009-38-IK-T| 63 | 38 | 55 | 25 | 27 | 6 [11000]| 0,7 6+24
MT290L-063A27R06S009-56-IK-T| 63 | 56 | 75 | 28 | 27 | 6 [10000| 0,7 6+40
MT290L-080A32R07S009-43-IK-T| 80 | 45 | 61,6 34 | 32 | 7 | 6800 [ 1,3 |ovomonorn 7435
MT290L-080A32R07S009-70-IK-T| 80 | 70 | 88 | 34 | 32 | 7 |[s900 | 1.3 + 7+63 | 1320760-10] 7010-TP
SOHWO9T308EN 3,0Nm
MT290L-084A32R07S009-70-IK-T| 84 | 70 | 88 | 34 | 32 | 7 |5500| 1,5 7463
MT290L-100A40R08S009-50-IK-T| 200 [ 50 | 70 | 40 | 40 | 8 | 5200 | 1,9 8+48
MT290L-100A40R08S009-70-IK-T| 200 | 70 | 88 | 40 | 40 | 8 | 4600 | 1,9 8+72
Carbide grade Dimensions
Q
Ln
= ic | S di r
de k O
Code key (:é mm
BOHW12T308ER @ o525 130 | 397 4,0 0,8
SOHWO9T308EN @[ o525|9525 | 397 | 40 | 08




DT190

Drills for machining titanium alloys

*Size of inserts identical with long edge mills.
*Four cutting edges per insert.

*Special design for titanium.

*The maximal productivity for titanium makes
100cubic centimeter per minute.

*Range of diameters from 26 mm up to 75 mm.

DT 190-WN Straight shank with sloping clamping surface DIN 1835E
Dimensions, mm = -y
Code key D di h H L d No. ﬁ /
DT190-026WN32R01S009-IK| 26 42 68 100 160 32 2
DT190-033WN32R01S009-IK| 33 42 68 100 160 32 2
T350760-10 (7010-TP
DT190-041WN40R01S009-IK| 41 50 70 110 180 40 SOHWO09T308EN 3 3,0 Nm
DT190-051WN40R01S009-IK| 51 61 70 110 180 40 3
DT190-063WN50R01S0O09-IK| 63 62 100 130 210 50 4
Carbide grade Dimensions
(B v T s |
3 ic | S dil r
de k O
Code key % mm
SOHWO9T308EN @ o525 9525 | 397 4,0 08




MT290...AL 6 e(f

Sqguare shoulder facemills for machining aluminium alloys

*Cutter body is adapted for inserts with corner
radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining Aluminium alloys
from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one
unit according the G2,5 class ISO 1940 is bal-
anced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to
2000 m/min.

MT 290...XD19-IK-AL-HSC Depth of cut up to 18 mm

for high speed cutting up to 5000 m/min

22

Dimensions, mm Nmax ﬁ ™
Code key D a L H d | Z | RPM| kg m No. &
MT290-040A16R03XD1-IK-AL-HSC | 40 | 18 | 19 | 50 | 16 [ 3 |[35700| 03 3
MT290-040A16R04XD19-IK-AL-HSC | 40 | 18 | 19 | 50 | 16 | 4 |33500| 0,3 4
MT290-050A22R04XD19-IK-AL-HSC | 50 | 18 | 20 | 50 | 22 [ 4 [31900| 03 4
MT290-063A22R05XD19-IK-AL-HSC | 63 | 18 | 20 | 50 | 22 | 5 [28500| 0,5 | XDHX1904..FR-AL | 5 | T400955-15A g%lz'n:
MT290-080A27R06XD19-IK-AL-HSC| 80 | 18 | 22 | 50 | 27 [ 6 [20000| 0,9 6 '
MT290-100A32R07XD19-IK-AL-HSC| 100 | 18 | 25 | 50 | 32 [ 7 [17000| 1.3 7
MT290-125A40R08XD19-IK-AL-HSC| 125 | 18 | 27 | 50 | 40 | 8 |[14000| 2,5 8
MT 290...XD19-IK-AL for cutting speed up to 2000 m/min
MT290-040A16R03XD19-IK-AL |50 | 18 | 19 | 50 | 16 | 3 [24900| 0,3 3
MT290-040A16R04XD19-IK-AL |50 | 18 | 19 | 50 | 16 | 4 [23400| 03 4
MT290-050A22R04XD19-IK-AL (50 | 18 | 20 | 50 | 22 [ 4 |21600]| 0,3 4
MT290-063A22R05XD19-K-AL |63 | 18 | 20 | 50 | 22 | 5 |18800| 05 | XPHTIO04-FRAL 15 | T400955-154 Z%lz'n:
MT290-080A27R06XD19-IK-AL |80 | 18 | 22 | 50 | 27 | 6 [16400| 0,9 6
MT290-100A32R07XD19-IK-AL  |100 | 18 | 25 | 50 | 32 | 7 |[14500| 1.3 7
MT290-125A40R08XD19-IK-AL  [125 | 18 | 27 | 50 | 40 | 8 [12800| 255 8
Carbide grade Dimensions
ic | S di| r
Code key HWN15 [ HCN10 mm
XDHT190402FR-AL | XDHX190402FR-AL o 9,52(19,0 | 4,76 4,65| 0,2
XDHT190404FR-AL | XDHX190404FR-AL o () 9,52|19,0 | 4,76 4,65[ 0.4
XDHT190408FR-AL | XDHX190408FR-AL o () 952|190 | 4,76[465( 08
XDHT190412FR-AL | XDHX190412FR-AL o 952|190 | 4,76 4,65[ 1.2
XDHT190416FR-AL | XDHX190416FR-AL [ ) 952|190 | 4,76 4,65[ 1,6
XDHT190420FR-AL | XDHX190420FR-AL [ ) () 952|190 | 4,76 4,65[ 2,0
XDHT190425FR-AL | XDHX190425FR-AL [ ) 952|190 | 4,76 4,65[ 2,5
XDHT190432FR-AL | XDHX190432FR-AL [ ) 9,52|19,0 | 4,76 4,65 3.2
XDHT190440FR-AL | XDHX190440FR-AL [ ) () 9,52|19,0 | 4,76 4,65[ 4,0




MT290...-R5..AL.. N L

Sqguare shoulder facemills for machining aluminium alloys

*Cutter body is adapted for inserts with corner
radius of 5,0 mm.
*Suitable for ramping.
*Best productivity in machining Aluminium alloys
from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one
unit according the G2,5 class 1ISO 1940 is bal-
anced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to

2000 m/min.
MT 290...XD19-R5-IK-AL-HSC for high speed cutting up to 5000 m/min Depth of cut up to 18 mm

Dimensions, mm Nmax ﬁ -y,

Code key D|a|L [H d | Z|RrRPM| kg m No. & J
MT290-040A16R03XD19-R5-IK-AL-HSC| 40 | 18 | 19 | 50 | 16 | 3 |35700( 0,3 3
MT290-040A16R04XD19-R5-IK-AL-HSC| 40 | 18 | 19 | 50 | 16 | 4 |33500( 0,3 4
MT290-050A22R04XD19-R5-IK-AL-HSC| 50 | 18 | 20 | 50 | 22 | 4 |31900( 0.3 4
MT290-063A22R05XD19-R5-IK-AL-HSC| 63 | 18 | 20 | 50 | 22 | 5 |28500| 0,5 | XDHX190450FR-AL | 5 | T400955-15A g%lz'n:
MT290-080A27R06XD19-R5-IK-AL-HSC| 80 | 18 | 22 | 50 [ 27 | 6 |20000( 0,9 6 ’
MT290-100A32R07XD19-R5-IK-AL-HSC| 1200 | 18 | 25 | 50 | 32 | 7 [17000]| 1,3 7
MT290-125A40R08XD19-R5-IK-AL-HSC| 125 | 18 | 27 | 50 | 40 | 8 |14000| 2,5 8
MT 290...XD19-R5-1K-AL for cutting speed up to 2000 m/min
MT290-040A16R03XD19-R5-IK-AL | 50 [ 18 | 19 | 50 [ 16 | 3 |24900( 0,3 3
MT290-040A16R04XD19-R5-IK-AL | 50 | 18 | 19 | 50 | 16 | 4 |23400| 0,3 4
MT290-050A22R04XD19-R5-IK-AL [ 50 | 18 | 20 | 50 | 22 | 4 [21600]| 0,3 4
MT290-063A22R05XD19-R5-K-AL | 63 | 18 | 20 | 50 | 22 | 5 |18800| 05 | XPHTIO04OFRAL 5 |T400955-15A 2%13.;
MT290-080A27R06XD19-R5-IK-AL | 80 | 18 | 22 | 50 | 27 | 6 |16400( 0,9 6
MT290-100A32R07XD19-R5-IK-AL | 200 | 18 | 25 | 50 | 32 | 7 |14500( 1,3 7
MT290-125A40R08XD19-R5-IK-AL [ 125 | 18 | 27 | 50 | 40 | 8 [12800]| 2,5 8
Carbide grade Dimensions
ic | S di| r

Code key

<
@|HWN15

XDHT190450FR-AL | XDHX190450FR-AL 9,52119,0 | 4,76 | 4,65 5,0




24

MT290...AL

MT 290...AD10-IK-AL

*Cutter body is adapted for inserts with corner

radius from 0,4 to 4,0 mm.

*|t offers a wide range of corner radius options,

especially for aerospace details.
*Cutting speed up to 3500 m/min.

*QOver 1000 m/min it is necessary a complete
system, mounting tool and cutting tool, as one unit
according the G2,5 nach ISO 1940 balanced.

for high speed cutting up to 3500 m/min

Depth of cut up to 10 mm

Dimensions, mm

Nmax ﬁ

o

\

Code key D | a L | H d Z | RPM | kg No. N\
MT290-032A16R04AD10-IK-AL [ 32 | 120 | 19 | 40 | 16 | 4 |[39800] 02 4
MT290-040A16RO4AD10-IK-AL | 40 | 120 | 129 | 40 | 16 | 4 |35500| 0,2 4

MT290-050A22R05AD10-K-AL | 50 | 10 | 20 | 40 | 22 | 5 [31800| 03 |apT1073.FRAL | 5 |ts0s55.08ap| 7008.TP

MT290-063A22R06AD10-IK-AL | 63 | 10 | 20 | 40 | 22 | & |28300| 05 6 18 Nm
MT290-080A27R08AD10-IK-AL | 80 | 10 | 22 | 50 | 27 | 8 |25100] 0,9 8
MT290-100A32R10AD10-IK-AL [ 100 | 10 25 | 50 [ 32 | 10 [22500( 1,3 10

Carbide grade
Dimensions
S

219 ic | 1 S|di | r|a

Code key % (E mm o

ADHT10T302FR-AL () 68100 [ 397 ] 280 | 02| 15

ADHT10T304FR-AL A ) 68100 [ 397 | 280 [ 04| 15

ADHT10T308FR-AL A ) 68|100 | 397 | 280 | 08| 15

ADHT10T312FR-AL () 68100 | 397 | 28 | 12| 15

ADHT10T316FR-AL () 68100 [ 397 ] 280 | 16| 15

ADHT10T320FR-AL o0 68100 [ 397 ] 280 | 20| 15

ADHT10T325FR-AL () 68100 [ 397 ] 280 | 25]( 15

| ADHT10T332FR-AL o0 68100 [ 397 ] 280 | 32| 15

ADHT10T340FR-AL o0 68100 [ 397 ] 280 | 40| 15

=1 ADKT10T302FR-AL [ ) 68100 [ 397 ] 280 | 02| 15

ADKT10T304FR-AL [ ) 68100 [ 397|280 | 04| 15

ADKT10T308FR-AL [ ) 68100 [ 397 ] 280 | 08| 15

ADKT10T320FR-AL [ ) 68100 [ 397 ] 280 | 20| 15

ADKT10T325FR-AL [ ) 68100 [ 397|280 | 25| 15




MT290...-R5..-AL 6’06

Square shoulder facemills for machining aluminium alloys

*Cutter body is adapted for inserts with corner
radius of 5,0 mm.

*It offers a wide range of corner radius options,
especially for aerospace details.

*Cutting speed up to 3500 m/min.

*Qver 1000 m/min it is necessary a complete
system, mounting tool and cutting tool, as one unit
according the G2,5 nach I1SO 1940 balanced.

MT 290...AD10-R5-IK-AL for high speed cutting up to 3500 m/min Depth of cut up to 10 mm

Dimensions, mm Nmax ﬁ - \\

Code key D|a | L|H]|d]| Z|RPM]|kg ﬁ‘ No. i
MT290-032A16R04AD10-R5-IK-AL | 32 10 19 40 16 4 139800 | 0,2 4
MT290-040A16R04AD10-R5-IK-AL | 40 10 19 40 16 4 35500| 0,2 4
MT290-050A22R05AD10-R5-IK-AL | 50 10 20 40 22 5 131800 0,3 ADHT10T350ER-AL 5 T250555-08AP | 7008-TP
MT290-063A22R06AD10-R5-IK-AL | 63 10 20 40 22 6 |28300| 0,5 6 1,8 Nm
MT290-080A27R08AD10-R5-IK-AL | 80 10 22 50 27 8 |25100]| 0,9 8
MT290-100A32R10AD10-R5-IK-AL | 100 10 25 50 32 10 |22500] 1,3 10
Carbide grade
Dimensions
v RN s |

Code key

@|HwN15
@|HCN10
3
3
(]

ADHT10T350FR-AL 6,8 110,0 | 3,97 | 2,80 50| 15
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MT190...AL

Endmills for machining aluminium alloys

MT 190-Z...XD19-IK-AL-HSC

*Cutter body is adapted for inserts with corner
radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining Aluminium alloys
from aerospace details.
*QOver 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one
unit according the G2,5 class ISO 1940 is bal-
anced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to
2000 m/min.

for high speed cutting up to 5000 m/min

—H

Straight shank cylindrical

Dimensions, mm Nmax ﬁ w oy,
Code key D|a | H|L]|d|ZzZ|RrRrPM|EkKg No. #

MT190-025225R02XD19-L125-IK-AL-HSC 25 18 50 | 125 25 | 2 |40000]| 0,3 2
MT190-025225R02XD19-L.200-IK-AL-HSC 25 18 65 | 200 25 | 2 |18000]| 0,6 2
MT190-032Z32R03XD19-L150-IK-AL-HSC 32 18 50 | 150 32 | 3 |33500]| 0,6 3
MT190-032232R02XD19-L200-IK-AL-HSC 32 18 80 | 200 32 | 2 |20000]| 0,8 2 g
MT190-040Z232R03XD19-L150-IK-AL-HSC 40 18 50 | 150 32 | 3 |31300]| 1,0 XDHX1904.. FR-AL 3 é 7015-T
MT190-040Z32R03XD19-L200-IK-AL-HSC 40 18 65 | 200 32 | 3 |26800]| 1,2 3 § 2Dy
MT190-040Z32R03XD19-L250-IK-AL-HSC 40 18 80 | 250 32 | 3 |22300| 1,5 3 g
MT190-050Z40R04XD19-L150-IK-AL-HSC 50 18 50 | 150 | 40 | 4 |27900| 1,5 4
MT190-050Z40R04XD19-L200-IK-AL-HSC 50 18 65 | 200 | 40 | 4 [23900| 1,7 4
MT190-050Z40R04XD19-L250-IK-AL-HSC 50 18 80 | 250 | 40 | 4 |20000| 2,0 4
MT 190-Z...XD19-IK-AL for cutting speed up to 2000 m/min Straight shank cylindrical
MT190-025Z25R02XD19-L125-IK-AL 25 | 18 | 50 | 125 | 25 [ 2 |32000( 0,3 2
MT190-025225R02XD19-L.200-IK-AL 25 18 65 | 200 25 | 2 |15000]| 0,6 2
MT190-032232R03XD19-L150-IK-AL 32 18 50 | 150 32 | 3 |25000]| 0,6 3
MT190-032Z32R02XD19-L200-1K-AL 32 18 80 | 200 32 | 2 |16600| 0,8 2 %
MT190-040Z32R03XD19-L150-IK-AL 40 | 18 | 50 | 150 | 32 | 3 |21800] 1,0 XDHT1904. FRAL L2 é 7015-T
MT190-040Z232R03XD19-L200-IK-AL 40 18 65 | 200 32 | 3 |18700]| 1,2 3 § 20l
MT190-040Z32R03XD19-L250-IK-AL 40 18 80 | 250 32 | 3 |15600]| 1,5 3 g
MT190-050Z40R04XD19-L150-1K-AL 50 18 50 | 150 | 40 | 4 |18900| 1,5 4
MT190-050Z40R04XD19-L200-IK-AL 50 | 18 | 65 | 200 | 40 | 4 |16200]| 1,7 4
MT190-050Z40R04XD19-L250-IK-AL 50 18 80 | 250 | 40 | 4 |13500| 2,0 4




MT190...-R5..AL

Endmills for machining aluminium alloys

*Cutter body is adapted for inserts with corner
radius of 5,0 mm.
*Suitable for ramping.
*Best productivity in machining Aluminium alloys
from aerospace details.
*QOver 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one
unit according the G2,5 class ISO 1940 is bal-
anced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to
2000 m/min.

MT 190-Z..XD19-R5-1K-AL-HSC for high speed cutting up to 5000 m/min

)

Al <

|

vE

Straight shank cylindrical

Dimensions, mm Nmax ﬁ » -y,
Code key D | a H| L | d]|z|RrRrvm| kg No. &
MT190-025Z225R02XD19-R5-L125-IK-AL-HSC 25 18 50 | 125 25 | 2 |40000| 0,3 2
MT190-025Z25R02XD19-R5-L200-IK-AL-HSC 25 18 65 | 200 25 | 2 |18000| 0,6 2
MT190-032Z32R03XD19-R5-L150-IK-AL-HSC 32 18 50 | 150 32 | 3 |33500( 0,6 3
MT190-032Z32R02XD19-R5-L200-IK-AL-HSC 32 18 80 | 200 32 | 2 |20000]| 0,8 2 %
-
MT190-040Z32R03XD19-R5-L150-IK-AL-HSC 40 18 50 | 150 32 | 3 |31300] 1,0 XDHX190450FR-A 3 Ié': 7015-T
MT190-040Z32R03XD19-R5-L200-IK-AL-HSC 40 18 65 | 200 32 | 3 |26800]| 1,2 8 § D
MT190-040Z32R03XD19-R5-L250-IK-AL-HSC 40 18 80 | 250 32 | 3 |22300( 15 3 "
MT190-050Z40R04XD19-R5-L150-IK-AL-HSC 50 18 50 | 150 40 | 4 |27900]| 1.5 4
MT190-050Z40R04XD19-R5-L200-IK-AL-HSC 50 18 65 | 200 40 | 4 |23900]| 1,7 4
MT190-050Z40R04XD19-R5-L250-IK-AL-HSC 50 18 80 | 250 40 | 4 |20000]| 2,0 4
MT 190-Z...XD19-R5-IK-AL for cutting speed up to 2000 m/min Straight shank cylindrical
MT190-025Z25R02XD19-R5-L125-IK-AL 25 | 18 | 50 | 125 [ 25 | 2 |32000] 0.3 2
MT190-025Z225R02XD19-R5-L200-IK-AL 25 18 65 | 200 25 | 2 |15000| 0,6 2
MT190-032Z32R03XD19-R5-L150-IK-AL 32 18 50 | 150 32 | 3 |25000]| 0,6 3
MT190-032Z32R02XD19-R5-L200-1K-AL 32 18 80 | 200 32| 2 |16600]| 0,8 2 %
—
MT190-040Z32R03XD19-R5-L150-IK-AL 40 | 18 | 50 | 150 | 32 | 3 |21800]| 1,0 X DHT190450FRA 3 § 7015-T
MT190-040Z232R03XD19-R5-L200-IK-AL 40 18 65 | 200 32 | 3 |18700]| 1,2 3 § YN
MT190-040Z32R03XD19-R5-L250-IK-AL 40 18 80 | 250 32 | 3 |15600]| 1,5 3 "
MT190-050Z40R04XD19-R5-L150-IK-AL 50 | 18 | 50 | 150 | 40 | 4 |18900| 1,5 4
MT190-050Z40R04XD19-R5-L.200-IK-AL 50 | 18 | 65 | 200 | 40 | 4 |16200]| 1,7 4
MT190-050Z40R04XD19-R5-L250-IK-AL 50 18 80 | 250 40 | 4 |13500]| 2,0 4

27
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MT190...AL

Endmills for machining aluminium alloys

*Cutter body is adapted for inserts with corner
radius from 0,4 to 4,0 mm.
*Suitable for ramping.

*Best productivity in machining Aluminium alloys | | | |
from aerospace details.
*Qver 1000 m/min it is necessary a complete | I N | |
system, tool mounting and cutting tool, as one iy il
unit according the G2,5 class ISO 1940 is bal- I
anced. —l—!—
*Two performances:
- with inserts XDHX19... for high cutting speed T T et
up to 5000 m/min. . e cUI - |J|o ctsI
- with inserts XDHT19... for cutting speed up to i L
2000 m/min. : [ D [ D
MT 190-W...XD19-1K-AL for cutting speed up to 2000 m/min Straight shank with drive flat (Weldon)
Dimensions, mm Nmax ﬁ oy,
Code key D|la |H|L|d|[z]|rrm|Kg w No. #
MT190-025W25R02XD19-L125-IK-AL-HSC 25 18 50 | 125 | 25 | 2 |40000( 0,3 2
MT190-025W25R02XD19-L.200-IK-AL-HSC 25 18 65 | 200 | 25 | 2 |[18000| 0,6 2
MT190-032W32R03XD19-L150-IK-AL-HSC 32 18 50 | 150 32 | 3 |33500| 0,6 3
MT190-032W32R02XD19-L200-IK-AL-HSC 32 18 80 | 200 | 32 | 2 |20000| 0,8 2 <
—
MT190-040W32R03XD19-L150-IK-AL-HSC 40 18 50 | 150 | 32 | 3 [31300( 1,0 3 O 7015-T
XDHT1904...FR-AL e
MT190-040W32R03XD19-L.200-IK-AL-HSC 40 18 65 | 200 | 32 | 3 [26800| 1,2 3 § SR
|_
MT190-040W32R03XD19-L250-IK-AL-HSC 40 18 80 | 250 | 32 | 3 |22300| 1,5 S
MT190-050W40R04XD19-L150-IK-AL-HSC 50 18 50 | 150 | 40 | 4 |27900]| 1,5 4
MT190-050W40R04XD19-L200-IK-AL-HSC 50 18 65 | 200 | 40 | 4 |23900| 1,7 4
MT190-050W40R04XD19-L.250-IK-AL-HSC 50 18 80 | 250 | 40 | 4 |20000| 2,0 4
Straight shank with sloping clamping surface
MT 190-WN...XD19-1K-AL for cutting speed up to 2000 m/min DIN 1835E
MT190-025WN25R02XD19-L125-IK-AL 25 18 50 | 125 25 | 2 |32000]| 0,3 2
MT190-025WN25R02XD19-L200-1K-AL 25 18 65 | 200 | 25 | 2 |15000( 0,6 2
MT190-032WN32R03XD19-L150-1K-AL 32 18 50 | 150 | 32 | 3 [25000( 0,6 3
MT190-032WN32R02XD19-L.200-IK-AL 32 18 80 | 200 | 32 | 2 |16600| 0,8 2 <
—
MT190-040WN32R03XD19-L150-IK-AL 40 [ 18 [ 50 [ 150 [ 32 | 3 |21800| 1,0 3 @ |7015-T
XDHT1904...FR-AL 2 50 M
MT190-040WN32R03XD19-L200-IK-AL 40 18 65 | 200 | 32 | 3 [18700| 1,2 3 § ’
|_
MT190-040WN32R03XD19-L250-IK-AL 40 18 80 | 250 | 32 | 3 |15600]| 1,5 3
MT190-050WN40R04XD19-L150-IK-AL 50 18 50 | 150 | 40 | 4 [18900| 1,5 4
MT190-050WN40R04XD19-L200-IK-AL 50 18 65 | 200 40 | 4 |16200| 1,7 4
MT190-050WN40R04XD19-L250-IK-AL 50 18 80 | 250 | 40 | 4 |13500]| 2,0 4




MT190...-R5..AL

Endmills for machining aluminium alloys

MT 190-W...XD19-R5-IK-AL

*Cutter body is adapted for inserts with corner
radius of 5,0 mm.
*Suitable for ramping.
*Best productivity in machining Aluminium alloys
from aerospace details.
*Qver 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one
unit according the G2,5 class ISO 1940 is bal-
anced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to
2000 m/min.

for cutting speed up to 2000 m/min

=l s
T }\_I )\—
] <} e <
o] —

Straight shank with drive flat (Weldon)

Dimensions, mm Nmax ﬁ » -y,
Code key D | a H| L | d]|z|RrRrvm| kg No. &

MT190-025W25R02XD19-R5-L125-IK-AL-HSC 25 18 50 | 125 25 | 2 |40000( 0,3 2
MT190-025W25R02XD19-R5-L200-IK-AL-HSC 25 18 65 | 200 25 | 2 |18000( 0,6 2
MT190-032W32R03XD19-R5-L150-IK-AL-HSC 32 18 50 | 150 32 | 3 |33500/ 0,6 3
MT190-032W32R02XD19-R5-L200-IK-AL-HSC 32 18 80 | 200 | 32 | 2 |20000( 0,8 2 %

-
MT190-040W32R03XD19-R5-L150-IK-AL-HSC 40 18 50 | 150 | 32 | 3 |31300( 1,0 XDHT190450FR-A 3 § 7015-T
MT190-040W32R03XD19-R5-L200-IK-AL-HSC 40 18 65 | 200 | 32 | 3 |26800( 1,2 & § U
MT190-040W32R03XD19-R5-L250-IK-AL-HSC 40 18 80 | 250 32 | 3 |22300| 1.5 & "
MT190-050W40R04XD19-R5-L150-IK-AL-HSC 50 18 50 | 150 | 40 | 4 |27900| 1,5 4
MT190-050W40R04XD19-R5-L200-IK-AL-HSC 50 18 65 | 200 | 40 | 4 |23900( 1,7 4
MT190-050W40R04XD19-R5-L250-IK-AL-HSC 50 18 80 | 250 | 40 | 4 |20000( 2,0 4

Straight shank with sloping clamping surface

MT 190-WN...XD19-R5-IK-AL for cutting speed up to 2000 m/min DIN 1835E
MT190-025WN25R02XD19-R5-L125-1K-AL 25 18 50 | 125 25 | 2 |32000( 0,3 2
MT190-025WN25R02XD19-R5-L.200-IK-AL 25 18 65 | 200 25 | 2 |15000/( 0,6 2
MT190-032WN32R03XD19-R5-L150-1K-AL 32 18 50 | 150 | 32 | 3 |25000( 0,6 3
MT190-032WN32R02XD19-R5-L.200-IK-AL 32 18 80 | 200 | 32 | 2 |16600( 0,8 2 %

—
MT190-040WN32R03XD19-R5-L150-IK-AL 40 | 18 | 50 | 150 | 32 | 3 |21800| 1.0 |, o oo a| 3 § 7015-T
MT190-040WN32R03XD19-R5-L.200-IK-AL 40 18 65 | 200 | 32 | 3 |18700| 1,2 3 § YN
MT190-040WN32R03XD19-R5-L.250-1K-AL 40 18 80 | 250 | 32 | 3 |15600( 1,5 3 "
MT190-050WN40R04XD19-R5-L150-IK-AL 50 18 50 | 150 40 | 4 |18900]| 1,5 4
MT190-050WN40R04XD19-R5-L200-1K-AL 50 18 65 | 200 40 | 4 |16200]| 1,7 4
MT190-050WN40R04XD19-R5-L250-IK-AL 50 18 80 | 250 | 40 | 4 |13500( 2,0 4
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MT190...AL
Endmills for machining aluminium alloys

*Cutter body is adapted for inserts with corner |
radius from 0,4 to 4,0 mm. | |
*|t offers a wide range of corner radius options,
especially for aerospace details. | |
*Cutting speed up to 3500 m/min. _
*QOver 1000 m/min it is necessary a complete 1
system, mounting tool and cutting tool, as one unit %

according the G2,5 nach ISO 1940 balanced.

MT 190-Z...AD10-IK-AL for high speed cutting up to 3500 m/min Straight shank cylindrical
Dimensions, mm Nmax ﬁ -y
Code key D a H L d | z | rRPM| kg ﬁ‘ No. #‘ ]
MT190-016Z16R02AD10-L075-IK-AL | 16 | 10 [ 27 | 75 | 16 | 2 |56200( 021 2
MT190-016Z16R02AD10-L090-IK-AL | 16 | 10 [ 42 | 90 | 16 | 2 |49200( 021 2
MT190-016Z16R02AD10-L110-K-AL | 16 | 10 [ 62 [ 110 | 16 | 2 |42200( 02 2
MT190-016Z16R02AD10-L130-IK-AL | 16 [ 10 | 82 | 130 | 16 | 2 |35100| 0,1 2
MT190-018Z18R02AD10-L075-IK-AL | 18 [ 10 | 25 | 75 | 18 | 2 |53100| 0,1 2
MT190-018Z18R02AD10-L110-K-AL | 18 | 10 [ 60 | 110 | 18 | 2 |40000( 021 2
MT190-019Z18R02AD10-L078-IK-AL | 19 | 10 [ 27 | 78 | 18 | 2 |51700( 0,2 2
MT190-019Z18R02AD10-L110-IK-AL | 19 | 10 | 60 | 110 | 18 | 2 |40000( 03 2
MT190-020Z20R02AD10-L090-IK-AL | 20 | 10 | 40 | 90 | 20 | 2 |50100( 0,2 2
MT190-020220R02AD10-L110-K-AL | 20 [ 10 | 60 | 120 | 20 | 2 |43900]| 0,3 2
MT190-020Z20R02AD10-L130-IK-AL | 20 | 10 | 80 [ 130 | 20 | 2 |37600( 03 2 <
MT190-020220R02AD10-L160-IK-AL | 20 [ 10 | 100 | 160 | 20 | 2 |31300|0,36| AD-TLOTS.FRAL | 5 2 e
MT190-022Z25R02AD10-L090-IK-AL | 22 | 10 | 34 [ 90 | 25 | 2 |47000( 02 2 % ’
MT190-022725R02AD10-L110-K-AL | 22 [ 10 | 54 | 120 | 25 | 2 |42000| 0,3 2 .
MT190-025725R02AD10-L110-IK-AL | 25 | 10 | 54 [ 110 | 25 | 2 |4s5000( 03 2
MT190-025725R02AD10-L140-IK-AL | 25 | 10 | 84 140 | 25 | 2 |39000( 04 2
MT190-025Z25R02AD10-L170-IK-AL | 25 | 10 | 114 [170 | 25 | 2 |28000( 05 2
MT190-025Z25R03AD10-L110-IK-AL | 25 | 10 | 54 | 110 | 25 | 3 |4s000( 0,3 3
MT190-025225R03AD10-L140-IK-AL | 25 [ 10 | 84 | 240 | 25 | 3 |30000| 0,4 3
MT190-030Z32R03AD10-L110-IK-AL | 30 | 10 [ 50 | 110 | 32 | 3 |39300( 05 3
MT190-032Z32R04AD10-L120-IK-AL | 32 | 10 | 60 | 120 | 32 | 4 |39800( 05 4
MT190-032Z25R04AD10-L120-IK-AL | 32 | 10 | 60 | 120 | 25 | 4 |39800( 05 4
MT190-032Z32R04AD10-L160-IK-AL | 32 [ 10 | 100 | 160 | 32 | 4 |34800| 0,6 4
MT190-032Z32R04AD10-L200-IK-AL | 32 | 10 [ 130|200 | 32 | 4 |29800( 0,6 4




MT190...-R5...AL
Endmills for machining aluminium alloys

*Cutter body is adapted for inserts with corner
radius of 5,0 mm. |
*|t offers a wide range of corner radius options,
especially for aerospace details. |

*Cutting speed up to 3500 m/min. i
*Qver 1000 m/min it is necessary a complete [
system, mounting tool and cutting tool, as one unit 0y
according the G2,5 nach ISO 1940 balanced. il )\
. llo TI
| D
MT 190-Z...AD10-R5-IK-AL for high speed cutting up to 3500 m/min Straight shank cylindrical
Dimensions, mm Nmax ﬁ -"y,
Code key D | a H| L d | Z | RPM| kg E‘ No. & I
MT190-016Z16R02AD10-R5-L0O75-IK-AL | 16 10 27 75 16 2 |56200| 0,1 2
MT190-016Z16R02AD10-R5-L090-IK-AL | 16 10 42 90 16 2 |49200| 0,1 2
MT190-016Z16R02AD10-R5-L110-IK-AL | 16 10 62 | 110 16 2 |42200| 0,1 2
MT190-016Z16R02AD10-R5-L130-IK-AL | 16 10 82 | 130 16 2 |35100| 0,1 2
MT190-018Z18R02AD10-R5-L075-IK-AL | 18 10 25) 75 18 2 |53100| 0,1 2
MT190-018Z18R02AD10-R5-L110-IK-AL 18 10 60 | 110 18 2 |40000| 0,1 2
MT190-019Z718R02AD10-R5-L078-IK-AL | 19 10 27 78 18 2 |51700| 0,2 2
MT190-019Z18R02AD10-R5-L110-IK-AL | 19 10 60 | 110 18 2 |40000| 0,3 2
MT190-020Z20R02AD10-R5-L090-IK-AL | 20 10 40 90 20 2 |50100| 0,2 2
MT190-020Z20R02AD10-R5-L110-IK-AL | 20 10 60 | 110 20 2 |43900| 0,3 2
MT190-020Z20R02AD10-R5-L130-IK-AL | 20 10 80 | 130 | 20 2 |37600| 0,3 2 %
MT190-020Z20R02AD10-R5-L160-IK-AL [ 20 | 10 | 100 [ 160 | 20 | 2 [313000,36| AD-TLOT350FR-AL | 5 2 el
MT190-022Z25R02AD10-R5-L090-IK-AL | 22 10 34 90 25 2 |47900]| 0,2 2 g ’
MT190-022Z25R02AD10-R5-L110-IK-AL | 22 10 54 | 110 25 2 |42000| 0,3 2 a
MT190-025Z25R02AD10-R5-L110-IK-AL | 25 10 54 | 110 25 2 |45000( 0,3 2
MT190-025Z25R02AD10-R5-L140-IK-AL | 25 10 84 | 140 | 25 2 |39000| 0,4 2
MT190-025Z25R02AD10-R5-L170-IK-AL | 25 10 114 | 170 | 25 2 |28000| 0,5 2
MT190-025Z25R03AD10-R5-L110-IK-AL | 25 10 54 | 110 25 3 |45000| 0,3 &
MT190-025Z25R03AD10-R5-L140-IK-AL | 25 10 |84 140 25 3 |30000| 0,4 &
MT190-030Z32R03AD10-R5-L110-IK-AL | 30 10 50 | 110 32 3 |39300| 0,5 &
MT190-032Z32R04AD10-R5-L120-IK-AL | 32 10 60 | 120 | 32 4 |39800( 0,5 4
MT190-032Z25R04AD10-R5-L120-IK-AL | 32 10 60 | 120 | 25 4 |39800( 0,5 4
MT190-032Z32R04AD10-R5-L160-IK-AL | 32 10 100 | 160 | 32 4 |34800| 0,6 4
MT190-032Z32R04AD10-R5-L200-IK-AL | 32 10 130 | 200 | 32 4 |29800( 0,6 4
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MT190...-NC40...-AL-HSC-B
Balanced endmills for machining aluminium alloys

MT 190-NC40...XD19-IK-AL-HSC-B

S

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Qver 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to
2000 m/min.

for high speed cutting up to 5000 m/min

7124 taper shank to DIN 69871A

Dimensions, mm Nmax ﬁ S,
Code key D|la|H| h [h]| d|z]|rrPM| kg w No. ﬁ
MT190-025NC40R02XD19-H100-IK-AL-HSC-B | 25 18 | 100 | 50 81 [NC40l 2 |42000]| 0,45 2
MT190-025NC40R02XD19-H110-IK-AL-HSC-B | 25 18 | 110 | 63 91 [NC40f 2 |38400| 0,48 2
MT190-025NC40R02XD19-H130-IK-AL-HSC-B | 25 18 | 130 | 80 111 |NC40| 2 |34000| 0,56 2
MT190-025NC40R02XD19-H150-IK-AL-HSC-B| 25 | 18 | 150 | 100 | 131 [NC40| 2 [29000( 0,64 2
MT190-032NC40R02XD19-H110-IK-AL-HSC-B | 32 18 | 110 | 63 81 [NC40l 2 |37500/ 0,50 2
MT190-032NC40R02XD19-H130-IK-AL-HSC-B | 32 18 | 130 | 80 111 |NC40l 2 |34300| 0,63 2
MT190-032NC40R02XD19-H150-IK-AL-HSC-B | 32 18 | 150 | 100 | 131 |[NC40] 2 |30000| 0,75 2 %
—
MT190-032NC40R03XD19-H110-IK-AL-HSC-B | 32 18 | 110 | 63 91 |NC40] 3 [37500( 0,50 XDHX1904. FR-AL 3 g‘ 7015-T
MT190-032NC40R03XD19-H130-IK-AL-HSC-B | 32 18 | 130 | 80 111 |NC40| 3 |34300| 0,63 3 = 5,0Nm
MT190-040NC40R03XD19-H110-IK-AL-HSC-B | 40 18 | 110 | 63 91 [NC40f 3 |35700| 0,50 8 =
MT190-040NC40R03XD19-H130-IK-AL-HSC-B | 40 18 | 130 | 80 111 |NC40] 3 |33500| 0,53 &
MT190-040NC40R03XD19-H150-IK-AL-HSC-B | 40 18 | 150 | 100 | 131 [NC40f 3 |31000| 0,73 3
MT190-050NC40R03XD19-H110-IK-AL-HSC-B | 50 18 | 110 | 63 91 [NC40f 3 |31900| 0,78 3
MT190-050NC40R03XD19-H130-IK-AL-HSC-B | 50 18 | 130 | 80 111 |NC40[ 3 [31900]| 1,10 8
MT190-050NC40R03XD19-H150-IK-AL-HSC-B | 50 18 | 150 | 100 | 131 |[NC40] 3 |31900| 1,40 &
MT190-050NC40R04XD19-H110-IK-AL-HSC-B | 50 | 18 | 110 | 63 | 91 [NC40| 4 |31900( 0,72 4
MT190-050NC40R04XD19-H130-IK-AL-HSC-B | 50 18 | 130 | 80 111 |NC40| 4 |31900| 1,02 4
MT190-050NC40R04XD19-H150-IK-AL-HSC-B | 50 18 | 150 | 100 | 131 |[NC40] 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver
equipment
— ' (’:'Q\\
S
B510805 H600500-30 7003H




MT190...-NC40...-R5...-AL-HSC-B

Balanced endmills for machining aluminium alloys

*Cutterbodyisadaptedforinsertswithcornerradius of5,0mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*QOver 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to
5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000
m/min.

MT 190-NC40...XD19-R5-IK-AL-HSC-B for high speed cutting up to 5000 m/min 7/24 taper shank to DIN 69871A

Dimensions, mm Nmax E w -0y
Code key D|la|H|h|[h1| d|z|RrrMm| kg No. l‘ |
MT190-025NC40R02XD19-R5-H100-IK-AL-HSC-B | 25 18 | 100 | 50 | 81 |NC40| 2 |42000( 0,45 2
MT190-025NC40R02XD19-R5-H110-IK-AL-HSC-B | 25 18 | 110 | 63 | 91 |NC40| 2 |38400( 0,48 2
MT190-025NC40R02XD19-R5-H130-IK-AL-HSC-B| 25 | 18 | 130 [ 80 | 111 [NC40[ 2 |34000( 0,56 2
MT190-025NC40R02XD19-R5-H150-IK-AL-HSC-B | 25 | 18 | 150 | 100 | 131 [NC40[ 2 [29000( 0,64 2
MT190-032NC40R02XD19-R5-H110-IK-AL-HSC-B | 32 18 | 110 | 63 | 81 |NC40] 2 |37500( 0,50 2
MT190-032NC40R02XD19-R5-H130-IK-AL-HSC-B | 32 18 | 130 | 80 | 111 |[NC40] 2 |34300| 0,63 2
MT190-032NC40R02XD19-R5-H150-IK-AL-HSC-B | 32 | 18 | 150 [ 100 | 131 [NC40[ 2 |30000( 0,75 2 <
MT190-032NC40R03XD19-R5-H110-IK-AL-HSC-B | 32 18 | 110 | 63 | 91 |NC40] 3 |37500( 0,50 XDHX190450ER-AL 3 g 7015-T
MT190-032NC40R03XD19-R5-H130-IK-AL-HSC-B | 32 18 | 130 | 80 | 111 |[NC40| 3 |34300( 0,63 3 % 50Nm
MT190-040NC40R03XD19-R5-H110-IK-AL-HSC-B | 40 18 | 110 | 63 | 91 |NC40| 3 |35700| 0,50 3 =
MT190-040NC40R03XD19-R5-H130-IK-AL-HSC-B| 40 18 | 130 | 80 | 111 |[NC40[ 3 |33500( 0,53 3
MT190-040NC40R03XD19-R5-H150-IK-AL-HSC-B | 40 18 | 150 [ 100 | 131 |[NC40] 3 |31000| 0,73 S
MT190-050NC40R03XD19-R5-H110-IK-AL-HSC-B | 50 18 | 110 | 63 | 91 |NC40] 3 |31900| 0,78 3
MT190-050NC40R03XD19-R5-H130-IK-AL-HSC-B | 50 18 | 130 | 80 | 111 |[NC40] 3 |31900| 1,10 S
MT190-050NC40R03XD19-R5-H150-IK-AL-HSC-B | 50 18 | 150 | 100 | 131 |[NC40f 3 |31900| 1,40 3
MT190-050NC40R04XD19-R5-H110-IK-AL-HSC-B | 50 | 18 | 110 [ 63 | 91 [NC40[ 4 [31900( 0,72 4
MT190-050NC40R04XD19-R5-H130-IK-AL-HSC-B | 50 18 | 130 | 80 | 111 |[NC40| 4 |31900| 1,02 4
MT190-050NC40R04XD19-R5-H150-IK-AL-HSC-B | 50 18 | 150 [ 100 | 131 |[NC40] 4 |30000| 1,33 4

Balancing Balancing screw Balancing screwdriver

equipment

g R
a» N

B510805 H600500-30 7003H




MT190...-NC40...-AL-B e(/

Balanced endmills for machining aluminium alloys

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace detalils.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to

hl

2000 m/min.
MT 190-NC40... XD19-1K-AL-B for cutting speed up to 2000 m/min 7124 taper shank to DIN 69871A
Dimensions, mm Nmax ﬁ S,
Code key D|la|H| h|ht| d|z|rem| kg w No. ﬁ ]
MT190-025NC40R02XD19-H100-IK-AL-B 25 18 | 100 | 50 81 |NC40| 2 [42000( 0,45 2
MT190-025NC40R02XD19-H110-IK-AL-B 25 18 | 110 | 63 91 |[NC40| 2 |38400| 0,48 2
MT190-025NC40R02XD19-H130-IK-AL-B 25 18 | 130 | 80 111 |INC40| 2 |34000| 0,56 2
MT190-025NC40R02XD19-H150-IK-AL-B 25 | 18 | 150 | 100 | 131 |[NC40| 2 |29000( 0,64 2
MT190-032NC40R02XD19-H110-IK-AL-B 32 18 | 110 | 63 81 |NC40| 2 [37500( 0,50 2
MT190-032NC40R02XD19-H130-IK-AL-B 32 18 | 130 | 80 111 |[NC40| 2 |34300| 0,63 2
MT190-032NC40R02XD19-H150-IK-AL-B 32 18 | 150 | 100 | 131 [NC40| 2 |30000| 0,75 2 %
MT190-032NC40R03XD19-H110-IK-AL-B 32 | 18 | 110 | 63 | 91 |Nc4o| 3 |37500( 0,50 T TSR AL 3 % i
MT190-032NC40R03XD19-H130-IK-AL-B 32 18 | 130 | 80 111 [NC40| 3 |34300| 0,63 3 = 6,0 Nm
MT190-040NC40R03XD19-H110-IK-AL-B 40 18 | 110 | 63 91 [NC40| 3 |35700| 0,50 8 =
MT190-040NC40R03XD19-H130-IK-AL-B 40 18 | 130 | 80 111 |INC40| 3 |33500| 0,53 3
MT190-040NC40R03XD19-H150-IK-AL-B 40 | 18 | 150 | 100 | 131 |NC40| 3 |31000| 0,73 3
MT190-050NC40R03XD19-H110-IK-AL-B 50 18 | 110 | 63 91 |NC40| 3 [31900( 0,78 3
MT190-050NC40R03XD19-H130-IK-AL-B 50 18 | 130 | 80 111 |[NC40| 3 |[31900]| 1,10 8
MT190-050NC40R03XD19-H150-IK-AL-B 50 18 | 150 | 100 | 131 [NC40| 3 |31900| 1,40 3
MT190-050NC40R04XD19-H110-IK-AL-B 50 | 18 | 110 [ 63 | 91 |Nc4o| 4 [31900( 0,72 4
MT190-050NC40R04XD19-H130-IK-AL-B 50 18 | 130 | 80 111 [NC40| 4 |31900| 1,02 4
MT190-050NC40R04XD19-H150-IK-AL-B 50 18 | 150 | 100 | 131 [NC40| 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver

equipment

s R
> N

B510805 H600500-30 7003H




MT190...-NC40...-R5..-AL...-B

Balanced endmills for machining aluminium alloys

MT 190-NC40...XD19-R5-IK-AL-B for cutting speed up to 2000 m/min

*Cutterbodyisadaptedforinsertswithcornerradiusof5,0mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*QOver 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to
5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000
m/min.

7/24 taper shank to DIN 69871A

Dimensions, mm Nmax ﬁ -y
Code key D|la|H|h|[h1| d|z|rrm]| kg w No. ﬁ
MT190-025NC40R02XD19-R5-H100-IK-AL-B 25 18 | 100 | 50 [ 81 |NC40| 2 |42000( 0,45 2
MT190-025NC40R02XD19-R5-H110-IK-AL-B 25 18 | 110 | 63 | 91 [NC40| 2 |38400| 0,48 2
MT190-025NC40R02XD19-R5-H130-IK-AL-B 25 18 | 130 | 80 | 111 [NC40| 2 |34000| 0,56 2
MT190-025NC40R02XD19-R5-H150-IK-AL-B [ 25 | 18 | 150 | 200 | 131 |Nc4o| 2 [29000( 0,64 2
MT190-032NC40R02XD19-R5-H110-IK-AL-B 32 18 | 110 | 63 | 81 |NC40| 2 |37500] 0,50 2
MT190-032NC40R02XD19-R5-H130-IK-AL-B 32 18 | 130 | 80 | 111 [NC40| 2 |34300| 0,63 2
MT190-032NC40R02XD19-R5-H150-IK-AL-B 32 18 | 150 [ 100 | 131 [NC40| 2 |30000| 0,75 2 g
MT190-082NC40R03XD19-R5-H110-IK-AL-B | 32 | 18 | 110 | 63 | 91 |NC40| 3 |37500/ 0,50| o oo oo | 3 é 20157
MT190-032NC40R03XD19-R5-H130-IK-AL-B 32 18 | 130 | 80 | 111 |NC40| 3 |34300( 0,63 3 = 6,0 Nm
MT190-040NC40R03XD19-R5-H110-IK-AL-B 40 18 | 110 | 63 | 91 [NC40| 3 |35700| 0,50 3 ~
MT190-040NC40R03XD19-R5-H130-IK-AL-B 40 18 | 130 | 80 | 111 [NC40| 3 |33500| 0,53 3
MT190-040NC40R03XD19-R5-H150-IK-AL-B [ 40 | 18 | 150 | 200 131 |Nc4o| 3 [31000( 0,73 3
MT190-050NC40R03XD19-R5-H110-IK-AL-B 50 18 | 110 | 63 | 91 |NC40| 3 |31900] 0,78 3
MT190-050NC40R03XD19-R5-H130-IK-AL-B 50 18 | 130 | 80 | 111 [NC40| 3 |31900| 1,10 3
MT190-050NC40R03XD19-R5-H150-IK-AL-B 50 18 | 150 [ 100 | 131 [NC40| 3 |31900| 1,40 8
MT190-050NC40R04XD19-R5-H110-IK-AL-B | 50 | 18 | 110 | 63 | 91 |Nc4o| 4 |31900( 0,72 4
MT190-050NC40R04XD19-R5-H130-IK-AL-B 50 18 | 130 | 80 | 111 |NC40| 4 |31900| 1,02 4
MT190-050NC40R04XD19-R5-H150-IK-AL-B 50 18 | 150 [ 100 | 131 [NC40| 4 |30000| 1,33 4

Balancing Balancing screw Balancing screwdriver
equipment
——= (’;_‘Q\\
o S
B510805 H600500-30 7003H
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MT190...-BT40...-AL-HSC-B

Balanced endmills for machining aluminium alloys

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to

2000 m/min.
MT 190-BT40... XD19-IK-AL-HSC-B for high speed cutting up to 5000 m/min 7/24 taper shank to MAS BT 403
Dimensions, mm Nmax ﬁ S,
Code key D|la|H| h|ht| d|z|rem| kg w No. ﬁ ]
MT190-025BT40R02XD19-H110-IK-AL-HSC-B | 25 18 | 110 | 50 83 |BT40[ 2 |42000| 0,45 2
MT190-025BT40R02XD19-H120-IK-AL-HSC-B | 25 18 | 120 | 63 93 |BT40| 2 |38400| 0,48 2
MT190-025BT40R02XD19-H140-IK-AL-HSC-B | 25 18 | 140 | 80 113 [BT40| 2 |34000| 0,56 2
MT190-025BT40R02XD19-H160-IK-AL-HSC-B | 25 18 | 160 | 100 | 133 |BT40[ 2 |29000| 0,64 2
MT190-032BT40R02XD19-H120-IK-AL-HSC-B | 32 18 | 120 | 63 93 |BT40[ 2 |37500| 0,50 2
MT190-032BT40R02XD19-H140-IK-AL-HSC-B | 32 18 | 140 | 80 113 |BT40] 2 |34300( 0,63 2
MT190-032BT40R02XD19-H160-IK-AL-HSC-B | 32 18 | 160 | 100 | 133 [BT40[ 2 |30000| 0,75 2 %
—
MT190-032BT40R03XD19-H120-IK-AL-HSC-B | 32 18 | 120 | 63 93 |BT40[ 3 [37500( 0,50 XDHX1904.. FR-AL 3 g‘ 7015-T
MT190-032BT40R03XD19-H140-IK-AL-HSC-B | 32 18 | 140 | 80 113 [BT40| 3 |34300| 0,63 3 = 5,0Nm
MT190-040BT40R03XD19-H120-IK-AL-HSC-B | 40 18 | 120 | 63 93 |BT40[ 3 |35700| 0,50 8 =
MT190-040BT40R03XD19-H140-IK-AL-HSC-B| 40 18 | 140 | 80 113 [BT40| 3 |33500| 0,53 &
MT190-040BT40R03XD19-H160-IK-AL-HSC-B | 40 18 | 160 | 100 | 133 |BT40[ 3 |31000| 0,73 3
MT190-050BT40R03XD19-H120-IK-AL-HSC-B | 50 18 | 120 | 63 93 |BT40[ 3 |31900| 0,78 3
MT190-050BT40R03XD19-H140-IK-AL-HSC-B | 50 18 | 140 | 80 113 |BT40] 3 [31900] 1,10 8
MT190-050BT40R03XD19-H160-IK-AL-HSC-B | 50 18 | 160 | 100 | 133 [BT40[ 3 |31900| 1,40 &
MT190-050BT40R04XD19-H120-IK-AL-HSC-B | 50 18 | 120 | 63 93 |BT40[ 4 |31900]| 0,72 4
MT190-050BT40R04XD19-H140-IK-AL-HSC-B | 50 18 | 140 | 80 113 [BT40| 4 |31900| 1,02 4
MT190-050BT40R04XD19-H160-IK-AL-HSC-B | 50 18 | 160 | 100 | 133 |BT40[ 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver

equipment

s R
> N

B510805 H600500-30 7003H




MT190...-BT40...-R5...-AL-HSC-B
Balanced endmills for machining aluminium alloys

*Cutterbodyisadaptedforinsertswithcornerradius of5,0mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to
5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000
m/min.

MT 190-BT40...XD19-R5-IK-AL-HSC-B for high speed cutting up to 5000 m/min 7/24 taper shank to MAS BT 403

Dimensions, mm Nmax ﬁ -y
Code key D|la|H|h|[h1| d|z|RrrMm| kg w No. ﬁ |
MT190-025BT40R02XD19-R5-H110-IK-AL-HSC-B | 25 18 | 110 | 50 | 83 |BT40| 2 |42000| 0,45 2
MT190-025BT40R02XD19-R5-H120-IK-AL-HSC-B | 25 18 | 120 | 63 | 93 |BT40| 2 |38400( 0,48 2
MT190-025BT40R02XD19-R5-H140-IK-AL-HSC-B | 25 18 | 140 80 | 113 |BT40| 2 |34000| 0,56 2
MT190-025BT40R02XD19-R5-H160-IK-AL-HSC-B | 25 | 18 | 160 [ 100 | 133 [BT40[ 2 [29000( 0,64 2
MT190-032BT40R02XD19-R5-H120-IK-AL-HSC-B | 32 18 | 120 | 63 | 93 |[BT40| 2 |37500| 0,50 2
MT190-032BT40R02XD19-R5-H140-IK-AL-HSC-B | 32 18 | 140 | 80 | 113 |BT40| 2 |34300| 0,63 2
MT190-032BT40R02XD19-R5-H160-IK-AL-HSC-B | 32 18 | 160|100 | 133 |BT40| 2 |30000| 0,75 2 %

—
MT190-032BT40R03XD19-R5-H120-IK-AL-HSC-B | 32 | 18 | 120 63 | 93 [BT40[ 3 [37500( 0,50 O TR AL 3 § T
MT190-032BT40R03XD19-R5-H140-IK-AL-HSC-B | 32 18 | 140 | 80 | 113 |BT40| 3 |34300| 0,63 3 = 5,0 Nm
MT190-040BT40R03XD19-R5-H120-IK-AL-HSC-B | 40 18 | 120 | 63 | 93 [BT40| 3 |35700| 0,50 3 R
MT190-040BT40R03XD19-R5-H140-IK-AL-HSC-B | 40 18 | 140| 80 | 113 |BT40| 3 |33500( 0,53 S
MT190-040BT40R03XD19-R5-H160-IK-AL-HSC-B | 40 | 18 | 160 [ 100 | 133 [BT40[ 3 |31000/ 0,73 3
MT190-050BT40R03XD19-R5-H120-IK-AL-HSC-B | 50 18 | 120| 63 | 93 |BT40| 3 |31900| 0,78 3
MT190-050BT40R03XD19-R5-H140-IK-AL-HSC-B | 50 18 | 140 | 80 | 113 [BT40| 3 |31900| 1,10 3
MT190-050BT40R03XD19-R5-H160-IK-AL-HSC-B | 50 18 | 160|100 | 133 [BT40| 3 |31900| 1,40 S
MT190-050BT40R04XD19-R5-H120-IK-AL-HSC-B | 50 | 18 | 120 63 | 93 [BT40[ 4 |31900| 0,72 4
MT190-050BT40R04XD19-R5-H140-IK-AL-HSC-B | 50 18 | 140 | 80 | 113 |BT40| 4 |31900| 1,02 4
MT190-050BT40R04XD19-R5-H160-IK-AL-HSC-B | 50 18 | 160|100 | 133 |BT40|{ 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver

equipment

— R
D N

B510805 H600500-30 7003H




MT190...-BT40...-AL-B 6(/

Balanced endmills for machining aluminium alloys

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to

2000 m/min.

MT 190-BT40...XD19-IK-AL-B for cutting speed up to 2000 m/min 7/24 taper shank to MAS BT 403

Dimensions, mm Nmax ﬁ ’_ S,

Code key D|a|H| h|ht| d|Z|RrpM| kg w No. 1
MT190-025BT40R02XD19-H110-IK-AL-B 25 18 | 110 50 83 |BT40| 2 |42000]| 0,45 2
MT190-025BT40R02XD19-H110-IK-AL-B 25 18 | 120 63 93 |BT40| 2 [38400( 0,48 2
MT190-025BT40R02XD19-H140-IK-AL-B 25 18 | 140 80 113 [BT40| 2 |34000| 0,56 2
MT190-025BT40R02XD19-H160-IK-AL-B 25 18 | 160 | 100 | 133 |BT40[ 2 |29000| 0,64 2
MT190-032BT40R02XD19-H120-IK-AL-B 32 18 | 120 63 93 |BT40| 2 |37500( 0,50 2
MT190-032BT40R02XD19-H140-IK-AL-B 32 18 | 140 80 113 [ BT40| 2 |34300| 0,63 2
MT190-032BT40R02XD19-H160-IK-AL-B 32 18 | 160 | 100 | 133 |BT40] 2 |30000| 0,75 2 %
—
MT190-032BT40R03XD19-H120-IK-AL-B 32 18 | 120 63 93 |BT40| 3 [37500( 0,50 XDHT1904. FR-AL 3 g‘ 7015-T
MT190-032BT40R03XD19-H140-IK-AL-B 32 18 | 140 80 113 |BT40| 3 |34300| 0,63 3 = 6,0 Nm
MT190-040BT40R03XD19-H120-IK-AL-B 40 18 | 120 63 93 |BT40| 3 |[35700| 0,50 8 =
MT190-040BT40R03XD19-H140-IK-AL-B 40 18 | 140 80 113 [BT40] 3 | 33500/ 0,53 3
MT190-040BT40R03XD19-H160-IK-AL-B 40 18 | 160 | 100 | 133 |BT40] 3 |31000| 0,73 3
MT190-050BT40R03XD19-H120-IK-AL-B 50 18 | 120 63 93 |BT40| 3 |31900| 0,78 3
MT190-050BT40R03XD19-H140-IK-AL-B 50 18 | 140 80 113 [BT40f 3 |31900]| 1,10 8
MT190-050BT40R03XD19-H160-IK-AL-B 50 18 | 160 | 100 | 133 |BT40] 3 |31900| 1,40 3
MT190-050BT40R04XD19-H120-IK-AL-B 50 18 | 120 63 93 |BT40| 4 [31900( 0,72 4
MT190-050BT40R04XD19-H140-IK-AL-B 50 18 | 140 80 113 [BT40| 4 |31900]| 1,02 4
MT190-050BT40R04XD19-H160-IK-AL-B 50 18 | 160 | 100 | 133 |BT40] 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver

equipment

s R
> N

B510805 H600500-30 7003H




MT190...-BT40...-R5...-AL-B
Balanced endmills for machining aluminium alloys

*Cutterbodyisadaptedforinsertswithcornerradiusof5,0mm.
*Suitable for ramping.

*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class 1SO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to

5000 m/min.
- with inserts XDHT19... for cutting speed up to 2000

m/min.
MT 190-BT40...XD19-R5-IK-AL-B  for cutting speed up to 2000 m/min 7/24 taper shank to MAS BT 403

Dimensions, mm Nmax ﬁ l_ -y
Code key D|a|H|h|[hl]| d|Z|RPM| kg w No. |
MT190-025BT40R02XD19-R5-H110-IK-AL-B 25 18 | 110| 50 | 83 |BT40| 2 |42000| 0,45 2
MT190-025BT40R02XD19-R5-H120-IK-AL-B 25 18 | 120| 63 | 93 |BT40| 2 |38400( 0,48 2
MT190-025BT40R02XD19-R5-H140-IK-AL-B 25 18 | 140| 80 | 113 |BT40| 2 |34000| 0,56 2
MT190-025BT40R02XD19-R5-H160-IK-AL-B 25 | 18 | 160 100 | 133 [BT40[ 2 [29000( 0,64 2
MT190-032BT40R02XD19-R5-H120-1K-AL-B 32 18 | 120| 63 | 93 [BT40| 2 |37500| 0,50 2
MT190-032BT40R02XD19-R5-H140-IK-AL-B 32 18 | 140| 80 | 113 |BT40| 2 |34300| 0,63 2
MT190-032BT40R02XD19-R5-H160-IK-AL-B 32 18 | 160|100 | 133 |BT40| 2 |30000| 0,75 2 %

—
MT190-032BT40R03XD19-R5-H120-IK-AL-B 32 | 18 | 120 63 | 93 [BT40[ 3 [37500( 0,50 TR AL 3 § BT
MT190-032BT40R03XD19-R5-H140-1K-AL-B 32 18 | 140| 80 | 113 |BT40| 3 |34300| 0,63 3 = 6,0 Nm
MT190-040BT40R03XD19-R5-H120-IK-AL-B 40 18 | 120| 63 | 93 [BT40| 3 |35700| 0,50 3 R
MT190-040BT40R03XD19-R5-H140-IK-AL-B 40 18 | 140| 80 | 113 |BT40| 3 |33500( 0,53 S
MT190-040BT40R03XD19-R5-H160-IK-AL-B 40 | 18 | 160|100 | 133 |BT40| 3 |31000| 0,73 3
MT190-050BT40R03XD19-R5-H120-1K-AL-B 50 18 | 120| 63 | 93 |BT40| 3 |31900| 0,78 3
MT190-050BT40R03XD19-R5-H140-1K-AL-B 50 18 | 140 80 | 113 [BT40| 3 |31900| 1,10 3
MT190-050BT40R03XD19-R5-H160-IK-AL-B 50 18 | 160|100 | 133 [BT40| 3 |31900| 1,40 S
MT190-050BT40R04XD19-R5-H120-IK-AL-B 50 | 18 | 120 63 | 93 [BT40[ 4 [31900] 0,72 4
MT190-050BT40R04XD19-R5-H140-1K-AL-B 50 18 | 140| 80 | 113 [BT40| 4 |31900| 1,02 4
MT190-050BT40R04XD19-R5-H160-IK-AL-B 50 18 | 160|100 133 [BT40| 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver

equipment

— R
D N

B510805 H600500-30 7003H
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MT190...-H63A...-AL-HSC-B

Balanced endmills for machining aluminium alloys

MT 190-H63A...XD19-IK-AL-HSC-B

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to
2000 m/min.

Taper Hollow Shank HSK DIN 69893 Form A

for high speed cutting up to 5000 m/min

Dimensions, mm Nmax ﬁ w‘ S,
Code key D|a| H| h |h1| d|z|rpm| kg No. ﬁ
MT190-025H63AR02XD19-H105-IK-AL-HSC-B | 25 18 | 105 | 50 79 63 | 2 |42000]| 0,45 2
MT190-025H63AR02XD19-H115-IK-AL-HSC-B | 25 18 115 | 63 89 63 | 2 |38400| 0,48 2
MT190-025H63AR02XD19-H135-IK-AL-HSC-B | 25 18 | 135| 80 | 109 | 63 | 2 |34000| 0,56 2
MT190-025H63AR02XD19-H155-IK-AL-HSC-B [ 25 | 18 [ 155 | 100 | 129 | 63 | 2 [29000| 0,64 2
MT190-032H63AR02XD19-H115-IK-AL-HSC-B | 32 18 115 | 63 79 63 | 2 |37500| 0,50 2
MT190-032H63AR02XD19-H135-IK-AL-HSC-B | 32 18 | 135| 80 | 109 | 63 | 2 |34300| 0,63 2
MT190-032H63AR02XD19-H155-IK-AL-HSC-B | 32 18 | 155| 100 | 129 | 63 | 2 |30000| 0,75 2 %

—

MT190-032H63AR0SXD1-H115-IK-ALHSCB | 32 | 18 | 115| 63 | 89 | 63 | 3 |37500) 0,50 oo vo0s e a| 8 g E
MT190-032H63AR03XD19-H135-IK-AL-HSC-B | 32 18 | 135| 80 | 109 | 63 | 3 |34300| 0,63 3 = 5,0 Nm
MT190-040H63AR03XD19-H115-IK-AL-HSC-B | 40 18 115 | 63 89 63 | 3 |35700| 0,50 8 =
MT190-040H63AR03XD19-H135-IK-AL-HSC-B | 40 18 | 135| 80 | 109 | 63 | 3 |33500| 0,53 3
MT190-040H63AR03XD19-H155-IK-AL-HSC-B [ 40 | 18 [ 155 | 100 | 129 | 63 | 3 |31000]| 0,73 3
MT190-050H63AR03XD19-H115-IK-AL-HSC-B | 50 18 115 | 63 89 63 | 3 |31900| 0,78 3
MT190-050H63AR03XD19-H135-IK-AL-HSC-B | 50 18 | 135| 80 | 109 | 63 | 3 |31900| 1,10 8
MT190-050H63AR03XD19-H155-IK-AL-HSC-B | 50 18 | 155)| 100 | 129 | 63 | 3 [31900]| 1,40 3
MT190-050H63AR04XD19-H115-IK-AL-HSC-B [ 50 | 18 [ 115| 63 | 89 | 63 | 4 |31900]| 0,72 4
MT190-050H63AR04XD19-H135-IK-AL-HSC-B | 50 18 | 135| 80 [ 109 | 63 | 4 |31900]| 1,02 4
MT190-050H63AR04XD19-H155-IK-AL-HSC-B | 50 18 | 155| 100 | 129 | 63 | 4 |30000| 1,33 4

Balancing Balancing screw Balancing screwdriver
equipment
i (':_Q\\
e S
B510805 H600500-30 7003H




MT190...-H63A...-R5..AL-HSC-B 6(/ :

Balanced endmills for machining aluminium alloys

*Cutterbodyisadaptedforinsertswithcornerradiusof5,0mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to
5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000
m/min.

Taper Hollow Shank HSK DIN 69893 Form A
MT 190-H63A...XD19-R5-IK-AL-HSC-B for high speed cutting up to 5000 m/min

Dimensions, mm Nmax ﬁ w‘ -y
Code key Dfa| H| h |hi]| d]|Z]|RrPM| kg No. ﬁ ]
MT190-025H63AR02XD19-R5-H105-IK-AL-HSC-B | 25 | 18 | 105 | 50 79 | 63 | 2 |42000| 0,45 2
MT190-025H63AR02XD19-R5-H115-IK-AL-HSC-B | 25 | 18 115 | 63 89 | 63 | 2 |38400( 0,48 2
MT190-025H63AR02XD19-R5-H135-IK-AL-HSC-B | 25 | 18 | 135| 80 | 109 | 63 | 2 |34000| 0,56 2
MT190-025H63AR02XD19-R5-H155-IK-AL-HSC-B | 25 | 18 | 155 | 100 | 129 | 63 | 2 |29000| 0,64 2
MT190-032H63AR02XD19-R5-H115-IK-AL-HSC-B | 32 | 18 115 | 63 79 | 63 | 2 |37500| 0,50 2
MT190-032H63AR02XD19-R5-H135-IK-AL-HSC-B | 32 | 18 | 135| 80 | 109 | 63 | 2 |34300| 0,63 2
MT190-032H63AR02XD19-R5-H155-IK-AL-HSC-B | 32 | 18 | 155 | 100 | 129 | 63 | 2 |30000| 0,75 2 5

—
MT190-032H63AR03XD19-R5-H115-IK-AL-HSC-B | 32 | 18 | 115 63 | 89 | 63 | 3 |37500 0,50 O TR AL 3 § T
MT190-032H63AR03XD19-R5-H135-IK-AL-HSC-B | 32 | 18 | 135| 80 | 109 | 63 | 3 |34300| 0,63 3 = 5,0 Nm
MT190-040H63AR03XD19-R5-H115-IK-AL-HSC-B | 40 | 18 115 | 63 89 | 63 | 3 |35700( 0,50 & =
MT190-040H63AR03XD19-R5-H135-IK-AL-HSC-B | 40 | 18 | 135| 80 | 109 | 63 | 3 |33500| 0,53 &
MT190-040H63AR03XD19-R5-H155-IK-AL-HSC-B | 40 | 18 | 155 | 100 | 129 | 63 | 3 |31000| 0,73 3
MT190-050H63AR03XD19-R5-H115-IK-AL-HSC-B | 50 | 18 115 | 63 89 | 63 | 3 |31900| 0,78 3
MT190-050H63AR03XD19-R5-H135-IK-AL-HSC-B | 50 | 18 | 135| 80 | 109 | 63 | 3 |[31900| 1,10 S
MT190-050H63AR03XD19-R5-H155-IK-AL-HSC-B | 50 | 18 | 155 | 100 | 129 | 63 | 3 |[31900| 1,40 S
MT190-050H63AR04XD19-R5-H115-IK-AL-HSC-B | 50 | 18 | 115| 63 | 89 | 63 | 4 |31900| 0,72 4
MT190-050H63AR04XD19-R5-H135-IK-AL-HSC-B | 50 | 18 | 135| 80 | 109 | 63 | 4 [31900| 1,02 4
MT190-050H63AR04XD19-R5-H155-IK-AL-HSC-B | 50 | 18 | 155 | 100 | 129 | 63 | 4 |30000| 1,33 4
Balancing Balancing screw Balancing screwdriver

equipment

_— R
D N

B510805 H600500-30 7003H
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MT190...-H63A...-AL-B

S

Balanced endmills for machining aluminium alloys

MT 190-H63A...XD19-IK-AL-B

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.
*Suitable for ramping.
*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed
up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to

hl

2000 m/min.

for cutting speed up to 2000 m/min

Taper Hollow Shank HSK DIN 69893 Form A

Dimensions, mm Nmax ﬁ m‘ S,
Code key D|la| H| h|hi| d|z]|rem| kg No. ﬁ
MT190-025H63AR02XD19-H105-IK-AL-B 25 18 | 105| 50 79 63 | 2 |32000] 0,45 2
MT190-025H63AR02XD19-H115-IK-AL-B 25 18 115 | 63 89 | 63 | 2 |30000|0,48 2
MT190-032H63AR02XD19-H115-IK-AL-B 32 18 115 | 63 79 | 63 | 2 |27200]0,50 2
MT190-032H63AR02XD19-H135-IK-AL-B 32 18 | 135| 80 | 109| 63 | 2 |25000 | 0,63 2
MT190-032H63AR03XD19-H115-IK-AL-B | 32 | 18 [ 115 63 [ 89 | 63 [ 3 27200 (0,50 3 é
MT190-032H63AR03XD19-H135-IK-AL-B 32 18 | 135| 80 | 109| 63 | 3 |25000 (0,63 | XDHT1904...FR-AL| 3 §I 7015-T
MT190-040H63AR03XD19-H115-IK-AL-B 40 18 115 | 63 89 | 63 | 3 [24900(0,50 & § Sl
MT190-040H63AR03XD19-H135-IK-AL-B 40 18 | 135| 80 | 109| 63 | 3 |24000| 0,53 3
MT190-050H63AR03XD19-H115-IK-AL-B 50 18 115 | 63 89 | 63 | 3 |21600(0,78 3
MT190-050H63AR03XD19-H155-IK-AL-B 50 18 | 155| 100 | 129| 63 | 3 |20300| 1,40 3
MT190-050H63AR04XD19-H115-IK-AL-B 50 18 115 | 63 89 63 | 4 [21600]0,72 4
MT190-050H63AR04XD19-H155-IK-AL-B 50 18 | 155| 100 | 129| 63 | 4 |20300|( 1,33 4
Balancing Balancing screw Balancing screwdriver
equipment
= ~\
@ N
B510805 H600500-30 7003H




MT190...-H63A...-R5..AL-B

Balanced endmills for machining aluminium alloys

MT 190-H63A...XD19-R5-IK-AL-B

*Cutterbodyisadaptedforinsertswithcornerradiusof5,0mm.

*Suitable for ramping.
*Best productivity in

*Two performances:

- with inserts XDHX19... for high cutting speed up to

5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000

m/min.

for cutting speed up to 2000 m/min

machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.

ST S

hl

Taper Hollow Shank HSK DIN 69893 Form A

Dimensions, mm Nmax ﬁ m‘ -y,
Code key D|a| H| h|hi| d|z|RrRrpM| kg No. ﬁ.
MT190-025H63AR02XD19-R5-H105-IK-AL-B | 25 18 | 105| 50 79 | 63 | 2 |32000]0,45 2
MT190-025H63AR02XD19-R5-H115-IK-AL-B | 25 18 115 | 63 89| 63 | 2 |30000|0,48 2
MT190-032H63AR02XD19-R5-H115-IK-AL-B | 32 18 115 | 63 79 | 63 | 2 |27200]0,50 2
MT190-032H63AR02XD19-R5-H135-IK-AL-B | 32 18 | 135| 80 | 109| 63 | 2 |25000| 0,63 2
MT190-032H63AR03XD19-R5-H115-IK-AL-B | 32 | 18 | 115| 63 [ 89 | 63 [ 3 [27200 (0,50 3 é
MT190-032H63AR03XD19-R5-H135-IK-AL-B | 32 18 | 135 80 | 109| 63 | 3 |25000 | 0,63 [ XDHT190450FR-All 3 g’ 7015-T
MT190-040H63AR03XD19-R5-H115-IK-AL-B | 40 18 | 115 | 63 89 | 63 | 3 |24900|(0,50 & § S
MT190-040H63AR03XD19-R5-H135-IK-AL-B | 40 18 | 135| 80 | 109| 63 | 3 |24000]0,53 3
MT190-050H63AR03XD19-R5-H115-IK-AL-B | 50 18 115 | 63 89 | 63 | 3 [21600(0,78 3
MT190-050H63AR03XD19-R5-H155-IK-AL-B | 50 18 | 155| 100 | 129| 63 | 3 |20300| 1,40 3
MT190-050H63AR04XD19-R5-H115-IK-AL-B | 50 18 115 | 63 89| 63 | 4 |21600(0,72 4
MT190-050H63AR04XD19-R5-H155-IK-AL-B | 50 18 | 155| 100 | 129| 63 | 4 |20300]1,33 4
Balancing Balancing screw Balancing screwdriver
equipment
! - N
X
B510805 H600500-30 7003H
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MT190...-H63A...-AL-B

Balanced endmills for machining aluminium alloys

MT 190-H...AD10-IK-AL-B

for high speed cutting up to 3500 m/min

7~

*Cutter body is adapted for inserts with corner radius
from 0,4 to 4,0 mm.

*Suitable for ramping.

*Best productivity in machining Aluminium alloys from
aerospace details.

*Over 1000 m/min it is necessary a complete system,
tool mounting and cutting tool, as one unit according

the G2,5 class ISO 1940 is balanced.

Taper Hollow Shank HSK DIN 69893 Form A

Dimensions, mm Nmax 5 -
Code key D a H h|hit| d| zZ |RpPM| kg E No. f ]
MT190-025H63AR02AD10-H115-IK-AL-B| 25 10 | 115 | 63 | 89 | 63 2 |39000( 0,48 2
MT190-025H63AR03AD10-H105-IK-AL-B| 25 10 | 105 | 50 | 79 | 63 3 [42000] 0,45 3
MT190-025H63AR03AD10-H115-IK-AL-B| 25 10 | 115 | 63 | 89 | 63 3 [39000] 0,48 3
MT190-032H63AR03AD10-H115-IK-AL-B| 32 10 | 115 | 63 | 89 | 63 3 [37200] 0,57 3 a
MT190-032H63AR04AD10-H115-IK-AL-B| 32 10 | 115 | 63 | 89 | 63 4 |[37200] 0,50 3 é
MT190-032H63AR04AD10-H135-IK-AL-B| 32 [ 10 | 135 | 80 | 109 | 63 | 4 [34000| 0,63 |AD.T10T3...FR-AL{ 3 g 71?38,:123
MT190-040H63AR03AD10-H115-IK-AL-B| 40 10 | 115 | 63 | 89 | 63 3 |[35500] 0,62 3 E
MT190-040H63AR04AD10-H115-IK-AL-B| 40 10 | 115 | 63 | 89 | 63 4 |[35500] 0,60 4
MT190-040H63AR04AD10-H135-IK-AL-B| 40 10 | 135 | 80 | 109 | 63 4 |[33000] 0,70 4
MT190-050H63AR03AD10-H115-IK-AL-B| 50 10 | 115 | 63 | 89 | 63 3 |[31800] 0,94 3
MT190-050H63AR05AD10-H115-IK-AL-B| 50 10 | 115 | 63 [ 89 | 63 5 |31800]| 0,90 5
MT190-050H63AR05AD10-H155-IK-AL-B| 50 10 | 155 | 100 | 129 | 63 5 [30000] 1,03 5
Balancing Balancing screw Balancing screwdriver
equipment
— ' ‘,;Q\‘
S
B510805 H600500-30 7003H




MT190...-H63A...-R5..AL-B

Balanced endmills for machining aluminium alloys d

*Cutter body is adapted for inserts with corner radius
of 5,0 mm.

*Suitable for ramping.

*Best productivity in machining Aluminium alloys from
aerospace details.

*Over 1000 m/min it is necessary a complete system,
tool mounting and cutting tool, as one unit according

the G2,5 class ISO 1940 is balanced.

MT 190-H...AD10-R5..-IK-AL-B for high speed cutting up to 3500 m/min Taper Hollow Shank HSK DIN 69893 Form A
Dimensions, mm Nmax ﬂ _ é_ -

Code key D|a |H | h|[h1]| d]| z]|Rrpm| kg E., - No. ]
MT190-025H63AR02AD10-R5-H115-IK-AL-B | 25 | 10 | 115 | 63 | 89 | 63 2 |39000( 0,48 2
MT190-025H63AR03AD10-R5-H105-IK-AL-B [ 25 | 10 | 105| 50 | 79 | 63 | 3 |42000( 0,45 3
MT190-025H63AR03AD10-R5-H115-IK-AL-B | 25 | 10 | 115 | 63 | 89 | 63 [ 3 [39000( 0,48 3
MT190-032H63AR03AD10-R5-H115-IK-AL-B | 32 | 10 | 115 | 63 | 89 | 63 | 3 |37200( 0,57 3 A
MT190-032H63AR04AD10-R5-H115-IK-AL-B | 32 | 10 | 115 | 63 | 89 | 63 | 4 |37200( 0,50 3 éj
MT190-032H63AR04AD10-R5-H135-IK-AL-B | 32 | 10 | 135 | 80 | 109 | 63 | 4 [34000| 0,63 [AD.-T10T350FR-AL 3 g 710,28;,?
MT190-040H63AR03AD10-R5-H115-IK-AL-B | 40 | 10 | 115 | 63 | 89 | 63 | 3 |35500( 0,62 3 §
MT190-040H63AR04AD10-R5-H115-IK-AL-B | 40 | 10 | 115 | 63 | 89 | 63 | 4 |35500( 0,60 4
MT190-040H63AR04AD10-R5-H135-IK-AL-B [ 40 | 10 | 135 | 80 | 109 | 63 | 4 |33000( 0,70 4
MT190-050H63AR03AD10-R5-H115-IK-AL-B | 50 | 10 | 115 | 63 | 89 | 63 | 3 |31800( 0,94 3
MT190-050H63AR05AD10-R5-H115-IK-AL-B | 50 | 10 | 115 | 63 | 89 | 63 [ 5 [31800( 0,90 5
MT190-050H63AR05AD10-R5-H155-IK-AL-B [ 50 | 10 | 155 | 100 | 129 | 63 | 5 |30000( 1,03 5

Balancing Balancing screw Balancing screwdriver

equipment

— R
W N

B510805 H600500-30 7003H




MT190B...AL-B =]

Balanced drilling endmills for machining aluminium
alloys d

*Cutter body is adapted for inserts
with corner radius from 0,4 to 4,0 mm.

*Suitable for ramping. HSK63A
*Best productivity in machining |
Aluminium alloys from aerospace details. k

*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed T =
up to 5000 m/min. !
- with inserts XDHT19... for cutting speed up to ! <
2000 m/min.
B, e ©
D -
- =

Taper Hollow Shank HSK DIN 69893 Form A
MT 190B-HG63A...XD19-IK-AL-HSC-B for high speed cutting up to 5000 m/min

Dimensions, mm Nmax 5 EE l S,
Code key D|la| H| h| d[z]|rem]| kg m b=l | No. } ]
MT190B-040H63AR02XD19-H115-IK-AL-HSC-B| 40 | 18 | 115 | 63 | 63 | 2 |35700| 1,0 2+1
MT190B-040H63AR02XD19-H135-IK-AL-HSC-B| 40 | 18 | 135 | 80 | 63 | 2 |33500]| 1,1 2+1 7015-T
MT1S0B-040HG3AR02XDIO-HISE-IK-ALHSC-B| 40 | 18 | 155 | 100 | 63 | 2 |31300| 1,2 |XDHX1904FR-AL | 5, | TA00955-15A >0 Nm
MT190B-050H63AR02XD19-H115-IK-AL-HSC-B| 50 | 18 | 115 | 63 | 63 | 2 [31900| 1,2 |ADHT10T304FR-AL | 2+2 (T250555-08AP 71(?38’;'2:’
MT190B-050H63AR02XD19-H135-IK-AL-HSC-B| 50 | 18 | 135 | 80 | 63 | 2 |29900]| 1,3 2+2
MT190B-050H63AR02XD19-H155-IK-AL-HSC-B| 50 | 18 | 155 | 100 | 63 | 2 |27900]| 1,4 2+2
MT 190B-H63A...-IK-AL-B for cutting speed up to 2000 m/min
MT190B-030H63AR02AD10-H115-IK-AL-B 30 | 10| 1125 | 63 | 63 | 2 |37200] 0,9 ADHT10T+3..FR-AL 2+1 25055508 [T008-TP
MT190B-032H63AR02AD10-H115-IK-AL-B 32 | 10| 115 | 63 | 63 | 2 |34000( 0,9 | ADHT10T325FR-AL | 2+1 1.8Nm
MT190B-040H63AR02XD19-H115-IK-AL-B 40 | 18| 115 | 63 | 63 | 2 |24900]| 1,0 2+1
MT190B-040H63AR02XD19-H135-1K-AL-B 40 | 18| 135 | 80 | 63 | 2 |23400| 1,1 2+1 o
MT190B-040H63AR02XD19-H155-IK-AL-B 40 | 18| 155 | 100 | 63 | 2 |21800| 1,2 |[XDHT1904..EFR-AL | 2+1 | T400955-15A Z,olf[;
MT190B-050H63AR02XD19-H115-IK-AL-B 50 18 | 115 | 63 | 63 | 2 |21600| 1,2 ADHT10T504FR_AL 2+2 T2505;5_08AP 700;_Tp
MT190B-050H63AR02XD19-H135-IK-AL-B 50 (18 | 135 | 80 | 63 | 2 |20300| 1,3 2+2 1,8 Nm
MT190B-050H63AR02XD19-H155-IK-AL-B 50 |18 | 155 | 100 | 63 | 2 |18900]| 1,4 2+2

Peripheral inserts
DriIIing;r inserts
Balancing Balancing screw Balancing screwdriver
equipment

e > X

B510805 H600500-30 7003H




MT190B...-R5..AL...-B

Balanced drilling endmills for machining aluminium
alloys

MT 190B-H63A...XD19-R5-IK-AL-HSC-B

*Cutterbodyisadaptedforinsertswith cornerradiusof5,0mm.
*Suitable for ramping.

*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.

*Two performances:

- with inserts XDHX19... for high cutting speed up to

5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000

m/min.

Taper Hollow Shank HSK DIN 69893 Form A

for high speed cutting up to 5000 m/min

Dimensions, mm Nmax 5 ﬁJ -
Code key D|la|H | h|d]|z]|rPM| kg m i—- | No. }
MT190B-040H63AR02XD19-R5-H115-IK-AL-HSC-B | 40 | 18 | 115 | 63 |63 35700 1,0 2+1
MT190B-040H63AR02XD19-R5-H135-IK-AL-HSC-B | 40 | 18 | 135 | 80 | 63| 2 [33500( 1,1 2+1 7015-T
MT190B-040HG3AR02XD19-RE-HIS5-IK-AL-HSC-B | 40 | 18 | 155 | 100 | 63 | 2 |31300| 1,2 |XPHXISBOFRAL | 5, | T4O09SS-15A >0 Nm
MT190B-050H63AR02XD19-R5-H115-IK-AL-HSC-B | 50 | 18 | 115 | 63 | 63| 2 [31900| 1,2 |ADHT10T304FR-AL | 2+2 |T250555-08AP 71038’:]2’
MT190B-050H63AR02XD19-R5-H135-IK-AL-HSC-B | 50 | 18 | 135 | 80 | 63| 2 [29900( 1,3 242 '
MT190B-050H63AR02XD19-R5-H155-IK-AL-HSC-B | 50 | 18 | 155 | 100 | 63 | 2 [27900| 1,4 242
MT 190B-H63A...XD19-R5-IK-AL-B for cutting speed up to 2000 m/min
MT190B-030H63AR02AD10-R5-H115-1K-AL-B 30 [ 10| 115 | 63 | 63| 2 [37200( 0,9 ADHTlOTfSOFR-AL 2+1 +250555.08Ap 1008 TP
MT190B-032H63AR02AD10-R5-H115-IK-AL-B 32|10 115 | 63 |63 34000| 0,9 [ ADHT10T325FR-AL | 2+1 1.8Nm
MT190B-040H63AR02XD19-R5-H115-1K-AL-B 40 | 18 | 115 | 63 | 63| 2 |24900] 1,0 2+1
MT190B-040H63AR02XD19-R5-H135-1K-AL-B 40 | 18 | 135 | 80 | 63| 2 |23400| 1,1 2+1 15T
MT190B-040H63AR02XD19-R5-H155-1K-AL-B 40 | 18 | 155 | 100 | 63 | 2 |21800| 1,2 [ XDHT190450FR-AL | 2+1 | T400955-15A |6,0 l?l-m
MT190B-050H63AR02XD19-R5-H115-1K-AL-B 50 [ 18 | 115 | 63 | 63| 2 [21600( 1,2 ADHT10T204FR-AL 242 T2505;5_08AP 700;-TP
MT190B-050H63AR02XD19-R5-H135-IK-AL-B | 50 | 18 | 135 | 80 | 63| 2 |20300( 1,3 242 1.8 Nm
MT190B-050H63AR02XD19-R5-H155-1K-AL-B 50 | 18 | 155 | 200 | 63 | 2 [18900( 1,4 242
Peripheral inserts
DriIIing;r inserts
Balancing Balancing screw Balancing screwdriver
equipment
o
e > N\
B510805 H600500-30 7003H
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MT190B...AL

Balanced drilling endmills for machining aluminium alloys

MT 190B-Z...-IK-AL-HSC

*Cutter

*Suitable for ramping.
*Best

*Two performances:
up to 5000 m/min.

2000 m/min.

productivity in
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete
system, tool mounting and cutting tool, as one unit
according the G2,5 class ISO 1940 is balanced.

body is adapted for
with corner radius from 0,4 to 4,0 mm.

machining

for high speed cutting up to 5000 m/min

inserts

- with inserts XDHX19... for high cutting speed

- with inserts XDHT19... for cutting speed up to

Straight shank cylindrical

Dimensions, mm Nmax 5 S,
Code key D[a| H| L[ d[Z]RrPM| kg E ‘| No. f
MT190B-040Z32R02XD19-L125-IK-AL-HSC| 40 | 18 | 65 | 125 | 32 35700 0,70 2+1 ET
MT190B-040Z32R02XD19-L135-K-AL-HSC| 40 | 18 | 75 | 135 | 32 | 2 |35700| 0,75 XDHX1904..FR-AL | 241 [ T400955-15A | 5,0 Nm
+ + +
MT190B-050Z40R02XD19-.135-IK-AL-HSC| 50 | 18 | 65 | 135 | 40 | 2 |31900( 1,00 ADHT10T304FR-AL | 2+2 | T250555-08AP |7008-TP
1,8 Nm
MT190B-050Z40R02XD19-L145-IK-AL-HSC| 50 | 18 | 75 | 145 | 40 | 2 |31900( 1,10 2+2
MT 190B-W...-IK-AL for cutting speed up to 2000 m/min Straight shank with drive flat (Weldon)
MT190B-030W25R02AD10-L125-IK-AL | 30 | 10 | 69 | 125 | 25 | 2 |37200(0,60| ADHT10T3..FR-AL 2+1
+ T250555-08AP | 7008-TP)
MT190B-032W25R02AD10-L125-IK-AL | 32 | 10 | 69 | 125 | 25 | 2 |34000(0,60| ADHT10T325ER-AL | 2+1 1,8 Nm
MT190B-040W32R02XD19-L125-IK-AL | 40 | 18 | 65 | 125 | 32 | 2 | 24900 0,70 2+1 0157
MT190B-040W32R02XD19-L135-IK-AL | 40 | 18 | 75 | 135 | 32 | 2 [23400(0,75| XDHT1904...FR-AL | 241 | T400955-15A |6,0 Nm
+ + +
MT190B-050W40R02XD19-L135-IK-AL | 50 | 18 | 65 | 135 | 40 | 2 |21600(1,00| ADHT10T304FR-AL | 2+2 | T250555-08AP | 7008-T
1,8 Nm
MT190B-050W40R02XD19-L145-IK-AL | 50 | 18 | 75 | 145 | 40 | 2 |20300] 1,10 2+2
MT 190B-Z...-IK-AL for cutting speed up to 2000 m/min Straight shank cylindrical
MT190B-030Z25R02AD10-L125-IK-AL 30 | 10| 69 [ 125 | 25 | 2 |37200] 0,60 ADHT10T3..FR-AL 241
+ T250555-08AP | 7008-TP|
MT190B-032Z25R02AD10-L125-IK-AL 32 | 10| 69 | 125 | 25 | 2 |34000(0,60| ADHT10T325FR-AL | 2+1 1,8 Nm
MT190B-040Z32R02XD19-L.125-IK-AL 40 | 18| 65 | 125 [ 32 | 2 |24900] 0,70 2+1
7015-T
MT190B-040Z32R02XD19-L135-IK-AL | 40 | 18 | 75 [ 135 | 32 | 2 |23400(0,75 XDHT190‘:---FR'A'- 2+1 | T400955-15A | 6 o Nm
.
+
MT190B-050Z40R02XD19-L.135-IK-AL 50 | 18 | 65 | 135 | 40 | 2 [21600(1,00{ ADHTIOT304FR-AL | 2+2 | T250555-08AP |7008.Tp
MT190B-050Z40R02XD19-L145-IK-AL | 50 | 18 | 75 | 145 | 40 | 2 |20300( 1,10 2+2 L)
MT 190B-NC...-IK-AL for cutting speed up to 2000 m/min 7124 taper shank to DIN 69871 Form A
7015-T
MT190B-040NC40R02XD19-L178-IK-AL | 40 | 18 | 93 | 178 |Nc4o| 2 |24900 | 2,00 2+1
XDHT1904...FR-AL T400955-15A | 6,0 Nm
MT190B-040NC40R02XD19-L192-IK-AL | 40 | 18 | 123 | 192 |Nc40| 2 |21800]( 2,70 + 2+1 + +
ADHT10T304FR-AL T250555-08AP [7008-TP
MT190B-040NC40R02XD19-L282-IK-AL | 40 | 18 | 213 | 282 |Nc4o| 2 |15600 | 3,70 2+1 1,8 Nm

Peripheral inserts
+

Drilling inserts



MT190B...-R5..AL

Balanced drilling endmills for machining aluminium alloys

*Cutterbodyisadaptedforinsertswith cornerradius of5,0mm.
*Suitable for ramping.

*Best productivity in machining
Aluminium alloys from aerospace details.
*Over 1000 m/min it is necessary a complete sys-
tem, tool mounting and cutting tool, as one unit
according the G2,5 class I1SO 1940 is balanced.

*Two performances:

- with inserts XDHX19... for high cutting speed up to

5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000

m/min.

MT 190B-Z..-R5. .-IK-AL-HSCfor high speed cutting up to 5000 m/min

Straight shank cylindrical

Dimensions, mm nmax | = -
Code key DlalH[ L d |z ]| rem| kg E‘ * No. #-
MT190B-040Z32R02XD19-R5-L125-IK-AL-HSC| 40 | 18 | 65| 125 | 32 35700 0,70 2+1 e
MT190B-040Z32R02XD19-R5-L135-IK-AL-HSC| 40 | 18 | 75| 135 | 32 | 2 |35700( 0,75| XPHX190450FR-AL | 2.1 | T400955-15A | 5,0 Nm
+ + +
MT190B-050Z40R02XD19-R5-L135-IK-AL-HSC| 50 | 18 | 65 | 135 | 40 | 2 |31900( 1,00 ADHT10T304FR-AL | 2+2 | T250555-08AP |7008-TP
1,8 Nm
MT190B-050Z40R02XD19-R5-L145-IK-AL-HSC| 50 | 18 | 75 | 145 | 40 | 2 |31900] 1,10 242
MT 190B-W...-R5..-IK-AL for cutting speed up to 2000 m/min Straight shank with drive flat (Weldon)
MT190B-030W25R02AD10-R5-L125-IK-AL 30| 10| 69| 125 | 25 | 2 |37200| 0,60 ADHT10T350FR-AL | 2+1
+ T250555-08A | 7008-TP
MT190B-032W25R02AD10-R5-L125-IK-AL 32| 10| 69 125 | 25 | 2 |34000|0,60| ADHT10T325ER-AL | 2+1 1,8 Nm
MT190B-040W32R02XD19-R5-L125-IK-AL | 40 | 18 | 65| 125 | 32 | 2 |24900] 0,70 2+1 0157
MT190B-040W32R02XD19-R5-L135-IK-AL 40 | 18 | 75| 135 | 32 | 2 | 23400 0,75| XDHT190450FR-AL | 241 | T400955-15A 16,0 Nm
+ + +
MT190B-050W40R02XD19-R5-L135-IK-AL | 50 | 18 | 65| 135 | 40 | 2 |21600( 1,00 ADHT10T304FR-AL | 2+2 | T250555-08AP | 7008-T
1,8 Nm
MT190B-050W40R02XD19-R5-L145-IK-AL |50 | 18 | 75| 145 | 40 | 2 |20300] 1,10 242
MT 190B-Z...-R5..-IK-AL for cutting speed up to 2000 m/min Straight shank cylindrical
MT190B-030Z25R02AD10-R5-L125-IK-AL 30| 10 | 69| 125 [ 25 | 2 |37200| 0,60 |ADHT10T350FR-AL | 2+1
+ T250555-  |7008-TP
MT190B-032Z25R02AD10-R5-L125-IK-AL 32| 10| 69| 125 | 25 | 2 [34000]0,60|ADHTI0T325FR-AL | 2+1 08AP 1,8 Nm
MT190B-040Z32R02XD19-R5-L125-1K-AL 40 | 18 | 65| 125 | 32 | 2 [24900]0,70 2+1
7015-T
MT190B-040Z32R02XD19-R5-L135-IK-AL 40| 18| 75| 135 | 32 | 2 |23400]|0,75 XDHT190‘150FR'A'- 2+1 | T400955-15A | g o Nm
"
+
MT190B-050Z40R02XD19-R5-L135-IK-AL 50 | 18 [ 65| 135 | 40 | 2 |21600|1,00| ADHTIOT304FR-AL | 2+2 | T250555-08AP [700s.Tp
MT190B-050Z40R02XD19-R5-L145-IK-AL |50 | 18 | 75| 145 | 40 | 2 [20300] 1,10 2+2 L) 7
MT 190B-NC...-R5-IK-AL for cutting speed up to 2000 m/min 7124 taper shank to DIN 69871 Form A
7015-T
MT190B-040NC40R02XD19-R5-L178-IK-AL 40 | 18 | 93| 178 [Nc4o| 2 | 24900/ 2,00 2+1
XDHT190450FR-AL T400955-15A [6,0 Nm
MT190B-040NC40R02XD19-R5-L192-IK-AL 40 | 18 | 123] 192 [Nc4o| 2 | 21800 2,70 + 2+1 + +
ADHT10T304FR-AL T250555-08AP [7008-TP
MT190B-040NC40R02XD19-R5-1282-IK-AL 40 | 18 | 213| 282 [Nc4o| 2 | 15600/ 3,70 2+1 1,8 Nm

Peripheral inserts
+

Drilling inserts

49



MT190LB...AL-B

Balanced long edge spiral flute drilling endmill
for machining aluminium alloys

*Cutter body is adapted for face inserts with corner radius
from 0,4 to 4,0 mm.

*Inserts with corner radius r > 0,4 mm are established ONLY
on face.

*Suitable for ramping.

*Best productivity in machining Aluminium alloys from aero-
space details.

*High spiral flute long edge milling cutter with fully overlapping
inserts.

*|t offers a wide range of corner radius options.

*After each change of inserts or turn of a cutting edge before
installation on the machine tool repeated balancing of mills is
necessary.

Taper Hollow Shank HSK DIN 69893 Form A
MT 190LB-H.. XD19-IK-AL-HSC-B for high speed cutting up to 5000 m/min

Dimensions, mm Nmax ﬁ Q EJ ‘
Code key D al H|h|d|Z]|RPM| kg No. No. |¥¥— | No. & No. |
— - ]
MT190LB-040H100AR02XD19-50HK-AL-HSC-B| 40 | 50 |125 | 70 |[100| 2 |31300| 1,20 é 4 i 2 é 1 + o 6+1 g%
<
LL LL LL =z
MT190LB-040H100AR02XD19-70-K-AL-HSCB| 40 | 70 |145 | 90 [100( 2 | 26800 | 1,40 % 6 g 2 é 1 ﬂ g 8+l |o oroi
ww [Tolya i
MT190LB-050H100AR02XD19-70K-AL-HSC-B| 50 | 70 |145 | 90 [100| 2 | 27900 | 1,60 g 6 :‘—2 2 E 2 §§ 8+2 ; ;
a5 ac O — O
MT190LB-050H100AR02XD19-85K-AL-HSCB | 50 | 85 |155 [100{100| 2 | 23900 | 2,00 a 8 2 2| g 2 | BF Jo#2[RR
peripheral face
MT 190LB-H...XD19-IK-AL-B  for cutting speed up to 2000 m/min nserts inserts
- ) -
MT190LB-040H100AR02XD19-50-IK-AL-B| 40 | 50 |125 | 70 |100| 2 | 21800 | 1,20 é 4 < 2 é 1 :‘( % 6+1 g%
L e LL w o =,
MT190LB-040H100AR02XD19-70-IK-AL-B| 40 | 70 |145 | 90 [100| 2 | 18700 1,40 :o’r 6 : 2 g 1 ; 8‘ 8+l | o ?—oi
o o TolTo ©
MT190LB-050H100AR02XD19-70-IK-AL-B| 50 | 70 |145 | 90 [100| 2 | 18900 | 1,60 % 6 % 2 E 2 %% 8+2 E ';-3
< - - O
MT190LB-050H100AR02XD19-85-IK-AL-B| 50 | 85 155 |100{100| 2 [16200 |2,00 Q 8 Q 2 2 2 || & 10+2[ R R
Balancing Balancing screw Balancing screwdriver
equipment

| » .

B510805 H600500-30 7003H




MT190LB...-R5..AL-B o de

Balanced long edge spiral flute drilling endmill
for machining aluminium alloys [ HSK100A |
(T

*Cutter body is adapted for face inserts with corner radius of i
5,0 mm.

*Inserts with corner radius r = 5,0 mm are established ONLY f
on face.

*Suitable for ramping.

*Best productivity in machining Aluminium alloys from aero- T
space details.

*High spiral flute long edge milling cutter with fully overlapping

inserts. =
*|t offers a wide range of corner radius options.

*After each change of inserts or turn of a cutting edge before
installation on the machine tool repeated balancing of mills is
necessary.

Taper Hollow Shank HSK DIN 69593 Form A
MT 190LB-H...XD19-R5-IK-AL-HSC-B for high speed cutting up to 5000 m/min

Dimensions, mm Nmax ﬁ Q EJ ‘
Code key D|la|H|h|d|Z]|RPM]| kg No. No. ["== | No. & No. [
=] — =]
MT190LB-040H100AR02XD19-R5-050-IK-AL-HSC-B | 40 |50 (125 | 70 |100( 2 |31300 | 1,20 ;:F 4 é 2 é 1 |+ |6+1 ;%
< <
LL LL LL =z
MT190L B-O40H100AR02XD19-R5-070-IK-AL-HSC-B | 40 |70 145 | 90 |100( 2 |26800 | 1,40 g 6 g 2 é 1 3 % 8+1 qorof
o 0 [TolNa W
Tol
MT190LB-050H100AR02XD19-R5-070-IK-AL-HSC-B | 50 |70 |145 | 90 (100f 2 [27900 | 1,60 g 6 g 2 E 2 §8 8+2 E;
ag T o - O
MT190L B-OG0HI00AR02XD19-R5-085-IK-AL-HSC-B | 50 |85 |155 (100|100 2 [23900 | 2,00 2] 8 S 2| 2 2 |EE o+2|RR
peripheral face
MT 190LB-H...XD19-R5-1K-AL-B for cutting speed up to 2000 m/min Inserts inserts
— —
MT190LB-040H100AR02XD19-R5-050-IK-AL-B | 40 |50 (125 | 70 |100( 2 |21800 | 1,20 é 4 é 2 ?tl 1 2& 6+1 "E'g
14
L LL n 0 zZ
MT190LB-040H100AR02XD19-R5-070-IK-AL-B | 40 |70 145 | 90 |100( 2 | 18700 | 1,40 § 6 @ 2 é 1 :') E 8+l |o ‘03"
S S 0 0 ©
MT190LB-050H100AR02XD19-R5-070-IK-AL-B | 50 |70 [145 | 90 |100( 2 | 18900 | 1,60 % 6 % 2 E 2 §§ 8+2 E 'OTO
< N - O
MT190LB-050H100AR02XD19-R5-085-K-AL-B | 50 |85 |155 |100|100| 2 |16200 | 2,00 g 8 a 2 2 2 |FF ho+2|RR
Balancing Balancing screw Balancing screwdriver
equipment
! > "5
ol
B510805 H600500-30 7003H
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MT290L...AL

Long edge milling cutter for machining aluminium alloys

*Cutter body is adapted for face inserts with corner radius from 0,4 to
4,0 mm.
*Inserts with corner radius r > 0,4 mm are established ONLY on a face.
*High spiral flute long edge milling cutter with fully overlapping inserts.
*|t offers a wide range of corner radius options, especially for aerospace
details.
*QOver 1000 m/min it is necessary a complete system, tool mounting and
cutting tool, as one unit according the G2,5 class ISO 1940 is balanced.
*Two performances:
- with inserts XDHX19... for high cutting speed up to 5000 m/min.
- with inserts XDHT19... for cutting speed up to 2000 m/min.

MT 290L...XD19-IK-AL-HSC

for high speed cutting up to 5000 m/min

Dimensions, mm Nmax ﬁ S,
Code key D a H d Z | rRPM | kg Q No. » No. "
MT290L-050A22R03XD19-36-IK-AL-HSC 50 36 60 22 3 |20000| 0,3 3:' S 3:1 3
MT290L-063A27R03XD19-50-IK-AL-HSC 63 50 75 27 3 |15000| 0,5 % 6 E 3 é .
MT290L-080A32R04XD19-66-K-AL-HSC 80 66 88 32 4 112000| 0,9 g 12 § 4 g g
MT290L-100A40R04XD19-85-IK-AL-HSC| 100 85 105 40 4 110000| 1,3 % 16 % 4 Fg—r =
MT290L-125A50R05XD19-114-IK-AL-HSC | 125 | 114 | 140 | 50 5 | 8000 | 25 = 30 = 5
peripheral face
MT 290L...XD19-1K-AL for cutting speed up to 2000 m/min inserts inserts
MT290L-050A22R03XD19-36-IK-AL 50 36 60 22 3 |13000| 0,3 3:' & 3:' S
MT290L-063A27R03XD19-50-IK-AL 63 50 75 27 3 |10000| 0,5 E 6 EI_ 3 g
MT290L-080A32R04XD19-66-IK-AL 80 66 88 32 4 8000 | 0,9 § 12 :?f 4 g g
MT290L-100A40R04XD19-85-IK-AL 100 85 105 40 4 6000 | 1,3 E 16 E 4 Fg—r =
MT290L-125A50R05XD19-114-IK-AL 125 | 114 | 140 | 50 5 | 5000 | 2,5 = 30 = 5
Carbide grade . .
Dimensions
Code key g g ic I S | difr
% 2 mm
XDHT190402FR-AL | XDHX190402FR-AL ‘ 9,521 19,0 | 4,76| 4,65| 0,2
XDHT190404FR-AL | XDHX190404FR-AL ‘ ‘ 9,52119,0 | 4,76 | 4,65| 0,4
XDHT190408FR-AL | XDHX190408FR-AL ‘ ‘ 9,52119,0 | 4,76| 4,65/ 0,8
XDHT190412FR-AL | XDHX190412FR-AL ‘ 9,521 19,0 | 4,76 | 4,65 1,2
XDHT190416FR-AL | XDHX190416FR-AL ‘ 9,52119,0 | 4,76 | 4,65| 1,6
XDHT190420FR-AL | XDHX190420FR-AL Q@ @ |o52|100] 476|465 20
XDHT190425FR-AL | XDHX190425FR-AL ‘ 9,52 19,0 | 4,76 | 4,65 2,5
XDHT190432FR-AL | XDHX190432FR-AL ‘ 9,521 19,0 | 4,76 | 4,65| 3,2
XDHT190440FR-AL | XDHX190440FR-AL ‘ ‘ 9,52119,0 | 4,76 | 4,65| 4,0




MT290L...-R5..AL

Long edge milling cutter for machining aluminium alloys

*Cutter body is adapted for face inserts with corner radius of 5,0 mm.

MT 290L...XD19-R5-IK-AL-HSC for high speed cutting up to 5000 m/min

*Inserts with corner radius r = 5,0 mm are established ONLY on a face.
*High spiral flute long edge milling cutter with fully overlapping inserts.
*|t offers a wide range of corner radius options, especially for aerospace
details.
*Over 1000 m/min it is necessary a complete system, tool mounting and
cutting tool, as one unit according the G2,5 class ISO 1940 is balanced.
*Two performances:

- with inserts XDHX19... for high cutting speed up to 5000 m/min.

- with inserts XDHT19... for cutting speed up to 2000 m/min.

Dimensions, mm Nmax a -,
Code key D a H d | z| rRPM| kg Q No. m‘ No. "
MT290L-050A22R03XD19-R5-36-IK-AL-HSC | 50 36 60 22 3 |20000| 0,3 ;(' & ;(' S
MT290L-063A27R03XD19-R5-50-IK-AL-HSC | 63 50 75 12272 | 3 |15000| 0,5 g 6 g 3 g
MT290L-080A32R04XD19-R5-66-IK-AL-HSC | 80 66 88 32 4 112000( 0,9 g 12 g 4 g g
MT290L-100A40R04XD19-R5-85-IK-AL-HSC | 100 85 105 40 4 110000| 1,3 % 16 % 4 § =
MT290L-125A50R05XD19-R5-114-IK-AL-HSC| 125 114 140 50 5 | 8000 | 2,5 Q 30 Q 5
peripheral face
MT 290L...XD19-IK-AL-R5 for cutting speed up to 2000 m/min inserts inserts
MT290L-050A22R03XD19-R5-36-1K-AL 50 | 36 60 | 22 | 3 [13000( 0,3 2 3 , 3
MT290L-063A27R03XD19-R5-50-IK-AL 63 50 75 27 3 |10000| 0,5 g 6 ; 3 %
MT290L-080A32R04XD19-R5-66-I1K-AL 80 66 88 32 4 | 8000 | 0,9 g 12 § 4 g g
MT290L-100A40R04XD19-R5-85-IK-AL 100 85 105 40 4 | 6000 | 1,3 E 16 E 4 § =
MT290L-125A50R05XD19-R5-114-IK-AL 125 114 140 50 5 | 5000 | 2,5 Q 30 Q 5
Carbide grade
Dimensions
= ic | S | dif r
Code key P
% mm
XDHT190450FR-AL | XDHX190450FR-AL ‘ 9,52(19,0 | 4,76 | 4,65| 5,0
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Strategy of semi-finishing operation for maximum productivity

Pocket milling

Square shoulder facemilling

Strategy of semi-finishing for high-quality surfaces of walls

Pocket milling

Square shoulder facemilling

Dimensions
Code key r ‘&11 *12-4
mm
XDH.190402FR-AL | 0,2 |18,0 | 17,8
XDH.190404FR-AL | 0,4 |18,0 | 17,6
XDH.190408FR-AL | 0,8 | 18,0 | 17,2
XDH.190412FR-AL | 1,2 | 18,0 | 16,8
XDH.190416FR-AL | 1,6 | 18,0 | 16,4
XDH.190420FR-AL | 2,0 | 18,0 | 16,0
XDH.190425FR-AL | 2,5 | 18,0 | 15,0
XDH.190432FR-AL | 3,2 | 18,0 | 14,8
XDH.190440FR-AL | 4,0 | 18,0 | 14,0
XDH.190450FR-AL | 5,0 |17,0 | 13,0
Dimensions
Code key r ‘&)1-4
mm

XDH.190402FR-AL | 0,2 11,8
XDH.190404FR-AL | 0,4 11,6
XDH.190408FR-AL | 0,8 11,2
XDH.190412FR-AL | 1,2 10,8
XDH.190416FR-AL | 1,6 10,4
XDH.190420FR-AL | 2,0 10,0
XDH.190425FR-AL | 2,5 9,5
XDH.190432FR-AL | 3,2 8,8
XDH.190440FR-AL | 4,0 8,0
XDH.190450FR-AL | 5,0 7,0




r,mm b, mm
0,2 2,0
0,4 1,8
b - Wty 0,8 1,4
M. R 1,2 14
Hoo
s 1,6 1,4
2,0 1,4
2,5 1,4
3,2 0,8
Integrated wiper facet for face milling
4,0 -
5,0 -
Application data for pocket milling
Axial plunging Angled ramping
AD10... AD10...
D (mm) X hax (MM) D apmax X ()
R0,2-4,0 (mm) | (mm) |[RO,2-4,0
16 1,70 16 10 180 45’
18 2,11 18 10 16° 15’
19 2,24 19 10 15° 1%
20 2,39 20 10 14° 45
22 2,70 22 10 13045’
25 2,55 25 10 10015’
32 2,40 32 10 6° 45’
40 2,28 40 10 40 45’
50 2,26 50 10 3° 30’
63 2,10 63 10 2° 30’
80 1,75 80 10 1° 45
100 1,79 e 100 10 1015




MT290Z >,

Plunge facemills for machining titanium and
aluminium alloys

*Best solution for deep pocket.

MOETO9T304FN-AL 96 |397| 34 | 04

96 | 397| 34 | 04

MT 290Z-MO. .-IK Depth of cut up to 8 mm
Dimensions, mm Nmax ﬁ S,
Code key D a L | H d | Z | RPM | kg . No. f 1
MT290Z-032A16R04MO09-IK | 32 8 19 | 40 | 16 | 4 [27000] 0,1 4
MT290Z-040A16R05MO09-IK | 40 8 19 [ 40 | 16 | 5 |[25000] 0,2 5
MOETO09T304.. T300755-08| 7008-T
MT290Z-050A22R06MO09-IK | 50 8 20 | 40 | 22 | 6 |22000| 0,4 6 2,0 Nm
MT290Z-063A22R07MO09-IK | 63 8 20 | 40 | 22 | 7 |20000]| 0,6 7
Carbide grade Dimensions
MRl s [N]H
8 T} 0 uov o v | LY 8 i
|15 B B 2 Q| ic | S di r
a | ala|ln |0 o
= Code key 0|0 olo|lolo|S]|0O mm
| I(ZT|IZIZ|T| I
S MoNT0602025N-S (@@ |O|@ Of 6 | 65|238[ 25 | 02
MOET060202FN-AL ‘ 6 6,5 | 238| 25 | 02
MOET060202FN-T ‘ ‘ 6 65 | 238 2,5 | 02
MOET060204EN-AL o 6 65 | 238 2,5 | 04
MOETO060204EN-T ‘ ‘ 6 6,5 | 238 25 | 04
MONTO9T304SN-S o (@) 9 | 96 |397| 34 | 04
9
9

MOETO9T304EN-T C 2 )




MT190Z

; . . ; ] d
Plunge endmills for machining titanium and B e
- . Il
aluminium alloys i
1)
i
il
il
I
L
L
*Best solution for deep pocket. it
\
-l i o
L
e & -
Ala
D
MT 190Z-Z...MO..-IK Straight shank cylindrical
Dimensions, mm Nmax ﬁ Sy,
Code key D| a|H]|L d | Z | RPM| kg . No. ﬂ |
MT190Z-016Z16R02MO06-IK | 16 5 90 | 140 | 16 | 2 |24000| 0,3 2 2008-T
RIS, T220555-07 08 Nm
MT190Z-020Z20R03MO06-IK | 20 5 | 130|180 | 20 [ 3 [22000( 0,3 3 '
MT190Z-025Z25R02MO09-IK | 25 8 | 144|200 | 25 | 2 [20000] 0,4 2
MT190Z-032Z25R04MO09-IK | 32 8 | 144|200 | 25 [ 4 [17000| 0,7 MOETO9T304.. 4 || —wresan| s
MT190Z-040Z32R05MO09-IK | 40 | 8 | 140|200 | 32 15000 | 1,2 5 2,0Nm
MT190Z-050Z32R06MO09-IK | 50 8 | 140|200 | 32 [ 6 [14000( 1,3 6
*It is possibly to design mills with straght shank with drive flat (Weldon).
=
- = T
T [o] &t
H
L
MT 190Z-G...MO..-IK Screw fit shank ADD
Dimensions, mm a -y
Code key D| a|H|L|d| h]| z]| k . No. l' |
MT190Z-016G0SR02MO06-IK | 16 5 30 | 48 |mos | 10 [ 2 | o1 2008-T
MOET0602.. 22055507 ¢ 5pn
MT190Z-020G10R03MO06-IK | 20 5 35 [ 54 |mMw0| 15 | 3 | 02 '
MT190Z-025G12R02MO09-IK | 25 8 4 [ 62 |M12]| 17 | 2 | 03 2
MT190Z-032G16R04MO09-IK | 32 8 43 | 66 | m16 | 22 4 | o5 MOETO09T304.. 4 | T300755-08 Z%OE'T
y m
MT190Z-040G20R05MO09-IK | 40 | 8 45 [ 77 |M20| 30 | 5 | 07 5

*Types and mounting dimensions shank see “Tool Holder” page 265.
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Choice of side and facemills

Working areas

o 5 Workpiece material
Types of mills IS [ u; g
b ) < o £ 2 2
2 e |22 PIM|Kk|s |N [T |25 |2
< gE |85 e |8E |i
Slitting and slot milling
MT389-S.-.N | page 37| 1001010| 412 |eoee| oo |00 | oo eee/ oo | o
Page 228
MT389-R...N
100-160 | 5-12 eooo/ 00|00 | 00 XK °
* Page 230 Page 37
Slot mill d houlder milli
ot mi INng ana square shoulder milling CN08 80-315 12_14,5 YY) PP o000 o0 °
MT390-S...N
CN11...| 100-315 |14,5-20,5 |eee| e e | @@ eoof/ o0 | o
Page 232-235
CN15...| 125-315 [20,5-28,5 ([eee®| e | @@ eoe oo
Slot milling and square shoulder milling SDO09... 80-200 12-16 eooel o |0ooe P YT I YY)
a MT390K-S. N | SDP12..[100-315 | 16-22 |eee|eeelece/eee| ee [cee/cee|eee
AD15M5..] 100-315 22-27 |leoeoleee® 'Y ) (XY XK XX ILXx)
TP22... | 125-315 28-32
Page 236-239 oo o (e0e YOty
SDO09... | 80-200 12-16 |eeoe®| © |(0oe@ YOty
. MT390K-R..N | SP12..[100-315 [ 16-22 |eeeleee/ece(eee/ee ecee(eee cee
AD15M5..] 100-315 22-27 |leoeoleee® 'Y ) (XX KX XXX
Page 240-241 | TP22... | 125-315 28-32 |eee| © |0®@ X IR X Icxx
Square shoulder milling cco6... | 80-200 4 OO e eoolece| oo
SDO09... | 80-200 eoe| o |00 X
’ MT390K-S...R | SD12... | 100-315 ooo/ece/ooo/0ooe| 00 [000|00e|00e
AD15M5..{ 100-315 1 oKk YOty
Page 244-245 TP22... | 125-315 16 oo o (e0e YOty
CCO06... | 80-200 4 (XY} (XY} YOI XK
SDO09... | 80-200 7 eooe| o |00 XXXt
MT390K-R...R | SD12... | 100-315 9 o00/0cc/0o0o(e0e| 00 (000|000 000
AD15MS5..{ 100-315 1 eoooleoce(lece| 00 XXX
Page 246-247 I"1pp2  [125:315 | 16 |eee| o |eee oo ece 0o
SquareshouldermiTﬁng CCO06... | 80-200 4 o000 YY) YY IR XYY
SDO09... | 80-200 7 eoe| o |00 X
MT390K-S...L | SD12... | 100-315 9 o00leocc/0ooc(ece| 00 (000|000 000
AD15MS5..| 100-315 1 Xyl o0 X
TP22... | 125-315 16
Page 248-249 oo o (e0e YOty
CCO06... | 80-200 4 (XY} (XY} YOI XK
SDO09... | 80-200 7 eooe| o |00 XXXt
& MT390K-R...L | SD12... | 100-315 9 o00/0cc/0o0o(e0e| 00 (000|000 000
AD15MS5..{ 100-315 1 ey ') YOIt
TP22... | 125-315 16
Page 250-251 ooo| o (eoee YOIt
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MT389-S...N
Slitting cutters

*For slitting and grooving.
*Excellent productivity.
*Tangentially arranged inserts,

embedded in the basic cutter body.

*Four cutting edges per insert.
*Best productivity with insert

SEXT12...-T in machining titanium

alloys and heat resistant alloys.

Dimensions, mm Nmax E
Code key D a d di | B1 Z | RPM| kg
MT389-100S32N05SN11-04 100 4 32 48 12 2x5 |10000( 0,3 10
MT389-125S40N06SN11-04 125 4 40 58 12 2x6 | 9000 | 0,5 12
MT389-160S40N07SN11-04 160 4 40 68 12 2x7 | 8000 | 0,8 | SNEX11T1ZZ-M | 14 | T300390-07| 7007-T
MT389-200S50N08SN11-04 200 4 50 72 12 2x8 | 6500 | 1,2 16
MT389-250S50N11SN11-04 250 4 50 72 12 | 2x11 | 5500 | 1,7 22
MT389-100S32N05SN11-05 100 5 32 48 12 2x5 |10000( 0,3 10
MT389-125S40N06SN11-05 125 5 40 58 12 2x6 | 9000 | 0,5 12
MT389-160S40N07SN11-05 160 5 40 68 12 2x7 | 8000 | 0,8 | SNEX1102zz-M | 14 | T300490-07| 7007-T
MT389-200S50N08SN11-05 200 5 50 72 12 2x8 | 6500 | 1,2 16
MT389-250S50N11SN11-05 250 5 50 72 12 | 2x11 | 5500 | 1,7 22
MT389-100S32N05SN12-06 100 6 32 48 12 2x5 | 9500 | 0,3 10
- 4 12
MT389-125S40N06SN12-06 125 6 40 58 12 2x6 | 8500 [ 06 | o\ vio0ary
MT389-160S40N07SN12-06 160 6 40 68 12 2x7 | 7500 | 0,8 | SNEX1203ZZ-T | 14 | T400590-15| 7015-T
SNEX1203ZZ-M
MT389-200S50N08SN12-06 200 6 50 72 12 2x8 | 6500 | 1,2 16
MT389-250S50N11SN12-06 250 6 50 72 12 | 2x11 | 5500 | 1,7 22
MT389-100S32N05SN12-07 100 7 32 48 12 2x5 | 9500 | 0,3 10
MT389-125S40N06SN12-07 125 7 40 58 12 2x6 | 8500 [ 0,6 | gNEX12047T 12
MT389-160S40N07SN12-07 160 7 40 68 12 2x7 | 7500 | 0,8 | SNEX1204ZZ-T | 14 | T400590-15| 7015-T
SNEX1204ZZ-M
MT389-200S50N08SN12-07 200 7 50 72 12 2x8 | 6500 | 1,2 16
MT389-250S50N11SN12-07 250 7 50 72 12 | 2x11 | 5500 | 1,7 22
MT389-100S32N05SN12-08 100 8 32 48 12 2x5 | 9500 | 0,4 10
MT389-125S40N06SN12-08 125 8 40 58 12 2x6 | 8500 | 0,6 12
MT389-160S40N07SN12-08 160 8 40 68 12 2x7 | 7500 | 0,8 14
MT389-200S50N08SN12-08 200 8 50 72 12 2x8 | 6500 | 1,2 | sNEX1204ZT 16
SNEX1204Z2Z-T T400690-15| 7015-T
MT389-250S50N11SN12-08 250 8 50 72 12 | 2x11 | 5500 | 1,7 |ERESE——| 22
MT389-315S50N13SN12-08 315 8 50 72 12 | 2x13 | 4500 | 6,0 26
MT389-400S50N17SN12-08 400 8 50 72 12 | 2x17 | 4500 | 8,0 34
MT389-630S80N30SN12-08 630 8 80 | 240 12 | 2x30 | 2500 | 19,0 60
MT389-630S80N21SN12-08 630 8 80 | 240 12 | 2x21 | 2500 | 19,0 42
MT389-710S80N23SN12-08 | 710 8 80 | 240 16 | 2x23 | 2000 | 19,0 46




MT389-S...N
Slitting cutters

*For slitting and grooving.
*Excellent productivity.
*Tangentially arranged inserts,
embedded in the basic cutter body.
*Four cutting edges per insert.
*Best productivity with insert
SEXT12...-T in machining titanium
alloys and heat resistant alloys.

Dimensions, mm Nmax E v L.
Code key D a d | d | BL | zZ |RrRPM| kg W No. ’

MT389-100S32N05SN12-09 100 9 32 48 12 2x5 7500 | 0,4 10
MT389-125S40N06SN12-09 125 9 40 58 12 2x6 6500 | 0,6 12
MT389-160S40N07SN12-09 160 9 40 68 12 2X7 6000 | 0,9 SNEX1205ZT 14 T400890-15| 7015-T
MT389-200S50N08SN12-09 | 200 | 9 50 | 72 | 12 | 2x8 | 5000 [ 1,3 §,Z'EE§§11§8§ZZ§“TA 16
MT389-250S50N11SN12-09 250 9 50 72 12 | 2x11 | 4500 | 1,9 22
MT389-100S32N05SN12-10 100 10 32 48 12 2x5 7500 | 0,4 10
MT389-125S40N06SN12-10 125 10 40 58 12 2x6 | 6500 | 0,6 12
MT389-160S40N07SN12-10 160 10 40 68 12 2x7 | 6000 | 0,9 14
MT389-200S50N08SN12-10 200 10 50 72 12 2x8 5000 | 1,3 16

. . SNEX1205ZT 22
MT389-250S50N11SN12-10 250 10 50 72 12 2x11 | 4500 | 2,0 SNEX120507.T T400890-15| 7015-T

MT389-315S50N13SN12-10 | 315 | 10 | 50 | 72 12 | 2x13 | 4500 | 6,0 | sNEx1205zz-Mm | 26

MT389-400S50N17SN12-10 400 10 50 72 12 2x17 | 4500 | 8,0 34
MT389-510S80N24SN12-10 510 10 80 240 12 2x24 | 3000 | 12,4 48
MT389-630S80N30SN12-10 630 10 80 240 12 2x30 | 2500 | 19,0 60
MT389-800S80N27SN12-10 800 10 80 240 12 2x27 | 1600 | 19,0 54
MT389-1010S120N34SN12-10( 1010 10 120 240 12 2x34 | 625 |19,0 68
MT389-100S32NO3SN12-11 100 1 32 48 14 3x3 | 7500 | 0,4 9
MT389-125S40N04SN12-11 125 11 40 58 14 3x4 | 6500 | 0,6 SNEX12052T 12

MT389-160S40NO5SN12-11 160 11 40 68 14 3x5 | 6000 | 0,9 | SNEX1205ZZ-T 15 T400890-15| 7015-T
SNEX12057Z-M

MT389-200S50N05SN12-11 200 11 50 72 14 3x5 5000 | 1,4 15
MT389-250S50N07SN12-11 250 11 50 72 14 3x7 | 4500 | 2,0 21
MT389-100S32N03SN12-12 100 12 32 48 14 3x3 7500 | 0,4 9
MT389-125S40N04SN12-12 125 12 40 58 14 3x4 | 6500 | 0,6 SNEX12052T 12

MT389-160S40N05SN12-12 160 12 40 68 14 3x5 | 6000 | 0,9 | SNEX1205ZZ-T | 15 | T400890-15| 7015-T
SNEX1205ZZ-M

MT389-200S50N05SN12-12 200 12 50 72 14 3x5 | 5000 | 1,4 15

MT389-250S50N07SN12-12 250 12 50 72 14 3x7 | 4500 | 2,1 21




MT389-R...N
Slitting cutters

*For slitting and grooving.
*Excellent productivity.
*Tangentially arranged inserts,
embedded in the basic cutter body.
*Four cutting edges per insert.
*Best productivity with insert
SEXT12...-T in machining titanium
alloys and heat resistant alloys.

Dimensions, mm Nmax E -
Code key D a d H a d Z RPM | kg H No. ’ y

e S

MT389-100A27R05SN11-05N 100 5 27 40 23 48 2x5 [10000( 1,5 10

MT389-125A32R06SN11-05N | 125 5 32 50 |245| 70 | 2x6 | 9000 | 3,0 | SNEX1102ZZ-M 12 |T300490-07 [ 7007-T

MT389-160A40R07SN11-05N | 160 5 40 50 30 | 90 | 2x7 | 8000 | 4,4 14
MT389-100A27R05SN12-06N | 100 6 27 40 23 | 48 | 2x5 [ 9500 | 15 | gNEX120377 10
MT389-125A32R06SN12-06N | 125 6 32 | 50 [245| 70 | 2x6 | 8500 | 3,0 | SNEX1203ZZ-M | 15 |1400590-15|7015-T
MT389-160A40R07SN12-06N | 160 6 40 50 30| 90 | 2x7 | 7500 | 4,4 14
MT389-100A27R05SN12-07N | 100 7 27 40 23 | 48 | 2x5 | 9500 | 1,5 SN B 10
MT389-125A32R06SN12-07N | 125 7 32 50 |245| 70 | 2x6 | 8500 | 3,0 | SNEX1204ZZ-M 12 [T400590-15|7015-T
MT389-160A40R07SN12-07N | 160 7 40 50 30 | 90 | 2x7 | 7500 | 4.4 14
MT389-100A27R05SN12-08N | 100 8 27 40 23 | 48 | 2x5 | 9500 | 1,8 SN 10
MT389-125A32R06SN12-08N | 125 8 32 50 |245| 70 | 2x6 | 8500 | 3,0 | SNEX1204ZZ-M [ 12 |[T400790-15|7015-T
MT389-160A40R07SN12-08N | 160 8 40 50 30 | 90 | 2x7 | 7500 | 4.4 14
MT389-100A27R05SN12-09N | 100 9 27 40 23| 48 | 2x5 | 7500 | 1,8 10
SNEX1205ZT

. . T400890-15 [ 7015-T
MT389-125A32R06SN12-09N | 125 9 32 50 |245| 70 | 2x6 | 6500 | 3,0 e 12
MT389-160A40R07SN12-09N | 160 9 40 50 30 | 90 | 2x7 | 6000 | 4,6 14
MT389-100A27R05SN12-10N | 100 10 27 40 23 | 48 | 2x5 | 7500 | 1,8 10

SNEX1205ZT

MT389-125A32R06SN12-10N | 125 10 32 50 |245| 70 | 2x6 | 6500 | 3,5 | sNEX1205zz-M | 12 |T400890-15|7015-T
MT389-160A40R07SN12-10N | 160 10 40 50 30 | 90 | 2x7 | 6000 | 4,6 14
MT389-100A27R03SN12-11N | 100 1 27 40 23| 48 | 3x3 | 7500 | 1,8 9

MT389-125A32R04SN12-1IN | 125 | 11 32 50 |245| 70 | 3x4 | 6500 [ 35 | SNEXI205ZT [ 15 |7400890-15|7015-T
SNEX12052Z-M

MT389-160A40R05SN12-11N | 160 11 40 50 30 90 x5 6000 | 4,6 15

MT389-100A27R03SN12-12N | 100 12 27 40 28 48 3x3 | 7500 | 1,8 ©

MT389-125A32R04SN12-12N | 125 | 12 | 32 | 50 |245| 70 | 3x4 | 6500 | 3,5 | SNEX1205ZT | 15 l1400890-15|7015-T
SNEX12052Z-M

MT389-160A40R05SN12-12N | 160 12 40 50 30 90 | 3x5 | 6000 | 4,6 15




J| FEH

- e

eSS
| S
Carbide grade Dimensions
v RN S

Code ke i g § % § is [ S di o
SNEX11T1ZZ-M C I ) (@) 11,0 | 11,0 | 2,30 | 3,70 0
SNEX1102ZZ-M C 3 ) (@) 11,0 | 11,0 | 2,70 | 3,70 0
SNEX1203ZZ C ) (@) 12,7 | 12,7 | 3,18 | 5,00 0
SNEX1203ZZ-T o o 12,7 | 12,7 | 3,18 | 5,00 0
SNEX1203ZZ-M C I ) (@) 12,7 | 12,7 | 3,18 | 5,00 0
SNEX12047Z C I ) (@) 12,7 | 12,7 | 4,76 | 5,00 0
SNEX1204ZZ-T () o 12,7 | 12,7 | 476 | 5,00 0
SNEX1204ZZ-M C 3 ) (@) 12,7 | 12,7 | 4,76 | 5,00 0
SNEX1205ZZ C I ) (@) 12,7 | 12,7 | 540 | 5,00 0
SNEX1205ZZ-T o o 12,7 | 12,7 | 540 | 5,00 0
SNEX1205ZZ-M C I ) (@) 12,7 | 12,7 | 540 | 5,00 0
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MT390-...CNO8
Fixed pocket side and facemills

*The basic purpose - milling of slots.
*Excellent productivity.

*Tangentially arranged inserts with
4 cutting edges.

a

Width of cut from 12 to 14 mm

Dimensions, mm nmax | =5 @ # -
Code key D| a | d| di|B1| z | rPm| kg a2 No.
MT390-080S27N04CNO08-12 80 | 12 27 | 38 | 15 | 2x4 | 9000 | 0,9 8
MT390-100S32N05CN08-12 100 | 12 32 | 48 | 15 | 2x5| 8000 | 1,3 10
MT390-125S40NO5CNO08-12 125 | 12 40 | 58 | 15 | 2x5| 7000 | 23 10
MT390-160S40NO6CNO8-12 160 | 12 40 | 58 | 15 | 2x6 | 6000 | 3,8 12
MT390-200S50N07CN08-12 200 | 12 50 [ 72 | 15 | 2x7 | 5500 | 6,2 14
MT390-250S60N08CNO8-12 250 | 12 60 | 84 | 15 | 2x8 | 4500 | 10,7 16

MT390-315S60N10CN08-12 315 | 12 60 | 84 | 15 | 2x10f 8000 | 16 | nexostaazTN |2 | T300755.08 T
MT390-080S27N04CN08-14 80 [ 14 27| 38| 15 | 2x4| 9000| 0,9 8
MT390-100S32N05CNO08-14 100 14 32| 48| 15 | 2x5| 8o000| 1,3 10
MT390-125S40N05CNO08-14 125 14 40| 58| 15 | 2x5| 7000| 23 10
MT390-160S40N06CN08-14 160 14 40| 58| 15 | 2x6| e000| 3,8 12
MT390-200S50N07CN08-14 200 14 50| 72| 15 | 2x7| 5500| 6,2 14
MT390-250S60N08CNO8-14 250| 14 60| 84| 15 | 2x8| 4500 10,7 16
MT390-315S60N10CN08-14 315 14 60| 84| 15 | 2x10[ 8000| 1,6 20

*The order of mills of non-standard width in a range of 12-14,5 mm is possible.
Example of a designation of the order of a mill of non-standard width a=13,5 mm
in diameter of 100 mm:
MT390-100S60NO8BCNOS8 - 13,5
Length od the cutting edge of insert, mm —|—
Cutter width, mm
Carbide grade Dimensions
§ g E § ic| 1 |s [ d b
Code key (i) % % % mm

CNEX08T3AZTN | @)|@ (@) () 80 | 81397 | 34 [ 05

CNEX1105AZTN (@) | @ (@) () 10 [129] 54 | 47 | 05

CNEX1506AZTN (@) | @ (@) o 12,7|16,2| 635 | 55 | 05
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MT390-...CN11

Fixed pocket side and facemills

*The basic purpose - milling of slots.

*Excellent productivity.

*Tangentially arranged inserts with

4 cutting edges.

Width of cut from 16 to 20 mm

Dimensions, mm

Nmax E @ # L -
Code key D a d |dl |B1| Z |RPM| kg No.
MT390-100S32N04CN11-16 100 | 16 32 48 21 | 2x4 7000 | 2,6 8
MT390-125S40N0O5CN11-16 125 | 16 40 58 21 | 2x5 6500 | 4,3 10
MT390-160S40NO6CN11-16 160 | 16 40 58 21 | 2x6 5500 | 6,9 12
MT390-200S50N07CN11-16 200 | 16 50 72 21 | 2x7 5000 | 12,0 14
MT390-250S60N0O8CN11-16 250 | 16 60 84 21 | 2x8 8000 | 1,9 16
MT390-315S60N10CN11-16 315 | 16 60 84 21 | 2x10 7000 | 3,0 20
MT390-100S32N04CN11-18 100 | 18 32 48 21 | 2x4 7000 2,6 8
MT390-125S40NO5CN11-18 125 | 18 40 58 21 | 2x5 6500 | 4,3 10
MT390-160S40N0O6CN11-18 160 18 40 58 21 | 2x6 5500 | 6,9 CNEX1105AZTN 12 T400955-15 7015-T
MT390-200S50N07CN11-18 200 | 18 50 72 21 | 2x7 5000 | 12,0 14
MT390-250S60N0O8CN11-18 250 | 18 60 84 21 | 2x8 8000 1,9 16
MT390-315S60N10CN11-18 315 | 18 60 84 21 | 2x10 7000 | 3,0 20
MT390-100S32N04CN11-20 125 | 20 32 48 21 | 2x4 7000 | 2,6 8
MT390-125S40NO5CN11-20 125 | 20 40 58 21 | 2x5 6500 4,3 10
MT390-160S40NO6CN11-20 160 | 20 40 58 21 | 2x6 5500 6,9 12
MT390-200S50N07CN11-20 200 | 20 50 72 21 | 2x7 5000 | 12,0 14
MT390-250S60N08CN11-20 250 | 20 60 84 21 | 2x8 8000 1,9 16
MT390-315S60N10CN11-20 315 | 20 60 84 21 | 2x10 7000 3,0 20

*The order of mills of non-standard width in a range of 14,5-20,5 mm is possible.
Example of a designation of the order of a mill of non-standard width a=17 mm

in diameter of 100 mm:

Cutter width, mm

MT390-100S32N04CN11 - 17

Length od the cutting edge of insert, mm
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MT390-...CN15
Fixed pocket side and facemills

*Excellent productivity.

4 cutting edges.

*Tangentially arranged inserts with

*The basic purpose - milling of slots.

Width of cut from 22 to 28 mm

Dimensions, mm nmax | = @ # -
Code key D 2 d| di [B1| z | rRPM| kg a2 No.
MT390-125S40N04CN15-22  [125 | 22 | 40 | 58 | 29 | 2x4 | 6500 48 8
MT390-160S40NO5CN15-22  |160 | 22 | 40 | 58 | 20 | 2x5 | 5500 7.6 10
MT390-200S50N06CN15-22 200 | 22 | 50 [ 72 | 29 | 2x6 | s000 [ 13,3 12
MT390-250S60N08CN15-22 250 | 22 | 60 | 84 | 20 | 2x8 | 8000 | 22 16
MT390-315S60N10CN15-22 315 | 22 | 60 | 84 | 29 | 2x10 | 7000 34 20
MT390-125S40N04CN15-24  |125 | 24 | 40 | 58 | 20 | 2xa | 6500 4.8 8
MT390-160S40NO5CN15-24  |160 | 24 | 40 | 58 | 20 | 2x5 | s500| 7,6 10
MT390-200S50N06CN15-24 200 | 24 | 50 [ 72 | 29 | 2x6 | s000 [ 13,3 12
MT390-250S60N08CN15-24 250 | 24 | 60 | 84 | 20 | 2x8 | 8000 | 22 16
MT390-315S60N10CN15-24 315 | 24 | 60 | 84 | 29 | 2x10 | 7000 | 3.4 20
CNEX1506AZTN T451455-20 | 7020-T
MT390-125S40N04CN15-26  |125 | 26 | 40 | 58 | 29 | 2x4 | 6500 48 8
MT390-160S40NO5CN15-26  |160 | 26 | 40 | 58 | 20 | 2x5 | 5500 7,6 10
MT390-200S50N06CN15-26  |200 | 26 | s0 [ 72 | 29 | 2x6 | s000 [ 13,3 12
MT390-250S60N08CN15-26 250 | 26 | 60 | 84 | 29 | 2x8 | 8000 | 2.2 16
MT390-315S60N10CN15-26  |315 | 26 | 60 | 84 | 29 | 2x10 | 7000 | 3,4 20
MT390-125S40N04CN15-28  |125 | 28 | 40 | 58 | 29 | 2x4 | 6500 | 4,8 8
MT390-160S40NO5CN15-28  |160 | 28 | 40 | 58 | 29 | 2x5 | 5500 | 7.6 10
MT390-200S50N06CN15-28  [200 | o | 50 | 72 | 29 | 2x6 | 5000 | 133 12
MT390-250S60N08CN15-28  |250 | 28 | 60 | 84 | 29 | 2x8 | 8000 | 2,2 16
MT390-315S60N10CN15-28 315 | 28 | 60 | 84 | 29 | 2x10 | 7000 | 3.4 20

*The order of mills of non-standard width in a range of 20,5-28,5 mm is possible.
Example of a designation of the order of a mill of non-standard width a=23,5 mm in

diameter of 250 mm:

MT390-250S60N0O8CN15 - 23,5

Length od the cutting edge of insert, mm

Cutter width, mm
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Carbide grade Dimensions

D v e -

AR = Q ic| 1 |s | dl b

o |a o 4
Code key % % % % mm
CNEX08T3AZTN . ‘ O ‘ 80 | 81397 | 34 | 05
CNEX1105AZTN o0 (@) [ ) 10 | 129 54 | 47 | 05
CNEX1506AZTN . ‘ O ‘ 12,7 116,21 6,35 | 55 | 05
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MT390K-S...N
Adjustable full side and facemills with cartridges

& | &
*The basic purpose - milling of sloots.
*Highly reliable cassette design.
*Range of adjustment of the cutting width up to 3 mm.
*Deep grooves in one run.
*Fast reequipment of a full side and facemill in half
side and facemill.
*Machining of steel, stainless steel and aluminium
alloy.

BT
Width of cut from 12 to 25 mm

Regular pitch

68

Dimensions, mm Nmax 5 b
Code key D a d di | B1| z | rRPM| kg a No. | Cartridge &
MT390K-080S27N03SD09-1214 80 |[12-14| 27 40 12 | 2x3 | 14500/ 0,2 6
MT390K-100S32N04SD09-1214 100 |12-14| 32 48 12 | 2x4 [12500( 0,5 8 % §
MT390K-125S40N05SD09-1214 125 |12-14| 40 58 12 | 2x5 | 110001 0,7 o 10 @ + @
MT390K-160S40N06SD09-1214 160 |12-14| 40 58 12 | 2x6 |10000| 1,4 é 12 g g o)
MT390K-200S50N07SD09-1214 200 |12-14| 50 72 12 | 2x7 | 8500 | 2,1 E 14 ﬁ E
MT390K-100S32N04SD09-1416 100 |14-16| 32 48 14 | 2x4 125001 0,6 % 8 % = § R
MT390K-125S40N05SD09-1416 125 |14-16| 40 58 14 | 2x5 | 11000 0,8 10 % . %
MT390K-160S40N06SD09-1416 160 |14-16 | 40 58 14 | 2x6 10000 1,6 12 § §
MT390K-200S50N07SD09-1416 200 |[14-16| 50 72 14 | 2x7 | 8500 | 2,5 14 2 2
MT390K-100S32N03SD12M4-1619| 100 |16-19 | 32 48 16 | 2x3 | 9000 | 0,7 6
MT390K-125S40N04SD12M4-1619| 125 |16-19 | 40 58 16 | 2x4 | 8000 | 0,9 8
MT390K-160S40N05SD12M4-1619| 160 |16-19 | 40 58 16 | 2x5 | 7000 | 1,8 %: 10 % g § _
MT390K-200S50N06SD12M4-1619| 200 |16-19 | 50 72 16 | 2x6 | 6000 | 2,8 IF—' 12 é‘ + é § §
MT390K-250S60N08SD12M4-1619| 250 |16-19 | 60 84 16 | 2x8 | 5500 | 4,8 9) 16 % g g =
MT390K-315S60N10SD12M4-1619| 315 |16-19 | 60 84 16 | 2x10| 4500 | 8,1 20
MT390K-100S32N03SD12M4-1922| 100 |19-22 | 32 48 19 | 2x3 | 9000 | 0,8 6
MT390K-100S32N03AD15M5-2225 100 |22-25| 32 48 22 | 2x3 | 9000 | 0,9 |JADKT15M5..R+..L| 3+3 |K390AD15M5R+. T400955-15 | 7020-T
Accessories
Cartridge Cartridge Dowel Dowel Adjusting Cartridge | Cartridge
D, _ screw screw screw screwdriver
mm R,
F S| o | @ T
For mills without adjustment mechanism on width
80 K390SDO09R/L - - - - H601400-30 7003H
100-315| K390SDO9R/L - - - - H601500-30 7003H
100-315| K390SD09-14R/L - - - = H601500-30 7003H
100-315| K390SD12M4R/L > - = = H601600-30 7003H
100-315| K390AD15M5R/L = - - - H601600-30 7003H
For mills with adjustment mechanism on width
100-315 - KA390SD12M4R/L | LUIC-987-4 | T400955-20 H604000-30 H601600-30 7003H
100-315 ; KA390AD15M5RIL | LUC-999-4 | T451155-20|  H606000-30 H601600-30 [  7003H
100-315 - KA390TP22R/L LLUC-999-4 | T451155-20 H608000-30 H601700-30 7003H




MT390K-S...N

Adjustable full side and facemills with cartridges
with adjustment mechanism on width

*The basic purpose - milling of sloots.
*Highly reliable cassette design.

*Range of adjustment of the cutting width up
to 3 mm.

*Deep grooves in one run.

*Fast reequipment of a full side and facemill e
in half side and facemill.
*Machining of steel, stainless steel and
aluminium alloy.
*Modified cutter body with adjustment
mechanism on width.
Regular pitch @ Width of cut from 19 to 35 mm
Dimensions, mm Nmax 5 ,’ — - -
Code key D a d |dil| Bl z [ RPM| kg ﬂ é No. Cartridge ’ y
MT390K-125S40N04SD12M4-1922 | 125 [19-22 | 40 | 58 19| 2x4 | 8000 | 1,1 _ 8 % 3
MT390K-160S40N05SD12M4-1922 | 160 |19-22 | 40 | 58 | 19| 2x5 [ 7000 | 2,0 %f: 10 § § 8. _
MT390K-200S50N06SD12M4-1922 | 200 (19-22 | 50 | 72 | 19| 2x6 | 6000 | 3,3 E 12 @ * @ g g
MT390K-250S60N08SD12M4-1922 | 250 [19-22 | 60 | 84 | 19| 2x8 | 5500 | 5,5 8 16 g g L‘f’—2 "
MT390K-315S60N10SD12M4-1922 | 315 [19-22 | 60 | 84 | 19| 2x10| 4500 | 9,4 20
MT390K-125S40N04AD15M5-2225 | 125 |22-25 | 40 | 58 22| 2x4 | 8000 | 1,3 4+4
MT390K-160S40NO5AD15M5-2225 | 160 |22-25 | 40 | 58 22| 2x5 | 7000 | 2,3 5+5
MT390K-200S50N06AD15M5-2225 | 200 [22-25| 50 | 72 | 22| 2x6 | 6000 | 3,8 6+6
MT390K-250S60N0BAD15M5-2225 | 250 [22-25| 60 | 84 | 22| 2x8 | 5500 | 6,2 %\ 8+8 é g
MT390K-315S60N10AD15M5-2225 | 315 [22-25 | 60 | 84 | 22| 2x10| 4500 | 10,7 g 10+10 g +|§ g I;
MT390K-125S40N04AD15M5-2527 | 125 [25-27 | 40 | 58 | 25| 2x4 | 8000 | 1,6 g 4+4 § § § §
MT390K-160S40NO5AD15M5-2527 | 160 [25-27 | 40 | 58 | 25| 2x5 | 7000 | 2,6 <O): 5+5 < < =
MT390K-200S50NO6AD15M5-2527 | 200 [25-27 | 50 | 72 | 25| 2x6 | 6500 | 4,3 6+6
MT390K-250S60N08AD15M5-2527 | 250 |25-27 | 60 | 84 25| 2x8 | 5500 | 6,9 8+8
MT390K-315S60N10AD15M5-2527 | 315 |25-27 | 60 | 84 25| 2x10| 5000 | 12,0 10+10
MT390K-125S40N04TP22-2731 125 |27-31 | 40 | 58 27| 2x4 | 8000 | 1,9 8
MT390K-160S40N05TP22-2731 160 |27-31| 40 | 58 | 27| 2x5 | 7000 | 3,0 10
MT390K-200S50N06TP22-2731 200 [27-31| 50 | 72 | 27| 2x6 | 6500 | 4,8 12
MT390K-250S60N08TP22-2731 250 |27-31| 60 | 84 | 27| 2x8 | 5500 | 7,6 a 16 r o
MT390K-315S60N10TP22-2731 315 |27-31| 60 | 84 | 27|2x10| 5000 | 13,3 § 20 E . E E g
MT390K-125S40N04TP22-3135 125 |31-35| 40 | 58 31| 2x4 | 8000 | 2,2 % 8 % é é §
MT390K-160S40N05TP22-3135 160 |31-35| 40 | 58 31| 2x5 | 7000 | 3,4 & 10 § x =
MT390K-200S50N06TP22-3135 200 |31-35| 50 | 72 31| 2x6 | 6500 | 5,3 12
MT390K-250S60N08TP22-3135 250 |31-35| 60 | 84 | 31| 2x8 | 5500 | 8,3 16
MT390K-315S60N10TP22-3135 315 |31-35| 60 | 84 | 31|2x10| 5000 | 14,6 20




MT390K-S...N
Adjustable full side and facemills with cartridges

*The basic purpose - milling of sloots.

*Highly reliable cassette design.

*Range of adjustment of the cutting width up to 3 mm.
*Deep grooves in one run.

*Fast reequipment of a full side and facemill in half
side and facemill.

*Machining of steel, stainless steel and aluminium

alloy.
Close pitch Width of cut from 12 to 19 mm
Dimensions, mm Nmax 5 T,
Code key D a d di [B1| z | rRPM| kg a No. Cartridge * y
MT390K-080S27N04SD09-1214 80 |[12-14| 27 40 | 12 2x4 | 14500 0,2 8
MT390K-100S32N05SD09-1214 100 |12-14| 32 48 | 12 2x5 |112500| 0,5 10 98: gl
MT390K-125S40N07SD09-1214 125 |12-14| 40 58 | 12 2x7 | 11000| 0,7 o 14 @ + @
MT390K-160S40N09SD09-1214 160 |12-14| 40 58 | 12 2x9 |10000| 1,4 g 18 % g 0
MT390K-200S50N11SD09-1214 200 |[12-14| 50 72 |12 | 2x11| 8500 | 2,1 IC—>: 22 E E
MT390K-100S32N05SD09-1416 100 |14-16| 32 48 | 14 2x5 | 12500( 0,6 8 10 ‘% 3: § R
MT390K-125S40N07SD09-1416 125 |14-16 | 40 58 | 14 2x7 | 11000( 0,8 14 08'1 . §
MT390K-160S40N09SD09-1416 160 |14-16 | 40 58 | 14 2x9 | 10000 1,6 18 § §
MT390K-200S50N11SD09-1416 200 |14-16| 50 72 | 14 | 2x11| 8500 | 2,5 22 < CQ
MT390K-125S40N06SD12M4-1619| 125 |16-19 | 40 58 | 16 2x6 | 8000 | 0,9 ; 12
MT390K-160S40N07SD12M4-1619| 160 |16-19 | 40 58 | 16 2x7 | 7000 | 1,8 %: 14 % (%' a _
MT390K-200S50N10SD12M4-1619| 200 |16-19 | 50 72 | 16 | 2x10| 6000 | 2,8 I‘:| 20 é + é g g
MT390K-250S60N11SD12M4-1619| 250 |16-19 | 60 84 | 16 | 2x11| 5500 | 4,8 8 22 % % E "
MT390K-315S60N12SD12M4-1619| 315 |16-19 | 60 84 | 16 | 2x12| 4500 | 8,1 24
Accessories
Cartridge Cartridge Dowel Dowel Adjusting Cartridge | Cartridge
D, screw screw screw screwdriver

" B A o | @ T

For mills without adjustment mechanism on width

80 K390SDO9R/L = = - = H601400-30 [  7003H
100-315 | K390SDO9R/L = - = = H601500-30 |  7003H
100-315| K390SD09-14R/L - - - - H601500-30 7003H
100-315 | K390SD12MA4R/L - - - - H601600-30 [  7003H
100-315 | K390AD15MS5RI/L . . = = H601600-30 7003H
For mills with adjustment mechanism on width

100-315 - KA390SD12M4R/L | LUC-987-4 | T400955-20|  H604000-30 H601600-30 [  7003H
100-315 = KA390AD15MSRIL | LUC-999-4 | T451155-20|  HB06000-30 H601600-30 7003H

100-315 = KA390TP22R/L LLIC-999-4 | T451155-20 H608000-30 H601700-30 7003H




MT390K-S..N P
Adjustable full side and facemills with cartridges
with adjustment mechanism on width

*The basic purpose - milling of sloots.
*Highly reliable cassette design.

*Range of adjustment of the cutting width up

to 3 mm.
*Deep grooves in one run.

*Fast reequipment of a full side and facemill

in half side and facemill.
*Machining of steel, stainless steel and

aluminium alloy.
*Modified cutter body with adjustment
mechanism on width.

Close pitch o Width of cut from 19 to 35 mm
Dimensions, mm Nmax 5 ,’l — S,
Code key D a d [d1 | B1| Z | RPM| kg ﬁ & No. Cartridge *
MT390K-125S40N06SD12M4-1922 | 125 |19-22 | 40 58 19 | 2x6 | 8000 | 1,1 - 12 er: 2
MT390K-160S40N07SD12M4-1922 | 160 |19-22 | 40 58 19 | 2x7 | 7000 | 2,0 <Er: 14 é § § -
MT390K-200S50N10SD12M4-1922 | 200 |19-22 | 50 72 19 | 2x10| 6000 | 3,3 E 20 @ § § g
MT390K-250S60N11SD12M4-1922 | 250 |19-22 | 60 84 19 | 2x11| 5500 | 5,5 9)- 22 g § § "
MT390K-315S60N12SD12M4-1922 | 315 [ 19-22 | 60 84 19 | 2x12| 4500 | 9,4 24 -
MT390K-160S40N07AD15M5-2225 | 160 |22-25| 40 58 22 | 2x7 | 7000 | 2,3 7+7
MT390K-200S50N10AD15M5-2225 | 200 |22-25| 50 72 22 | 2x10| 6000 | 3,8 ~ 10+10 .
MT390K-250S60N11AD15M5-2225 | 250 |22-25| 60 84 22 | 2x11| 5500 | 6,2 E{ 11+11 g % el
MT390K-315S60N12AD15M5-2225 | 315 |22-25| 60 84 22 | 2x12| 4500 | 10,7 % 12+12 é' é. g g
MT390K-160S40NO7AD15M5-2527 | 160 |25-27 | 40 58 25 | 2x7 | 7000 | 2,6 g 7+7 § % ,S_f =
MT390K-200S50N10AD15M5-2527 | 200 | 25-27 | 50 72 25 | 2x10| 6500 | 4,3 < 10+10 § *
MT390K-250S60N11AD15M5-2527 | 250 |25-27 | 60 84 25 | 2x11| 5500 | 6,9 11+11
MT390K-315S60N12AD15M5-2527 | 315 |25-27 | 60 84 25 | 2x12| 5000 | 12,0 12+12
MT390K-160S40N07TP22-2731 160 |27-31| 40 58 27 | 2x7 | 7000 | 3,0 14
MT390K-200S50N09TP22-2731 200 |27-31| 50 72 27 | 2x9 | 6500 | 4,8 18
MT390K-250S60N10TP22-2731 250 |27-31| 60 84 27 | 2x10| 5500 | 7,6 & 20 P\i‘ § 9
MT390K-315S60N12TP22-2731 315 |27-31| 60 84 27 | 2x12| 5000 | 13,3 ﬁ 24 E % % 'é
MT390K-160S40N07TP22-3135 160 |31-35| 40 58 31 | 2x7 | 7000 | 3,4 |§ 14 g g § R
MT390K-200S50N09TP22-3135 200 |31-35| 50 72 31 | 2x9 | 6500 | 5,3 18
MT390K-250S60N10TP22-3135 250 |31-35| 60 84 31 | 2x10| 5500 | 8,3 20
MT390K-315S60N12TP22-3135 315 | 31-35| 60 84 31 | 2x12| 5000 | 14,6 24
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MT390K-...R...N

Adjustable full side and facemills with cartridges

*The basic purpose - milling of sloots.
*Highly reliable cassette design.
*Range of adjustment of the cutting width up to

3 mm.

*Deep grooves in one run.
*Fast reequipment of a full side and facemill in
half side and facemill.
*Machining of steel, stainless steel and aluminium

alloy.
Regular pitch Width of cut from 12 to 22 mm
Dimensions, mm Nmax E b
Code key D| a [d |a |[H]|d|L]| Z |rrPM]|kg E No| Cartridge I
MT390K-080A22R03SD09-1214N 80 (12-14 |22 | 15| 40 | 38| 20 | 2x3 |14500/ 0,4 6
MT390K-100B27R04SD09-1214N 100 |12-14 | 27 | 23 | 34 | 48| 22 | 2x4 |12500] 0,7 8 % g‘
MT390K-125B32R05SD09-1214N [ 125 [12-14 | 32 | 30 | 38 | 58 25 | 2x5 | 11000 1,0 g 10 é +§
MT390K-160B40R06SD09-1214N [ 160 |12-14 [ 40 | 42 | 43 | 70| 29 | 2x6 [10000] 1,8 E 12 g g 9 .
MT390K-200C40R07SD09-1214N [200 |12-14 [ 40 | 49 | 47 | 96| 31 | 2x7 | 8500 | 2,6 ,% 14 g g
MT390K-100B27R04SD09-1416N [100 |14-16 [ 27 | 23 | 34 | 48| 22 | 2x4 |12500] 0,8 % 8 x i’: ,S_f =
MT390K-125B32R05SD09-1416N 125 |14-16 | 32 | 30 | 38 | 58| 25 | 2x5 | 11000 1,1 10 % +§
MT390K-160B40R06SD09-1416N 160 |14-16 | 40 | 42 | 43 | 70| 29 | 2x6 |10000{ 2,0 12 § §
MT390K-200C40R07SD09-1416N 200 [14-16 | 40 | 49 | 47 | 96| 31 | 2x7 | 8500 | 3,0 14 2 2
MT390K-100B27R03SD12M4-1619N | 100 |16-19 | 27 | 23 | 34 [ 48| 22 | 2x3 | 9000 | 0,9 6
MT390K-125B32R04SD12M4-1619N | 125 |16-19 [ 32 | 30 | 38 | 58| 25 | 2x4 | 8000 | 1,2 8
MT390K-160B40R05SD12M4-1619N [ 160 (16-19 | 40 | 42 | 43 | 70 29 | 2x5 | 7000 | 2,2 §: 10 g g S -
MT390K-200C40R06SD12M4-1619N [ 200 |16-19 [ 40 | 49 | 47 | 96| 31 | 2x6 | 6000 | 3,3 E 12 % +§ g §'
MT390K-250D60R08SD12M4-1619N [ 250 |16-19 | 60 [ 54 [ 50 [130] 32 | 2x8 | 5500 [ 5,7 9; B § 8 2 "
MT390K-315D60R10SD12M4-1619N | 315 |16-19 [ 60 | 86 | 50 |130| 32 | 2x10| 4500 | 9,0 20 <=
MT390K-100B27R03SD12M4-1922N | 100 |19-22 | 27 | 23 | 34 [ 48| 22 | 2x3 | 9000 | 1,0 6
MT390K-100B27R03AD15M5-2225N | 100 | 22-25 [ 27 | 23 | 34 | 48| 22 | 2x3 | 9000 | 0,9 | ADKT15M5..R(L)|3+3 [K390AD15M5R+.L | TA00955-15 | 7015-T
Accessories
Cartridge Cartridge Dowel Dowel Adjusting Cartridge Cartridge
D, screw screw screw screwdriver
mm R,
B4 o | &
For mills without adjustment mechanism on width
80 K390SDO09R/L > = = = H601400-30 7003H
100-315| K390SDO9R/L - - - - H601500-30 7003H
100-315| K390SD09-14R/L - - - - H601500-30 7003H
100-315| K390SD12M4R/L = = = = H601600-30 7003H
100-315| K390AD15M5R/L - - - - H601600-30 7003H
For mills with adjustment mechanism on width
100-315 - KA390SD12M4R/L | LUC-987-4 | T400955-20 H604000-30 H601600-30 7003H
100-315 - KA390AD15M5RIL | LLIC-999-4 | T451155-20|  H606000-30 H601600-30 7003H
100-315 - KA390TP22R/L LIC-999-4 | T451155-20 H608000-30 H601700-30 7003H




MT390K-...R...N

Adjustable full side and facemills with cartridges
with adjustment mechanism on width

*The basic purpose - milling of sloots.

*Highly reliable cassette design.

*Range of adjustment of the cutting width up to 3
mm.

*Deep grooves in one run.

*Fast reequipment of a full side and facemill in half
side and facemill.

*Machining of steel, stainless steel and aluminium
alloy.

*Modified cutter body with adjustment
mechanism on width.

Regular pitch @ Width of cut from j:9 to 35 mm
Dimensions, mm Nmax E ,’ — * -
Code key D| a dla|H|d | L Z |RPM| kg .ﬂ No. Cartridge ;
MT390K-125B32R04SD12M4-1922N | 125(19-22 | 32 | 30| 38 | 58 | 25| 2x4 [8000| 1,4 . 8 % 2
MT390K-160B40R05SD12M4-1922N | 160119-22 | 40 | 42| 43 | 70 | 29| 2x5 |7000| 2,4 g 10 é é 8. —
MT390K-200C40R06SD12M4-1922N | 200 19-22 | 40 [ 49| 47 | 96 | 31| 2x6 |6000| 3,8 E 12 @ + @ g g
MT390K-250D60R08SD12M4-1922N | 2501 19-22 | 60 | 54| 50 | 130| 32| 2x8 |5500| 6,4 8 16 g’ % § "
MT390K-315D60R10SD12M4-1922N | 315(19-22 | 60 | 86| 50 | 130 | 32| 2x10|4500( 10,3 20
MT390K-125B32R04AD15M5-2225N |125 | 22-25| 32 | 30| 38 | 58 | 25| 2x4 |8000( 1,3 4+4
MT390K-160B40R05AD15M5-2225N |160 | 22-25 | 40 | 42|43 | 70 | 29| 2x5 | 7000| 2,3 D
MT390K-200C40R06AD15M5-2225N |200 [ 22-25 | 40 | 49|47 | 96 | 31| 2x6 |6000| 3,8 g 6+6 % »
MT390K-250D60R08AD15M5-2225N |250 | 22-25 | 60 | 54| 50 | 130 | 32| 2x8 |5500|( 6,2 ; 8+8 E % uﬂ) -
MT390K-315D60R10AD15M5-2225N |315 | 22-25 | 60 | 86| 50 | 130 | 32| 2x10|4500( 10,7 E 10+10 ?g * % § g
MT390K-125B32R04AD15M5-2527N |125 | 25-27 | 32 | 30| 38 | 58 | 25| 2x4 |8000| 1,6 é 4+4 g § g "
MT390K-160B40R05AD15M5-2527N |160 | 25-27 | 40 | 42|43 | 70 | 29| 2x5 | 7000| 2,6 S+
MT390K-200C40R06AD15M5-2527N |200 | 25-27 | 40 | 49| 47 | 96 | 31| 2x6 |6500( 4,3 6+6
MT390K-250D60R08AD15M5-2527N |250 | 25-27 | 60 | 54| 50 | 130 | 32| 2x8 |5500( 6,9 8+8
MT390K-315D60R10AD15M5-2527N |315 | 25-27 | 60 | 86| 50 | 130 | 32| 2x10|5000( 12,0 10+10
MT390K-125B32R04TP22-2731N |125|27-31| 32 | 30|38 | 58 | 25| 2x4 |8000( 1,9 8
MT390K-160B40R05TP22-2731N |160|27-31 | 40 | 42|43 | 70 | 29| 2x5 |7000| 3,0 10
MT390K-200C40R06TP22-2731N |200|27-31| 40 | 49|47 | 96 | 31| 2x6 |6500( 4,8 12
MT390K-250D60R08TP22-2731N |250|27-31| 60 | 54|50 | 130| 32| 2x8 |5500( 7,6 & 16 § ﬁ 2
MT390K-315D60R10TP22-2731N |315|27-31| 60 | 86| 50 | 130 | 32| 2x10|5000( 13,3 § 20 E +% ;‘3? |8T
MT390K-125B32R04TP22-3135N |125|31-35| 32 | 30|38 | 58 | 25| 2x4 |8000| 2,2 § 8 g g § R
MT390K-160B40R05TP22-3135N  |160 | 31-35| 40 | 42|43 | 70 | 29| 2x5 | 7000| 3,4 a 10
MT390K-200C40R06TP22-3135N |200 | 31-35| 40 | 49|47 | 96 | 31| 2x6 |6500( 5,3 12
MT390K-250D60R08TP22-3135N |250|31-35| 60 | 54|50 | 130| 32| 2x8 |5500( 8,3 16
MT390K-315D60R10TP22-3135N |315|31-35| 60 | 86| 50 | 130 | 32| 2x10|5000( 14,6 20




MT390K-R...N...
Adjustable full side and facemills with cartridges

*The basic purpose - milling of sloots.

*Highly reliable cassette design.

*Range of adjustment of the cutting width up to

3 mm.

*Deep grooves in one run.

*Fast reequipment of a full side and facemill in
half side and facemill.

*Machining of steel, stainless steel and aluminium

alloy.
Close pitch Width of cut from 12 to 19 mm
Dimensions, mm Nmax 5 T,
Code key D a d|a|H ds L Z |RrRPM| kg a No. |Cartridge * y
MT390K-080A22R04SD09-1214N 80 [12-14| 22 | 15|40 | 38 | 20 | 2x4 [14500| 0,4 8
MT390K-100B27R05SD09-1214N 100 [12-14 | 27 | 23 | 34 48 22 | 2x5 |12500f 0,7 10 % ‘:—g”l
MT390K-125B32R07SD09-1214N 125 |12-14 | 32 | 30 | 38 58 25 | 2x7 |11000f 1,2 ) 14 § * é
MT390K-160B40R09SD09-1214N 160 [12-14 | 40 | 42 | 43 70 29 | 2x9 |10000| 1,8 § 18 Y Q 2 —
MT390K-200C40R11SD09-1214N | 200 [12-14 | 40 | 49 |47 | 96 | 31 |2x11|8500( 2,6 :% 22 g g
MT390K-100B27R05SD09-1416N 100 |14-16 | 27 | 23 |34 | 48 | 22 | 2x5 [12500( 0,8 9; 10 % i s
MT390K-125B32R07SD09-1416N 125 |14-16 | 32 | 30 |38 | 58 | 25 | 2x7 [11000f 1,3 14 % . °8|’
MT390K-160B40R09SD09-1416N 160 [14-16 | 40 | 42 |43 | 70 | 29 | 2x9 [10000f 2,0 18 g é
MT390K-200C40R11SD09-1416N 200 |14-16 | 40 | 49 | 47 96 31 |2x11|8500| 3,0 22 ¢ §2
MT390K-125B32R06SD12M4-1619N | 125 |16-19 | 32 | 30 |38 | 58 | 25 | 2x6 | 8000| 1,5 . 12 % o
MT390K-160B40R07SD12M4-1619N [ 160 [16-19 | 40 | 42 | 43 70 29 | 2x7 | 7000 | 2,3 <§r: 14 § é § -
MT390K-200C40R10SD12M4-1619N | 200 |16-19 | 40 | 49 | 47 96 31 |2x10| 6000 | 3,3 E 20 @ * @ § §
MT390K-250D60R11SD12M4-1619N| 250 (16-19 | 60 | 54 | 50 | 130 | 32 |2x11|5500| 5,7 9; 22 § § E "
MT390K-315D60R12SD12M4-1619N| 315 |16-19 | 60 | 86 | 50 | 130 | 32 |2x12|4500| 9,0 24
Accessories
Cartridge Cartridge Dowel Dowel Adjusting Cartridge | Cartridge
D, screw screw screw screwdriver

" B A o | @

For mills without adjustment mechanism on width

80 | K390SDO9R/L - - - - H601400-30 |  7003H
100-315 | K390SDOYR/L = - = = H601500-30 [  7003H
100-315| K390SD09-14R/L - - - - H601500-30 7003H
100-315 | K390SD12MA4R/L - - - - H601600-30 [  7003H
100-315 | K390AD15MS5RI/L - . = = H601600-30 7003H
For mills with adjustment mechanism on width
100-315 - KA390SD12M4R/L | LUC-987-4 | T400955-20|  H604000-30 H601600-30 [  7003H
100-315 - KA390AD15MS5RIL | LUC-999-4 | T451155-20|  HB06000-30 H601600-30 7003H

100-315 = KA390TP22R/L LLC-999-4 | T451155-20 H608000-30 H601700-30 7003H




MT390K-R...N...

Adjustable full side and facemills with cartridges
with adjustment mechanism on width =

*The basic purpose - milling of sloots.

*Highly reliable cassette design.

*Range of adjustment of the cutting width up to 3
mm.

*Deep grooves in one run.

*Fast reequipment of a full side and facemill in half
side and facemill.

*Machining of steel, stainless steel and aluminium
alloy.

*Modified cutter body with adjustment i
mechanism on width. = -

Close pitch @ Width of cut from 19 to 35 mm
Dimensions, mm Nmax| 5 ,'— - & -
Code key D a [dfa, [H |d L[ Z |rRPM kg ﬂé No. |Cartridge )
MT390K-125B32R06SD12M4-1922N | 125 |19-22 |32 | 30 |38 | 58 |25 |2x6 |8000| 1,6 12
MT390K-160B40R07SD12M4-1922N | 160 [19-22 |40 | 42 |43 | 70 |29 |2x7 |7000| 2,5 g 14 % %I 8. -
MT390K-200C40R10SD12M4-1922N | 200 [19-22 |40 | 49 |47 | 96 |31 |2x10 [6000| 3,8 E 20 é + é g g
MT390K-250D60R11SD12M4-1922N | 250 [19-22 |60 | 54 |50 | 130 | 32 |2x11 [5500| 6,4 (% 22 % % E =
MT390K-315D60R12SD12M4-1922N| 315 |19-22 |60 | 86 |50 | 130 | 32 |2x12 |4500| 10,3 24
MT390K-160B40R07AD15M5-2225N| 160 |22-25 |40 | 42 |43 | 70 |29 | 2x7 |7000( 2,8 7+7
MT390K-200C40R10AD15M5-2225N| 200 |22-25 |40 | 49 |47 | 96 |31 |2x10|6000| 4,3 10+10 v
MT390K-250D60R11AD15M5-2225N| 250 |22-25 |60 | 54 |50 | 130 | 32 |2x11 |5500( 7,1 g 11+11 % uu§: ﬂ. -
MT390K-315D60R12AD15M5-2225N| 315 |22-25 |60 | 86 |50 | 130 | 32 |2x12|4500( 11,7 ué 12+12 g i g g g
MT390K-160B40R07AD15M5-2527N| 160 |25-27 [40 | 42 [43 | 70 |29 | 2x7 |7000] 3,0 £ w1 |& 8| F
MT390K-200C40R10AD15M5-2527N| 200 | 25-27 |40 | 49 |47 | 96 |31 |2x10|6500| 4,8 9( 10+10
MT390K-250D60R11AD15M5-2527N| 250 |25-27 |60 | 54 |50 | 130 | 32 |2x11 |5500( 7,8 11+11
MT390K-315D60R12AD15M5-2527N| 315 | 25-27 |60 | 86 |50 | 130 | 32 |2x12|5000(12,9 12+12
MT390K-160B40R07TP22-2731N 160 [27-31 140 |42 |43 | 70 |29 | 2x7 |7000| 3,4 14
MT390K-200C40R09TP22-2731N 200 |27-31 |40 |49 |47 | 96 |31 | 2x9 |6500] 5,3 18
MT390K-250D60R10TP22-2731N 250 |27-31 |60 | 54 |50 | 130 |32 |2x10|5500| 8,5 g 20 r 9
MT390K-315D60R12TP22-2731N 315 |27-31 |60 | 86 |50 | 130 |32 |2x12|5000( 14,2 § 24 g + g % g
MT390K-160B40R07TP22-3135N 160 [31-35]140 |42 |43 | 70 |29 | 2x7 |7000| 3,8 é 14 é é § R
MT390K-200C40R09TP22-3135N 200 |31-35|40 |49 |47 | 96 |31 | 2x9 |6500]| 5,8 18
MT390K-250D60R10TP22-3135N 250 |31-35|60 | 54 |50 | 130 | 32 |2x10(5500| 9,2 20
MT390K-315D60R12TP22-3135N 315 |31-35|60 | 86 |50 | 130 |32 |2x12|5000(15,5 24




MT390K-S...R...
Half side and facemills with cartridges right handed

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and
facemill.

*Positive geometry.

Regular pitch: machining of steel, stainless steel and alu-
minium alloy.

Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat
resistant alloys, short chipping materials and steel.

Regular pitch

Dimensions, mm nmax | = -

Code key D al d d1i Bl Z | RPM| kg E No. | Cartridge ‘ ’ y
MT390K-080S27R06CC06 80 | 4 |27 | 40 | 12 | 6 [15500] 0,2 2 6
MT390K-100S32R08CC06 100 [ 4 [ 32| 48 | 12 | 8 |[14000| 0,5 % 8 % g § -
MT390K-125S40R10CC06 125 | 4 | 40 | 58 | 12 | 10 |12000( 0,9 = 10 § § g 'é §
MT390K-160S40R12CC06 160 [ 4 | 40 | 58 | 12 | 12 |10500]| 1,4 S 12 v T BRF
MT390K-200S50R14CC06 200 [ 4 [ 50 | 72 | 12 | 14 | 9500 | 2,1 14
MT390K-080S27R06SD09 80 | 7 |27 | 40 | 12 | 6 |[14500] 0,2 : 6 H601400-30
MT390K-100S32R08SD09 20 | 7 |32 | 48 | 12 | 8 [12500| 0,5 g 8 x = 5
MT390K-125S40R10SD09 125 [ 7 [ 40 | 58 | 12 | 10 |[11000] 0,9 ,OO: 10 é % g E z
MT390K-160S40R12SD09 160 | 7 | 40 | 58 | 12 | 12 [10000| 1,4 a 12 § % ?_r § ,8
MT390K-200S50R14SD09 200 | 7 |50 | 72 | 12 | 14 | 8500 | 2,1 14
MT390K-100S32R06SD12M4 | 100 | 9 | 32 | 48 | 19 | 6 | 9000 | 0,7 6
MT390K-125S40R08SD12M4 | 125 | 9 | 40 | 58 | 19 | 8 | 8000 | 0,9 : 8 & 5 °
MT390K-160S40R10SD12M4 | 160 | 9 | 40 | 58 | 19 | 10 | 7000 | 1,8 % 10 § g ; F -
MT390K-200S50R12SD12M4 [ 200 | 9 | 50 | 72 | 19 | 12 | 6000 | 2,8 ; 12 g § § g g
MT390K-250S60R16SD12M4 [ 250 | 9 | 60 | 84 | 19 | 16 | 5500 | 4,8 16 X
MT390K-315S60R20SD12M4 | 315 | 9 | 60 | 84 | 19 | 20 | 4500 | 8,1 20
MT390K-100S32R06AD15M5 | 100 | 11 | 32 | 48 | 20 | 6 | 9000 | 0,7 6
MT390K-125S40R08AD15M5 | 125 | 11 | 40 | 58 | 20 | 8 | 8000 | 0,9 g 8 .
MT390K-160S40R10AD15M5 | 160 | 11 | 40 | 58 | 20 | 10 | 7000 | 1,8 g 10 % g g .
MT390K-200S50R12AD15M5 | 200 | 11 | 50 | 72 20 12 | 6000 | 2,8 E 12 % § § g é
MT390K-250S60R16AD15M5 | 250 | 11 | 60 | 84 | 20 | 16 | 5500 | 4,8 2 16 3 2 I
MT390K-315S60R20AD15M5 | 315 | 11 | 60 | 84 | 20 | 20 | 4500 | 8,1 20
MT390K-125S40R08TP22 125 | 16 | 40 | 58 | 28 | 8 | 8000 | 1,6 8
MT390K-160S40R10TP22 160 | 16 | 40 | 58 | 28 | 10 | 7000 | 2,6 EL: 10 § § f +
MT390K-200S50R12TP22 200 (16 [ 50 | 72 | 28 | 12 | 6500 | 4,3 § 12 % § isr: § oIcg
MT390K-250S60R16 TP22 250 (16 [ 60 | 84 | 28 | 16 | 5500 | 6,9 g 16 ¢ £ = |FR
MT390K-315S60R20TP22 315 |16 | 60 | 84 | 28 | 20 | 5000 | 12,0 20




MT390K-S...R..

Half side and facemills with cartridges right handed

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and
facemill.

*Positive geometry.

Regular pitch: machining of steel, stainless steel and alu-
minium alloy.

Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat
resistant alloys, short chipping materials and steel.

Close pitch

Dimensions, mm nmax | = E _ ’ ’ -
Code key D a d di |B1 Z | RPM| kg No. [Cartridge
MT390K-080S27R08CC06 80 | 4 27 40 |12 8 |15500| 0,2 8
MT390K-100S32R10CC06 100 | 4 32 48 |12 | 10 |14000( 0,5 g 10 % Z é *
MT390K-125S40R14CC06 125 | 4 40 58 |12 | 14 |12000| 0,9 é 14 § % § §§
MT390K-160S40R18CCO06 160 | 4 40 58 |12 | 18 |10500| 1,4 . 18 v - S
MT390K-200S50R22CC06 200 | 4 50 72 |12 | 22 | 9500 | 2,1 22
MT390K-080S27R08SD09 80 | 7 | 27 40 |12 | 8 [14500( 0,2 ) 8 H601400-30
MT390K-100S32R10SD09 100 | 7 32 48 |12 | 10 [12500( 0,5 é 10 % 8 0 .
MT390K-125S40R14SD09 125 | 7 40 58 |12 | 14 |11000| 0,9 § 14 @ é g Fz
MT390K-160S40R18SD09 160 | 7 40 58 |12 | 18 |10000| 1,4 3 18 § % § §§
MT390K-200S50R22SD09 200 | 7 50 72 |12 | 22 | 8500 | 2,1 22
MT390K-125S40R12SD12M4| 125 | 9 40 58 |19 | 12 | 8000 | 0,9 12 g o S
MT390K-160S40R14SD12M4| 160 | 9 40 58 |19 | 14 | 7000 | 1,8 : 14 N § 9 ;I
MT390K-200S50R20SD12M4| 200 | 9 50 72 |19 | 20 | 6000 | 2,8 % 20 g :oo' % gg
MT390K-250S60R22SD12M4| 250 | 9 60 84 |19 | 22 | 5500 | 4,8 E 22 Y - a
MT390K-315S60R24SD12M4| 315 | 9 60 84 |19 | 24 | 4500 | 8,1 @ 24
MT390K-125S40R12AD15M5( 125 | 11 | 40 58 |20 | 12 | 8000 | 0,9 ~ 12 .
MT390K-160S40R14AD15M5| 160 | 11 | 40 58 |20 | 14 | 7000 | 1,8 E 14 % § 5 "
MT390K-200S50R20AD15M5| 200 | 11 | 50 72 |20 | 20 | 6000 | 2,8 E 20 g g g E§
MT390K-250S60R22AD15M5( 250 | 11 | 60 84 |20 | 22 | 5500 | 4,8 g 22 § £ = |RR
MT390K-315S60R24AD15M5| 315 | 11 | 60 84 |20 | 24 | 4500 | 8,1 = 24
MT390K-160S40R14TP22 160 | 16 | 40 58 |28 | 14 | 7000 | 2,6 o 14 x 3 0
MT390K-200S50R18TP22 200 | 16 | 50 72 |28 | 18 | 6500 | 4,3 % 18 E § @ 55
MT390K-250S60R20TP22 250 | 16 | 60 84 |28 | 20 | 5500 | 6,9 § 20 g % § §§
MT390K-315S60R24TP22 315 | 16 | 60 84 |28 | 24 | 5000 |12,0 = 24

Cartridge screw .

Cartridge screwdriver ===

7003H *
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MT390K-...R...R
Half side and facemills with cartridges right handed

Regular pitch

*Highly reliable cassette design.
*Fast reequipment of a half side and facemill in full side and
facemill.
*Positive geometry.
Regular pitch: machining of steel, stainless steel and alu-
minium alloy.
Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat

resistant alloys, short chipping materials and steel.

Dimensions, mm nmax | = E _ ‘ » -
Code key D al|d|a |H d[ L |z |rPm| kg No. |Cartridge
MT390K-080A22R06CCO6R | 80 | 4 | 22|15 | 40 | 38| 20 | 6 [15500( 0,4 2 6 . . .
MT390K-100B27R08CCO6R | 100 | 4 | 27 23 | 34 | 48| 22 | 8 |14000( 0,7 %‘ 8 § g < |+
MT390K-125B32R10CC06R | 125 | 4 | 32|30 | 388 | 58 | 25 | 10 [12000]| 1,2 E 10 § § g §§

3 g g g [RE

MT390K-160B40R12CC06R | 160 | 4 | 40|42 | 43 | 70| 29 | 12 [10500| 1,8 o 12
MT390K-200C40R14CCO6R | 200 | 4 | 40 |49 | 47 | 96 | 31 | 14 | 9500 | 2,6 14
MT390K-080A22R06SDO9R 80 | 7 | 22|15 | 40 | 38| 20| 6 |14500( 0,4 6 H601400-30
MT390K-100B27R08SD09R | 100 | 7 | 27|23 | 34 | 48| 22 | 8 [12500] 0,7 § 8 x 8 &
MT390K-125B32R10SD09R | 125 | 7 | 32 (30 | 38 | 58 | 25 | 10 [11000( 1,2 :%E 10 é % g ENI0
MT390K-160B40R12SD09R | 160 | 7 | 40|42 | 43 | 70| 29 | 12 [10000| 1,8 9; 12 § § § §§
MT390K-200C40R14SDO9R | 200 | 7 | 40|49 | 47 | 96 | 31 | 14 | 8500 | 2,6 14
MT390K-100B27R06SD12M4R | 100 | 9 | 27 [ 23 | 34 | 48| 22| 6 | 9000 | 0,9 6
MT390K-125B32R08SD12M4R | 125 [ 9 | 32 (30 [ 38 | 58 | 25 | 8 | 8000 | 1,2 : 8 x 5 5
MT390K-160B40R10SD12M4R | 160 | 9 | 40 [ 42 | 43 | 70| 29 | 10 | 7000 | 2,2 g 10 § g % - -
MT390K-200C40R12SD12M4R | 200 | 9 | 40 [ 49 | 47 | 96 | 31 | 12 | 6000 | 3,3 E 12 g g % §§
MT390K-250D60R16SD12M4R | 250 | 9 | 60 [ 54 | 50 | 130| 32 | 16 | 5500 | 5,7 2 16 ¢ * ST
MT390K-315D60R20SD12M4R | 315 | 9 | 60 [ 86 | 50 | 130| 32 | 20 | 4500 | 9,0 20
MT390K-100B27R06AD15M5R | 100 | 11 | 27 [ 23 | 34 | 48| 22 | 6 | 9000 | 0,9 6
MT390K-125B32R08AD15M5R | 125 | 11 | 32 (30 | 38 | 58 | 25 | 8 | 8000 | 1,2 - 8 »
MT390K-160B40R10AD15M5R | 160 | 11 | 40 [ 42 | 43 | 70| 29 | 10 | 7000 | 2,2 ;: 10 % S g -
MT390K-200C40R12AD15MS5R | 200 | 11 | 40 [ 49 | 47 | 96 | 31 | 12 | 6000 | 3,3 E 12 % g § gé
MT390K-250D60R16ADI5M5R | 250 | 11 | 60 [ 54 | 50 | 130| 32 | 16 | 5500 | 5,7 é 16 § £ I D
MT390K-315D60R20AD15M5R | 315 | 11 | 60 [ 86 | 50 | 130| 32 | 20 | 4500 | 9,0 20
MT390K-125B32R08TP22R | 125 | 16 | 32 (30 | 38 | 58 | 25 | 8 | 8000 | 1,9 8
MT390K-160B40R10TP22R | 160 | 16 | 40 [ 42 | 43 | 70| 29 | 10 | 7000 | 3,0 % 10 § § f "
MT390K-200C40R12TP22R | 200 | 16 | 40 [ 49 | 47 | 96 | 31 | 12 | 6500 | 4,8 § 12 % § % é‘“IcOB
MT390K-250D60R16TP22R | 250 | 16 | 60 [ 54 | 50 | 130| 32 | 16 | 5500 | 7.8 g 16 ¢ £ FI~F
MT390K-315D60R20TP22R | 315 | 16 | 60 [ 86 | 50 | 130| 32 [ 20| 5000 [ 12,9 20




MT390K-...R...R
Half side and facemills with cartridges right handed

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and
facemill.

*Positive geometry.

Regular pitch: machining of steel, stainless steel and alu-
minium alloy.

Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat
resistant alloys, short chipping materials and steel.

Close pitch

Dimensions, mm Nmax 5 T,
Code key D al|ld|la|H]|d|[L]|Z|rRPM]|Ke E No. | Cartridge ‘ ’ }
MT390K-080A22R08CCO6R | 80 | 4 | 22| 15 [ 40 | 38 | 20| 8 |15500| 0,4 8
MT390K-100B27R10CCO6R | 100 | 4 | 27 | 23 | 34 | 48 | 22| 10|14000]| 0,7 S 10 % 2 § A
MT390K-125B32R14CC06R | 125 | 4 | 32| 30 | 38 | 58 | 25| 14 |12000]| 1,2 g 14 § % g §§
MT390K-160B40R18CC0O6R | 160 | 4 | 40 | 42 | 43 | 70 | 29| 18 |10500]| 1,8 § 18| € = F|RR
MT390K-200C40R22CCO6R | 200 | 4 | 40| 49 | 47 | 96 | 31| 22| 9500 | 2,6 22
MT390K-080A22R08SDO9R 80 7 | 22| 15| 40 | 38| 20| 8 |14500]| 0,4 8 H601400-30
MT390K-100B27R10SDO9R | 100 | 7 | 27 | 23 | 34 | 48 | 22| 10|12500]| 0,7 § 10| g = 9
MT390K-125B32R14SD09R | 125 | 7 | 32| 30 | 38 | 58 | 25| 14 |11000] 1,2 :gj 14 é é g ENIQ
MT390K-160B40R18SDO9R | 160 | 7 | 40| 42 | 43 | 70 | 29| 18 |10000]| 1,8 9; 18| 8 § i 88
MT390K-200C40R22SDO9R | 200 | 7 | 40 | 49 | 47 | 96 | 31| 22| 8500 | 2,6 22
MT390K-125B32R12SD12M4R | 125 | 9 | 32| 30 | 38 | 58 | 25| 12| 8000 | 1,2 2|
MT390K-160B40R14SD12M4R | 160 | 9 | 40 | 42 | 43 | 70 | 29| 14| 7000 | 2,2 ; 14 % § § .
MT390K-200C40R20SD12M4R | 200 | 9 | 40 | 49 | 47 | 96 | 31| 20| 6000 | 3,3 % 20 é g 8 §§
MT390K-250060R22SD12M4R | 250 | 9 | 60 | 54 | 50 | 130| 32| 22| 5500 | 57 | & 22 % 2 s |RR
MT390K-315D60R24SD12M4R | 315 | 9 | 60 | 86 | 50 | 130| 32| 24| 4500 | 9,0 ? 24
MT390K-125B32R12AD15MSR | 125 | 11 | 32 | 30 | 38 | 58 | 25| 12| 8000 | 1,2 _ 2|
MT390K-160B40R14AD15MSR | 160 | 11 | 40 | 42 | 43 | 70 | 29| 14| 7000 | 2,2 E::’ 14 % g g .
MT390K-200C40R20AD15M5R | 200 | 11 | 40 | 49 | 47 | 96 | 31| 20| 6000 | 3,3 % 20 95 S g g‘é
MT390K-250D60R22AD15M5R | 250 | 11 | 60 | 54 | 50 | 130| 32| 22| 5500 | 5,7 % 2| 3 £ T |RR
MT390K-315D60R24AD15M5R | 315 | 11 | 60 | 86 | 50 | 130| 32| 24| 4500 | 9,0 < 24
MT390K-160B40R14TP22R | 160 | 16 | 40 | 42 | 43 | 70 | 29| 14| 7000 | 3,0 o 14 « S 5
MT390K-200C40R18TP22R | 200 | 16 | 40 | 49 | 47 | 96 | 31| 18] 6500 | 4,3 % 18 E ,g § ,’;I
MT390K-250D60R20TP22R | 250 | 16 | 60 | 54 | 50 | 130| 32| 20| 5500 | 7,8 3 20| 3 5 g%
MT390K-315D60R24TP22R | 315 | 16 | 60 | 86 | 50 [ 130| 32| 24| 5000 | 12,6 = 24 - B "

Cartridge screw ’

Cartridge screwdriver ===

7003H *
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MT390K-S...L..
Half side and facemills with cartridges left handed

Regular pitch

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and
facemill.

*Positive geometry.

Regular pitch: machining of steel, stainless steel and alu-
minium alloy.

Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat
resistant alloys, short chipping materials and steel.
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Dimensions, mm nmax | (= & _ ’ ’ -

Code key D a d di [ B1 |z | RPM| kg No. [Cartridge

MT390K-080S27L06CC06 80 4 27 40 | 12 | 6 |[15500( 0,2 " 6 L - .

MT390K-100S32L08CCO06 100 | 4 32 48 | 12 | 8 |[14000( 0,5 § 8 § g o |+

MT390K-125S40L10CC06 125 | 4 40 58 | 12 | 10 |12000]| 0,9 E 10 § § g %é
3] < £ 8 [RR

MT390K-160S40L12CC06 160 | 4 40 58 | 12 | 12 |10500| 1,4 o 12

MT390K-200S50L14CC06 200 | 4 50 72 | 12 | 14 | 9500 | 2,1 14

MT390K-080S27L06SD09 80 7 27 40 12 | 6 |[14500] 0,2 6 H601400-30

MT390K-100S32L08SD09 100 | 7 32 48 | 12 [ 8 |12500( 0,5 § 8 § 8 0 .

MT390K-125S40L.10SD09 125 | 7 40 58 | 12 | 10 |11000| 0,9 'oo_v 10 @ % g bz

MT390K-160S40L.12SD09 160 | 7 40 58 | 12 | 12 |10000| 1,4 g 12 § § § §§

MT390K-200S50L14SD09 200 | 7 50 72 | 12 | 14 | 8500 | 2,1 14

MT390K-100S32L06SD12M4 [ 100 [ 9 32 48 | 19 [ 6 | 9000 | 0,7 6

MT390K-125S40L08SD12M4 | 125 [ 9 40 58 | 19 | 8 | 8000 | 0,9 : 8 = o °

MT390K-160S40L10SD12M4 | 160 [ 9 40 58 | 19 | 10 | 7000 | 1,8 § 10 é g % i -

MT390K-200S50L12SD12M4 | 200 [ 9 50 72 | 19 | 12 | 6000 | 2,8 g 12 % % % gg

MT390K-250S60L16SD12M4 | 250 | 9 60 84 | 19 | 16 | 5500 | 4.8 2 16 g * a

MT390K-315S60L20SD12M4 | 315 [ 9 60 84 | 19 | 20 | 4500 | 8,1 20

MT390K-100S32L06AD15M5 [ 100 | 11 | 32 48 | 20 [ 6 | 9000 | 0,7 6

MT390K-125S40L08AD15M5 | 125 | 11 | 40 58 | 20 | 8 | 8000 | 09 - 8 .

MT390K-160S40L10AD15M5 | 160 | 11 | 40 58 | 20 | 10 | 7000 | 1,8 E 10 % § 5 "

MT390K-200S50L12AD15M5 | 200 | 11 | 50 72 | 20 | 12 | 6000 | 2,8 § 12 g g g E§

MT390K-250S60L16AD15M5 | 250 | 11 | 60 84 | 20 | 16 | 5500 | 4.8 é 16 § £ = |FR

MT390K-315S60L20AD15M5 | 315 | 11 | 60 84 | 20 | 20 | 4500 | 8,1 20

MT390K-125S40L08TP22 125 | 16 | 40 58 | 28 | 8 | 8000 | 1,6 8

MT390K-160S40L10TP22 160 | 16 | 40 58 | 28 | 10 | 7000 | 2,6 a 10 ﬁ § f "

MT390K-200S50L12TP22 200 | 16 | 50 72 | 28 | 12 | 6500 | 4,3 % 12 % § is‘z 5018
= @ o = [RR

MT390K-250S60L16TP22 250 | 16 | 60 84 | 28 | 16 | 5500 | 6,9 O 16 T

MT390K-315S60L20TP22 315 | 16 | 60 84 | 28 | 20 | 5000 [12,0 . 20




MT390K-S...L..
Half side and facemills with cartridges left handed

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and

facemill.
*Positive geometry.

Regular pitch: machining of steel, stainless steel and alu-

i
'

2

03
(e

minium alloy. | e -OI-O
Close pitch: effective milling of narrow dgtails such as brack- g\f Du—
ets, levers by sets of mills. Machining titanium alloys, heat L
resistant alloys, short chipping materials and steel. ﬁ‘*
! .*|_3_+|
Close pitch
Dimensions, mm nmax | = -
Code key D a d di | B1| z | rRPM| kg B No. [Cartridge ’ &
MT390K-080S27L08CC06 80 4 27 40 12 | 8 |15500| 0,2 8
MT390K-100S32L10CC06 100 4 32 48 12 | 10 |14000| 0,5 g 10 % 2 é :
MT390K-125S40L.14CC06 125 4 40 58 12 | 14 |12000| 0,9 § 14 § % § § é
MT390K-160S40L18CC06 160 4 40 58 12 | 18 [10500| 1,4 § 18 g = F ==
MT390K-200S50L22CC06 200 4 50 72 12 | 22 | 9500 | 2,1 22
MT390K-080S27L08SD09 80 7 27 40 | 12 | 8 |[14500( 0,2 8 H601400-30
MT390K-100S32L10SD09 100 7 32 48 12 | 10 [12500| 0,5 é 10 § 8. g:' .
MT390K-125S40L.14SD09 125 7 40 58 12 | 14 |11000| 0,9 'é 14 @ é g : z
MT390K-160S40L18SD09 160 7 40 58 12 | 18 |10000| 1,4 E 18 g % E § ,8
MT390K-200S50L.22SD09 200 7 50 72 12 | 22 | 8500 | 2,1 ? 22
MT390K-125S40L.12SD12M4 | 125 9 40 58 19 | 12 | 8000 | 0,9 12 g o o
MT390K-160S40L14SD12M4 | 160 9 40 58 19 | 14 | 7000 | 1,8 . 14 & 2 g +
: Ia) Q To) —
MT390K-200S50L20SD12M4 | 200 9 50 72 19 | 20 | 6000 | 2,8 % 20 g g § 8' g
MT390K-250S60L22SD12M4 | 250 9 60 84 19 | 22 | 5500 | 4,8 E 22 g z = R R
MT390K-315S60L24SD12M4 | 315 9 60 84 19 | 24 | 4500 | 8,1 @ 24
MT390K-125S40L12AD15M5 | 125 11 40 58 20 | 12 | 8000 | 0,9 ~ 12 B
MT390K-160S40L14AD15M5 | 160 11 40 58 20 | 14 | 7000 | 1,8 E 14 % § E +
MT390K-200S50L20AD15M5 | 200 11 50 72 20 | 20 | 6000 | 2,8 % 20 g g g E §
MT390K-250S60L22AD15M5 | 250 11 60 84 20 | 22 | 5500 | 4,8 g 22 § % F =
MT390K-315S60L24AD15M5 | 315 11 60 84 20 | 24 | 4500 | 8,1 < 24
MT390K-160S40L14TP22 160 16 40 58 28 | 14 | 7000 | 2,6 2 14 - 3 0
MT390K-200S50L18TP22 200 16 50 72 28 | 18 | 6500 | 4,3 % 18 E '% % g z
MT390K-250S60L20TP22 250 | 16 60 84 28 | 20 | 5500 | 6,9 % 20 g % § § '8
MT390K-315S60L24TP22 315 16 60 84 28 | 24 | 5000 | 12,0 = 24

Cartridge screw .

Cartridge screwdriver ===

7003H *
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MT390K-...R...L
Half side and facemills with cartridges left handed

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and
facemill.

*Positive geometry.

Regular pitch: machining of steel, stainless steel and alu-
minium alloy.

Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat
resistant alloys, short chipping materials and steel.

Regular pitch

Dimensions, mm Nmax E T,
Code key D |a|d|a |H|d |[L[Z]|[rPM]|Kg E No. carridge| @I ’ ‘
MT390K-080A22R06CCO6L. | 80 |4 | 2215 | 40 | 38 [20 | 6 |15500( 0,4 6
MT390K-100B27R08CCO6L. | 100 | 4 | 27 [ 23 | 34 | 48 |22 | 8 |14000( 0,7 § 8 % g g *
MT390K-125B32R10CC06L | 125 |4 | 32|30 [ 38 | 58 | 25 | 10 [12000]| 1,2 § 10 § % § §§
MT390K-160B40R12CCO6L | 160 | 4 | 40 | 42 | 43 | 70 |29 | 12 |10500]| 1,8 § 12 v - S
MT390K-200C40R14CCO6L | 200 | 4 | 40 | 49 | 47 | 96 |31 | 14| 9500 | 2,6 14
MT390K-080A22R06SD09L 80 |7 |22|15| 40 | 38 |20 | 6 [14500]| 0,4 6 H601400-30
MT390K-100B27R08SD09L | 100 | 7 | 27 | 23 | 34 | 48 |22 | 8 |12500| 0,7 g 8 § 2 & .
MT390K-125B32R10SD09L. | 125 |7 | 32 |30 | 38 | 58 |25 | 10 |11000]| 1,2 g 10 @ é g bz
MT390K-160B40R12SD09L | 160 | 7 | 40 | 42 | 43 | 70 |29 | 12 |10000]| 1,8 E 12 § § § §§
MT390K-200C40R14SD09L | 200 | 7 | 40 [ 49 | 47 | 96 [31 | 14| 8500 | 2,6 ? 14
MT390K-100B27R06SD12M4L| 100 | 9 | 27 | 23 | 34 | 48 |22 | 6 | 9000 | 0,9 6
MT390K-125B32R08SD12M4L| 125 | 9 | 32 (30 | 38 | 58 (25 | 8 | 8000 | 1,2 8 = ° 5
MT390K-160B40R10SD12M4L| 160 | 9 | 40 | 42 | 43 | 70 | 29 | 10| 7000 | 2,2 <§r 10 § % % ;I
MT390K-200C40R12SD12M4L| 200 | 9 | 40 | 49 | 47 | 96 |31 | 12| 6000 | 3,3 E 12 § § § §§
MT390K-250D60R16SD12M4L| 250 [ 9 | 60 | 54 | 50 | 130 | 32 | 16 | 5500 | 5,7 5 16 Y * i
MT390K-315D60R20SD12M4L| 315 [ 9 | 60 | 86 | 50 | 130 | 32 | 20 | 4500 | 9,0 20
MT390K-100B27R06AD15M5L| 100 |11 | 27 [ 23 | 34 | 48 (22 | 6 | 9000 | 0,9 6
MT390K-125B32R08AD15M5L| 125 |11 | 32 (30 | 38 | 58 [25 | 8 | 8000 | 1,2 ~ 8 .
MT390K-160B40R10AD15M5L| 160 |11 | 40 | 42 | 43 | 70 | 29 | 10| 7000 | 2,2 5{ 10 % § f "
MT390K-200C40R12AD15M5L| 200 |11 | 40 | 49 | 47 | 96 |31 | 12| 6000 | 3,3 % 12 g § é E§
MT390K-250D60R16AD15M5L| 250 |11 | 60 | 54 | 50 | 130 | 32 | 16 | 5500 | 5,7 'g 16 § £ = [RR
MT390K-315D60R20AD15M5L| 315 |11 | 60 | 86 | 50 | 130 | 32 | 20 | 4500 | 9,0 = 20
MT390K-125B32R08TP22L | 125 |16 | 32 |30 [ 38 | 58 |25 | 8 | 8000 | 1,9 8
MT390K-160B40R10TP22L. | 160 |16 | 40 | 42 | 43 | 70 |29 | 10| 7000 | 3,0 % 10 g 2 g +
MT390K-200C40R12TP22L | 200 |16 | 40 | 49 | 47 | 96 |31 | 12| 6500 | 4,8 § 12 'é g § g'oIcg
MT390K-250D60R16TP22L | 250 |16 | 60 | 54 | 50 | 130 | 32 | 16 | 5500 | 7,8 %E 16 2 £ B (==
MT390K-315D60R20TP22L. | 315 |16 | 60 [ 86 | 50 | 130 |32 | 20| 5000 [12,9 20




MT390K-...R...L

Half side and facemills with cartridges left handed

*Highly reliable cassette design.

*Fast reequipment of a half side and facemill in full side and

facemill.

*Positive geometry.
Regular pitch: machining of steel, stainless steel and alu-
minium alloy.
Close pitch: effective milling of narrow details such as brack-
ets, levers by sets of mills. Machining titanium alloys, heat

resistant alloys, short chipping materials and steel.

Close pitch
Dimensions, mm Nmax 5 T

Code key Dfa|[d|a | H|d [L Z | RPM | kg E No. |Cartridge ' ’ }
MT390K-080A22R08CCO6L 80 | 4 22 | 15| 40 | 38| 20 8 |15500| 0,4 8
MT390K-100B27R10CC06L 100 | 4 27 | 23 | 34 48 | 22 10 |14000| 0,7 § 10 g g § +
MT390K-125B32R14CC0O6L 125 | 4 32| 30 | 38 58 | 25 14 |12000| 1,2 % 14 é % g % g
MT390K-160B40R18CCO6L 160 | 4 40 | 42 | 43 70 | 29 18 |10500| 1,8 § 18 - = F =
MT390K-200C40R22CCO0O6L 200 | 4 40 | 49 | 47 96 | 31 22 | 9500 | 2,6 22
MT390K-080A22R08SD0IL 80 [ 7 22| 15| 40 | 38|20 | 8 [14500| 0,4 8 H601400-30
MT390K-100B27R10SD09L 100 | 7 27 | 23 | 34 | 48| 22 10 | 12500 0,7 § 10 § 8. f' N
MT390K-125B32R14SD09L 125 | 7 32 | 30 | 38 | 58|25 14 | 11000 1,2 § 14 @ é g ; c%
MT390K-160B40R18SD09L 160 | 7 40 | 42 | 43 | 70 | 29 18 |[10000| 1,8 E 18 § % ?_r § §
MT390K-200C40R22SD09L 200 | 7 40 | 49 | 47 96 | 31 22 | 8500 | 2,6 ? 22
MT390K-125B32R12SD12M4L (125 | 9 32| 30 | 38 58 | 25 12 | 8000 | 1,2 12 »
MT390K-160B40R14SD12M4L [160 | 9 40 | 42 | 43 70 | 29 14 | 7000 | 2,2 <r 14 % § § +
MT390K-200C40R20SD12M4L (200 | 9 40 | 49 | 47 96 | 31 20 | 6000 | 3,3 g 20 é' g § g §
MT390K-250D60R22SD12M4L | 250 | 9 60 | 54 | 50 | 130| 32 22 | 5500 | 5,7 E 22 g)) £ F—B R R
MT390K-315D60R24SD12M4L | 315 | 9 60 | 86 | 50 | 130| 32 24 | 4500 | 9,0 ? 24
MT390K-125B32R12AD15M4L |125 | 11 | 32 | 30 | 38 | 58 | 25 12 | 8000 | 1,2 . 12 .
MT390K-160B40R14AD15M5L (160 | 11 | 40 | 42 | 43 70 | 29 14 | 7000 | 2,2 EEI’ 14 % § § +
MT390K-200C40R20AD15M5L (200 | 11 | 40 | 49 | 47 96 | 31 20 | 6000 | 3,3 ugu 20 g % g E §
MT390K-250D60R22AD15M5L [250 | 11 | 60 | 54 | 50 | 130]| 32 22 | 5500 | 5,7 E 22 § % F RR
MT390K-315D60R24AD15M5L (315 | 11 | 60 | 86 | 50 | 130]| 32 24 | 4500 | 9,0 9’: 24
MT390K-160B40R14TP22L 160 | 16 | 40 | 42 | 43 | 70 | 29 14 | 7000 | 3,0 & 14 o = 0
MT390K-200C40R18TP22L 200 | 16 | 40 | 49 | 47 96 | 31 18 | 6500 | 4,3 % 18 E §I g g %

g

MT390K-250D60R20TP22L 250 | 16 | 60 | 54 | 50 | 130| 32 20 | 5500 | 7,8 § 20 5 % § § '8
MT390K-315D60R24TP22L 315|116 | 60 | 86 | 50 | 130| 32 24 | 5000 | 12,6 = 24

Cartridge screw '

Cartridge screwdriver ===

7003H *
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ADD adjustable full side and facemills with cartridges for steel, stainless
steel, cast iron and aluminium alloys

*highly reliable cartridges design

*range of adjustment of the cutting width
up to 3 mm.

* high effective milling of narrow details
such as brackets, levers by sets of mills.

* deep grooves in one run.

* fast reequipment of a full side and facemill
in half side and facemill.

* regular and close pitch.

Adjustment procedures of adjustable full side and facemills

Ideally, insert adjustment can be carried out on a shadowgraph. Alternately, the side and facemill can be mounted on a set-
up turntable or other device having a flat-button indicator point. If no other means is available, an indicator may be used in

conjuction with the machine spindle.
Install the indicator on adjusted size, which depends on adjusted widths of cut and value thickness hubs of the facemill.

Calculation value adjusted size on formula:

L=C+ (Bl _ Bi- a) ,Where
B1 — thickness hubs of the mill;
a — adjusted widths;
C - height of the mounting disk.
5 - -~
Example MT390K-S200N11SD09-1214: C=10 mm, B1=12 mm, a=13,5 mm, then [ oA
| 1
——
12-135 i
L=10+(12- =-=)=2275 mm. = O —

Before installing the side and facemill on mounting disk necessary to check the condition of the base surfaces facemill on absence
mechanical damages.
1. Loosen the cartridge screw 1/4 turn.
2. The Moving cartridge is on base surface facemill to obtain zero of the indicator on adjusted size.
3. Fasten the screw and tightening torque to 9 Nm.
4. Remove the reference insert and do the same for the following cartridge. By adjustment pay attention to the similar position of marked
peak in pockets of all cartridges.

After adjusting first sides to go to adjustment second sides, repeating actions described above.




New design of side and facemills MT390K.. @

with the adjustment mechanism on width

Adjustment of side and facemills on width:

For adjustment it is necessary:

-To loosen a cartridge screws (8) to 2 Nm.

-To unscrew the adjustment screw (5.1) on the distance providing cartridge movement. The maximum distance of
adjustment is 2 mm.

-To adjust necessary width of mill screwing the screw (5.2).

-To tighten cartridges screws (8) with tightening torque of 9 Nm.

-To fix screws (5.1) and (5.2) against the dowel (6), for protection from cartridge displacement during the milling.

-To check up motion variation if it exceeds 0,01 mm, it is neccessary to carry out the readjustment. Adjustment is
made for the left cartridges in the opposite side. Necessary adjustment is carried out for all cartridges in cutter body.

Calculation of value of movement of cartridge:

X =

B1 - initial width of cut.
B - neccessary width of cut.
X - value of movement.

B -

B

1. Cutter body.
2. Cartridge.

3. Insert screw
4. Insert.

5.1, 5.2 Adjusting screw.

6. Dowel.
7. Dowel screw.

8. Cartridge screw.

Disk mills close pitch

1
, Where

ADD disk mills with cartridges close pitch present the biggest number of teeth in the world , that quarantees
fantastic productivity together with the high reliability of the maching process.

Effective number of teeth

14 - -
mmm - disk mills of the ADD
mm - disk mills of the other world known manufacturers
) IIIII
0 -
<O [ |©O (00N | IS (O |0 (NN |0 N (W |(T([O|0 N0 (0N (| N || N[N W (0 |N (WD
o A b A Bl B Do A D I R N Y B b A D R R N N N b N R N R R e R R R Y 4
N | |N [ [O[0ON T |O[0O|N | [0 NN |[O |0 N (0|00 N[O |0 |N (WD |0 N (O |0 N (W |0 |
—TA A |A A A lA|[dAldldldINININIM[dlAdAldATdINININIMN|[dldINITNINI®M|dldINININTM
100 125 160 200 250 315

Diameter and width of cut, mm
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MT370L
Gear roughing cutters

T
m D | z B H R
Module d ae g & -
Code key mm mm mm mm mm | mm No.
MT370L-160S40N02SN12-m8 | 160 | 2 | 40 i
g [ MT370L-200S50NO3SN12-m8 | 200 | 3 ] 50 f 184 42 | 27 [15| sNGQ1205R1.5 [ 18 [1400890-15| 7015-T
MT370L-250S60N04SN12-m8 | 250 | 4 | 60 24
MT370L-315S80N05SN12-m8 | 315 | 5 | 80 30
MT370L-160S40N02SN12-m10] 160 | 2 | 40 8+8
10 | MT370L-200S50N03SN12-m10[ 200 | 3 | 50 25 | 58 35 | 2 | + SNGQ1206 R2 [12+12 |1451155.20| 7020-T
MT370L-250S60N04SN12-m10| 250 4 60 SNGQ1206 DNT | 16+16
MT370L-315S80N05SN12-m10| 315 | 5 | 80 20+20
MT370L-200S50N03SN12-m12] 200 | 3 | 50 12+18
12 [MT370L-250S60N04SN12-m12| 250 | 4 | 60 35 | 7,2 50 | 3 [ + SNGQL207R3 Hersitras1155-20( 7020-T
MT370L-315S80N05SN12-m12| 315 | 5 | 80 ENEIORZ0T DN | ey
MT370L-200S50N03SN12-m14] 200 | 3 | 50 SNGO1207R5 | 12718
14 [MT370L-250S60N04SN12-m14| 250 | 4 | 60 35 | 84 50 | 5 | *queoisor par | 16724 |T451155-20f 7020-T
MT370L-315S80N05SN12-m14| 315 | 5 | 80 20+30
MT370L-250S60N04SN12-m16] 250 | 4 | 60 SNGO1207 R6 | 16+24
16 VT370L-315580N05SN1Z-mi6| 315 | 5 | 80 %0 (10 3 |75 | *5NGO1207 DNT [20+30 | 40145520 7020-T
MT370L-250S60N04SN12-m20] 250 | 4 | 60 SNGQ1207 Re | 032
20 [ MT370L-315S80N05SN12-m20| 315 | 5 | 80 52 | 12 65 | 4 | *oNGQi207 DNT | 20740 | T461455.20] 7020-T
MT370L-360S80N06SN12-m20| 360 | 6 | 80 24+48
MT370L-250S60N04SN12-m22| 250 | 4 | 60 SNGQ1207 Re |03
22 [ MT370L-315S80N05SN12-m22| 315 | 5 | 80 52 | 132 | 65 | 4 | +qucodsor par [20740| 145145520 7020-T
MT370L-360S80N06SN12-m22| 360 | 6 | 80 24+48
24 | MT370L-315S60N04SN12-m24| 315 | 4 | 60 2 | 146 | 84 | 20| +SNGQI207 R10 [52+12 | 1451455 20| 70207
MT370L-360S80N04SN12-m24| 360 | 4 | 80 SNGQ1207 DNT [52+12
MT370L-315580N04SN12-m26] 316 | 4 | 80 52712
26 [ MT370L-360S80N04SN12-m26| 360 | 4 | 80 72 | 159 | 84 |10 | +SNGQ1207RIO 5527957 T451455-20| 7020-T
MT370L-400S80NO5SN12-m26] 400 | 5 | 80 SNGQ1207 DNT 55.60
MT370L-315S80N04SN12-m30] 316 | 4 | 80 5212
30 [MT370L-360S80N04SN12-m30| 360 | 4 | 80 72 | 184 | 84 |12 +§“§811§877 g&ﬁ 52+12 | T451455-20| 7020-T
MT370L-400S80NO5SN12-m30| 400 | 5 | 80 20+60
24 | MT370L-360S80N05SN12-m34| 360 | 5 | 80 +SNGQI207 R13 | 20%90 |1451455.20| 70201
MT370L-400S80NO6SN12-m34| 400 | 6 | 80 8 | 21 | 100 |13 | SNGQ1207DNT [54: 708
MT370L-360S80NO5SN12-m36| 360 | 5 | 80 TSNGQ1207 R13 |20+90 ] -
% MT370L-400S80N06SN12-m36| 400 | 6 80 8 | 223 | 100 13 SNGQ1207 DNT |24+108 145145520 7020-T




General information

The large-sized mills for milling of engine crankshafts, gen-
erator slots, turbine rotors and seaborne machinery have a
special place among ADD special design mills. Gear-cutting
hob with the module up m7 to m24 on accuracy class “B” are
produced.

The style with protuberance is also available.
The unique production technique of these mills is based on
know-how.

Special large-sized mills for crankhaft have two base styles:
1. Cartridge style.

2. Wedge style.

ADD produce both styles of mills with an internal or outside
arrangement of cutting teeth.

Besides ADD produces special mills for an airspace,
automobile and railwai industry. The mill designs are based
on using standard elements of mills ADD from the general

catalogue. It is about 50% of total production volume.

87



88




Application fields carbide grade for drilling

Grade
designation

Application range
25 35

Material group

P

M K

0p)
Z

05 15 45

10 20 40 50

Stainless

Cast iron

Heat resistant
alloys and
titanium alloys
Aluminium
alloys and
copper alloys
Hard materials

(@)

Wear resistance

- coated carbide grade

Toughness

|

. Main application
O Extended application

Main application

—

Application range accotring to ISO

HC...

Type description coated carbide crage for drilling

<@

HCP30B Universal high-production coated grade for all kinds of steel including stainless steel. Very tough and
resistant against edge chipping. Good balance of toughness and wear resistance, combined with high

M25-M35

edge strength, makes for cost - effective drilling on the high feed. Extended application for heat resisting

alloys and nonferrous metals.

S25-S35
N25-N35

Choice cutting speed and definition of feed rates for drilling

Cutting speed Diameter (mm)
ISO | \Work materials Ve (mimin)
HCP30B UD 19-20 | 21-23 | 24-27 | 28-32 33-36
Feed/tooth (mm/tooth)
3D-4D | 0,05-0,18 | 0,05-0,20 | 0,06-0,22 | 0,06-0,24 | 0,06-0,24
Regilesies Ly 5D 0,04-0,12 | 0,04-0,15 | 0,06-0,17 | 0,06-0,19 | 0,06-0,19
Low-alloy steel R 3D-4D | 0,05-0,20 | 0,06-0,22 | 0,07-0,23 | 0,07-0,25 | 0,07-0,25
5D 0,05-0,15 | 0,05-0,17 | 0,07-0,18 | 0,08-0,20 | 0,08-0,20
High-alloy steel and cast steel B 3D-4D | 0,05-0,18 | 0,06-0,20 | 0,07-0,23 | 0,07-0,25 | 0,07-0,25
5D 0,05-0,13 | 0,05-0,15 | 0,07-0,17 | 0,08-0,19 | 0,08-0,19
i 3D-4D | 0,05-0,15 | 0,06-0,15 | 0,06-0,17 | 0,06-0,19 | 0,06-0,19
Stainless steel and cast steel 80-150
5D 0,04-0,08 | 0,04-0,10 | 0,06-0,12 | 0,07-0,15 | 0,07-0,15
] 3D-4D | 0,05-0,15 | 0,05-0,16 | 0,05-0,18 | 0,06-0,18 | 0,06-0,18
Stainless steel and cast steel 80-120
5D 0,04-0,13 | 0,05-0,15 | 0,05-0,16 | 0,05-0,16 | 0,05-0,16
Grey cast iron 100-200 3D-4D | 0,08-0,24 | 0,10-0,25 | 0,10-0,28 | 0,10-0,28 | 0,10-0,30
5D 0,08-0,22 | 0,10-0,23 | 0,10-0,25 | 0,10-0,25 | 0,10-0,25
Nodular cast iron B— 3D-4D | 0,08-0,22 | 0,10-0,25 | 0,10-0,28 | 0,10-0,28 | 0,10-0,28
5D 0,08-0,18 | 0,10-0,23 | 0,10-0,25 | 0,10-0,25 | 0,10-0,22
T 50 3D-4D | 0,08-0,21 | 0,10-0,25 | 0,10-0,28 | 0,10-0,28 | 0,10-0,30
5D 0,08-0,16 | 0,10-0,20 | 0,10-0,22 | 0,10-0,22 | 0,10-0,22
N 3D-4D | 0,08-0,15
Aluminium wrought alloys 150-500 5D 0,08-0,14 0,10-0,15 | 0,10-0,15 | 0,10-0,17 | 0,10-0,17
D-4D
N | Aluminium cast alloys 150-350 3 5D 0,08-0,15 | 0,10-0,20 | 0,10-0,20 | 0,10-0,22 | 0,10-0,22
150-400 3D-4D 1 0,08-0.18 0,10-0,18 | 0,10-0,18 | 0,10-0,20 | 0,10-0,20
Copper and copper alloys - 5D 0,08-0,16 ,10-0, ,10-0, ,40-0, ,40-0,
) | 20-80 3D-4D | 0,04-0,08 | 0,05-0,08 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12
S Heat resistant alloys 5D 0,04-0,06 | 0,04-0,06 | 0,04-0,07 | 0,05-0,08 | 0,05-0,08
L 3D-4D | 0,07-0,10 | 0,05-0,12 | 0,06-0,12 | 0,07-0,15 | 0,07-0,15
Titanium alloys 40-100
5D 0,04-0,08 | 0,05-0,11 | 0,05-0,11 | 0,06-0,12 | 0,07-0,12
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DT190..-3D
Drilling tools with internal coolant supply

*Op imized for high feed rates.

*Long tool life thanks to cutter body coating.
*4 cutting edges per insert.

*For general drilling of steels, stainless steel,
cast irons and non ferrous metals.

o
Hole depth 3D Straight shank with sloping clamping surface DIN 1835 E
Dimensions, mm \
Code key D H h L d di ‘ No. & i
DT190-019WN25R01S005-3D-IK 19 75 57 131 25 32 2
DT190-019,5WN25R01S0O05-3D-IK | 19,5 | 77 59 133 25 32 2 7007-T
SOMTO050206ER T220555-07 1.0 Nm
DT190-020WN25R01S005-3D-IK 20 78 60 134 25 32 2 ’
DT190-020,5WN25R01S0O05-3D-IK | 20,5 | 80 62 136 25 32 2
DT190-021WN25R01S006-3D-IK 21 82 63 138 25 32 2
DT190-021,5WN25R01S0O06-3D-IK | 21,5 | 84 65 140 25 32 2
DT190-022WN25R01S006-3D-IK 22 85 66 141 25) 32 SOMTO06M307ER 2 T220555-07 I%OL;
DT190-022,5WN25R01S006-3D-IK | 22,5 | 87 68 143 25 32 2
DT190-023WN25R01S006-3D-IK 23 88 69 144 25 32 2
DT190-023,5WN25R01S006-3D-IK | 23,5 | 90 71 146 25 32 2
DT190-024WN32R01S007-3D-IK 24 | 95 72 155 32 40 2
DT190-024,5WN32R01S0O07-3D-IK | 24,5 | 97 74 157 32 40 2
DT190-025WN32R01S007-3D-IK 25 98 75 158 32 40 2
DT190-025,5WN32R01S0O07-3D-IK | 25,5 | 100 7 160 32 40 SOMTO70308ER 2 T250655-08AP 1020’?‘;
DT190-026WN32R01S0O07-3D-IK 26 | 101 78 161 32 40 2
DT190-026,5WN32R01S0O07-3D-IK | 26,5 | 103 80 163 32 40 2
DT190-027WN32R01S007-3D-IK 27 | 104 81 164 32 40 2
DT190-027,5WN32R01S0O07-3D-IK | 27,5 | 106 83 166 32 40 2
Carbide grade Dimensions
ic | S d1 r
Code key mm
SOMTO050206ER SIORINEIEN2A5 2,5 0,6

& SOMTO6M307ER 65| 61| 30 2,5 0,7

oeleo @ @®crs
. . . . . HCP30B
olololo|o]rcrsos
ol|olololo|rcrsos
o|ololo|o|Hcrsos

SOMTO070308ER 77 | 73| 33 2,9 0,8
SOMTO8T308ER 89 | 85| 38 SIS 0,8
SOMT100408ER 101 ] 9.6 | 4,4 4,1 0,8




DT190..-3D
Drilling tools with internal coolant supply

*Optimized for high feed rates.

*Long tool life thanks to cutter body coating.
*4 cutting edges per insert.

*For general drilling of steels, stainless steel,
cast irons and non ferrous metals.

S
Hole depth 3D Straight shank with sloping clamping surface DIN 1835 E
Dimensions, mm \
Code key D h H L d dl ‘ No. # %
DT190-028WN32R01S008-3D-IK | 28 | 84 | 107 | 167 32 40 2
DT190-028,5WN32R01S008-3D-IK | 28,5 | 86 | 109 [ 169 32 40 2
DT190-029WN32R01S008-3D-IK | 29 | 87 | 110 | 170 32 40
DT190-029,5WN32R01S008-3D-IK | 29,5 | 89 | 112 | 172 32 40 2
DT190-030WN32R01S008-3D-IK | 30 | 90 | 113 | 173 32 40 SOMTO8T308ER 2 | T300755-08 ;,Ozoﬁl-;
DT190-030,2WN32R01S008-3D-IK | 30,5 | 92 | 115 | 175 32 40 2
DT190-031WN32R01S008-3D-IK | 31 | 93 | 116 | 176 32 40 2
DT190-031,5WN32R01S008-3D-IK | 31,5 | 95 | 118 | 178 32 40 2
DT190-032WN32R01S008-3D-IK | 32 | 96 | 119 | 179 32 40 2
DT190-032,5WN40R01S010-3D-IK | 32,5 | 98 | 124 | 192 40 50 2
DT190-033WN40R01S010-3D-IK | 33 | 99 | 125 | 193 40 50 2
DT190-033,5WN40R01S010-3D-IK | 33,5 | 101 | 127 | 195 40 50 2
DT190-034WN40R01S010-3D-IK | 34 | 102 | 128 | 196 40 50 2
DT190-034,5WN40R01S010-3D-IK | 34,5 | 104 | 130 | 198 40 50 SOMT100408ER 2 | T400955-15 471,051;-;
DT190-035WN40R01S010-3D-IK | 35 | 105 | 131 | 199 40 50 2
DT190-035,5WN40R01S010-3D-IK | 35,5 | 107 | 133 | 201 40 50 2
DT190-036WN40R01S010-3D-IK | 36 | 108 | 134 | 202 40 50 2
DT190-036,5WN40R01S010-3D-IK | 36,5 | 110 | 136 | 204 40 50 2
Carbide grade Dimensions
% % % % § ic I S d1 r
o o o o a
Code key % %:) (j:J %:) LI) mm
SOMT050206ER | @) [ ) (@) (@) Q|59 |55| 25| 25 | 06
SOMTO06M307ER | @) o (@) (@) Q|65 | 61|30 |25 | 07
SOMTO070308ER | @) o (@) (@) O|77| 73|33 | 29 | 08
SOMTO08T308ER | @) [ ) (@) (@) Q|89 |85|38 | 35 | 08
SOMT100408ER | @) [ ) (@) (@) Q|01 96| 44 | 41 | 08




DT190..-4D (I
Drilling tools with internal coolant supply

*Optimized for high feed rates.

*Long tool life thanks to cutter body coating.
*4 cutting edges per insert.

*For general drilling of steels, stainless steel,
cast irons and non ferrous metals.

O
Hole depth 4D Straight shank with sloping clamping surface DIN 1835 E
Dimensions, mm \
Code key D h H L d d1l ‘ No. & b8
DT190-019WN25R01S005-4D-IK| 19 | 76 94 150 25 32 2 7007-T
SOMTO050206ER 122055507 | 4 oNm
DT190-020WN25R01S005-4D-IK| 20 | 80 98 154 25 32 2 '
DT190-021WN25R01S006-4D-IK| 21 | 84 103 159 25 32 2
DT190-022WN25R01S006-4D-IK| 22 | 88 107 163 25 32 SOMTO6M307ER 2 | T220555-07 I%OL';
DT190-023WN25R01S006-4D-IK| 23 | 92 111 167 25 32 2
DT190-024WN32R01S007-4D-IK| 24 | 96 119 179 32 40 2
DT190-025WN32R01S007-4D-IK| 25 | 100 123 183 32 40 SOMTO70308ER 2 | o50655.08AP 10202-;
DT190-026WN32R01S007-4D-IK| 26 | 104 127 187 32 40 2
DT190-027WN32R01S007-4D-IK| 27 | 108 131 191 32 40 2
DT190-028WN32R01S008-4D-IK| 28 | 112 135 195 32 40 2
DT190-029WN32R01S008-4D-IK| 29 | 116 139 199 32 40 2
DT190-030WN32R01S008-4D-IK| 30 | 120 143 203 32 40 SOMTO8T308ER 2 | T300755-08 ;ozoz-;
DT190-031WN32R01S008-4D-IK| 31 | 124 147 207 32 40 2
DT190-032WN32R01S008-4D-IK| 32 | 128 151 211 32 40 2
DT190-033WN40R01S010-4D-IK| 33 | 132 159 226 40 50 2
DT190-034WN40R01S010-4D-IK| 34 | 136 162 230 40 50 SOMT100408ER 2 | 40008515 Z%lm
DT190-035WN40R01S010-4D-IK| 35 | 140 166 234 40 50 2 ’
DT190-036WN40R01S010-4D-IK| 36 | 144 170 238 40 50 2
Carbide grade Dimensions
8 no:1 g g g ic | S d1 r
% & 2 |R &
Code key O 2 2 o o mm
SOMT050206ER | @) [ ) (@) (@) Q|59 |55 25| 25 | 06
SOMTO6M307ER | @) o (@) (@) Q|65 | 61|30 | 25 | 07
SOMT070308ER | @ o (@) (@) O|77| 73|33 | 29 | 08
SOMTO08T308ER | @) [ ) (@) (@) Q|89 |85|38 | 35 | 08
SOMT100408ER | @ [ ) (@) (@) O|w01]| 96| 44 | 41 | 08




DT190..-5D 4
Drilling tools with internal coolant supply

*Optimized for high feed rates.

*Long tool life thanks to cutter body coating.
*4 cutting edges per insert.

*For general drilling of steels, stainless steel,
cast irons and non ferrous metals.

——p

Hole depth 5D Straight shank with sloping clamping surface DIN 1835 E
Dimensions, mm \
Code key D h H L d d1i ‘ No. & b
DT190-019WN25R01S005-5D-IK| 19 | 95 113 169 25 32 2 7007-T
SOMTO050206ER T220555-07 | 1 0 Nm
DT190-020WN25R01S005-5D-IK| 20 | 100 118 174 25 32 2 o
DT190-021WN25R01S006-5D-IK[ 21 | 105 124 180 25 32 2
DT190-022WN25R01S006-5D-IK| 22 | 110 128 184 25 32 SOMTO6M307ER 2 | T220555-07 I%OL';
DT190-023WN25R01S006-5D-IK| 23 | 115 133 189 25 32 2
DT190-024WN32R01S007-5D-IK| 24 | 120 143 203 32 40 2
DT190-025WN32R01S007-5D-IK| 25 | 125 148 208 32 40 SOMTO70308ER 2 | 1o50655.08AP Z?Zol?l_n:
DT190-026WN32R01S007-5D-IK| 26 | 130 152 212 32 40 2
DT190-027WN32R01S007-5D-IK| 27 | 135 157 217 32 40 2
DT190-028WN32R01S008-5D-IK| 28 | 140 161 221 32 40 2
DT190-029WN32R01S008-5D-IK| 29 | 145 166 226 32 40 2
DT190-030WN32R01S008-5D-IK| 30 | 150 170 230 32 40 SOMTO8T308ER 2 | T300755-08 Z’OZOE';
DT190-031WN32R01S008-5D-IK| 31 | 155 175 235 32 40 2
DT190-032WN32R01S008-5D-IK| 32 | 160 179 239 32 40 2
DT190-033WN40R01S010-5D-IK| 33 | 165 191 259 40 50 2
DT190-034WN40R01S010-5D-IK| 34 | 170 196 264 40 50 SOMT100408ER 2 | 1400085.15 1%13.;
DT190-035WN40R01S010-5D-IK| 35 | 175 201 269 40 50 2 '
DT190-036WN40R01S010-5D-IK| 36 | 180 206 274 40 50 2
Carbide grade Dimensions
% ;o': % % % ic I S d1 r
o a a o a
Code key (iJ (j:) (i) %:) LI) mm
SOMT050206ER | @) [ ) (@) (@) Q|59 |55 25| 25 | 06
SOMT06M307ER | @) o (@) (@) Q|65 | 61|30 |25 | 07
SOMTO070308ER | @) o (@) (@) O|77| 73|33 | 29 | 08
SOMTO08T308ER | @) [ ) (@) (@) Q|89 |85|38 |35 | 08
SOMT100408ER | @) [ ) (@) (@) Q|01 96| 44 | 41 | 08
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Tool Holders Nomenclature

TH |"| NC || 40 T 20 (| H120 ||ADB

G2.5

1 Name of the tool:

TH - Tool Holder;

2 Shank type of the tool Holder:

SK' - 7/24 taper shank to ISO 297 / DIN 2080;

NC - 7/24 taper shank to DIN 69871 A;

BT - 7/24 taper shank to Japan-Norm (MAS BT 403);

CV - 7/24 taper shank to USA-Norm (CAT-V flange);

HA - Taper Hollow Shank HSK DIN 69893 Form A;

W - Straight shank with drive flat (Weldon);

Z - Straight shank cylindrical;

MK - KoHyc Mop3se DIN 228 A;

N - Morse taper shank with draw-bar thread DIN 228 A;

WN - Complex sraight shank with drive flat (Weldon) and with sloping clamping surface Whistle Notch DIN 1835E;

Shank size of the tool Holder

4 Shank type of the cutting tools:

W - Adaptors system with straight shank with drive flat (Weldon);

Z - Collet chucks system OZ;

ML - Adaptors for drills with Morse taper shank and flat tang;

MG - Adaptors for mills with Morse taper shank and drawbar thread;;

N - Adaptors system Whistle Notch for mills and drills with straight shank and drive flat to DIN 1835E;

WN - Adaptors system Weldon-Whistle Notch for mills and drills with combining straight shank DIN 1835E & DIN 1835B;

- Adaptors for endmills with screw fit shank;

- Shrink fit holder;

- Short drill chuck;

- Facemill Tool Holder form A;

- Facemill Tool Holder form B;

- Facemill Tool Holder form C;

- Complex Tool Holder for long edge milling cutters;

SK - Reduction sleeves for tapered tools to 7/24 DIN 2080;
NC - Reduction sleeves for tapered tools to 7/24 DIN 69871;
BT - Reduction sleeves for tapered tools to 7/24 MAS BT 403;

OOW>UHO

Diameter bore, mm or retaining cone cutting mills, range thread, tap borer cutting for tap adapter

Length from gauge line to adaptor nose (H), mm;

! Adapter spindle 7/24 with internal coolant supply:

AD - central coolant supply;

ADB - central and over shoulder coolant supply;

Designation of disbalance class for Balanceable Tool Holder;




Extensions and Adaptors for endmills with screw fit shank

Weldon Extensions with straight shank with drive flat DIN 1835 B

Code key Dimensions, mm
d |dl |D]| h H L

TH-W16G08H032 16 | MO8 |14,5|14,31| 32 | 80
TH-W16G08H102 16 | MO8 [14,5|14,31| 102 | 150
TH-W20G10H030 20 |M10 |18,5/14,31| 30 | 80
TH-W20G10H102 20 |M10 [18,5/14,31| 102 | 152
TH-W25G12H034 25 |M12 |22 | 17 34 90
TH-W25G12H104 25 |M12 |22 | 17 | 104 | 160
TH-W32G16H045 32 |M16 |28 | 22 45 | 105
TH-W32G16H072 32 [M16 |28 | 22 | 72 | 132
TH-W32G16H132 32 |M16 |28 | 22 | 132 | 192

Straight shank DIN 1835 A Extensions

Dimensions, mm
Code key
d |d|D| h |H L
TH-Z16G08H052 16 |Mo8 [14,5[14,31| 52 | 100
TH-Z16G08H112 16 | M08 |14,5|14,31| 112 | 160
TH-Z20G10H050 20 |Mm10 [18,5[14,31| 50 | 100
TH-Z20G10H110 20 |M10 [18,5/14,31| 110 | 160 L
TH-Z25G12H044 25 |M12 |22 | 17 | 44 | 100
TH-Z25G12H104 25 |m12 |22 | 17 | 104 | 160 l."‘|87
TH-Z25G12H144 25 |M12 |22 | 17 | 144 | 200 a 3| | )
TH-Z32G16H040 32 |M16 |28 | 22 | 40 | 100 7”"".""_{&‘
TH-Z32G16H100 32 |M16 |28 | 22 | 100 | 160 ! hel |
|
TH-Z32G16H140 32 |Mm16 |28 | 22 | 140 | 200 | H
- -
TH-Z32G16H180 32 |Mm16 |28 | 22 | 180 | 240
Morse taper shank Extensions with draw-bar thread DIN 228 A
Code key Dimensions, mm
MK|dl |D| h [H| L L
TH-MK2G08H029 MK2| M08 [14,5| - [29.5]935 MK
TH-MK2G08H059 MK2| M08 [14,5]| 24.5 | 59.5 |123.5 ‘--f / .
TH-MK2G10H029 MK2|M10 [18,5| - [29.5]935 3| 1
fa) = L
TH-MK2G10H059 MK2| M10 [18,5] 24.5 | 59.5 |123.5
115 |
TH-MK3G12H020 MK3|[M12 [22 | 22 | 20 | 101 SRR =
TH-MK3G12H069 MK3|M12 [22 | 22 | 69 | 150 h
TH-MK4G16H059 MK4|M16 | 28 [34.73[59.5 | 162 H
TH-MK4G16H099 MK4|M16 | 28 |34.73]99.5 | 202
TH-MK5G16H128 MK5|M16 | 28 | 122 [128.5] 258
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Adaptors with taper shank to 7/24 DIN 69871 A

alg)
1]

h
FHhe ==, — y
q =
=t -
o R
& h1 I
- H :
Code key Dimensions, mm
NC di D h H h1
TH-NC40G08H045 40 | mos | 145 10 45 17
TH-NC40G08H070 40 | mos | 145 10 70 45
TH-NC40G08H095 40 | mos | 145 10 95 67
TH-NC40G08H120 40 | mos | 145 10 120 95
TH-NC40G10H050 40 | m10 | 185 10 50 22
TH-NC40G10H075 40 | mM10 | 185 10 75 50
TH-NC40G10H100 40 | m10 | 185 10 100 72
TH-NC40G10H125 40 | m10 | 185 10 125 100
TH-NC40G10H150 40 | m10 | 185 10 150 125
TH-NC40G12H060 40 | m12 22 10 60 32
TH-NC40G12H085 40 | m12 22 10 85 60
TH-NC40G12H110 40 | m12 22 10 110 82
TH-NC40G12H135 40 | m12 22 10 135 110
TH-NC40G12H160 40 | m12 22 10 160 135
TH-NC40G16H040 40 | Mm16 28 10 40 17
TH-NC40G16H065 40 | M16 28 10 65 37
TH-NC40G16H090 40 | m16 28 10 90 65
TH-NC40G16H115 40 | Mm16 28 10 115 90
TH-NC40G16H140 40 | m16 28 10 140 115
TH-NC40G16H165 40 | Mm16 28 10 165 140
TH-NC50G12H050 50 | m12 22 10 50 25
TH-NC50G12H100 50 [ Mm12 22 10 100 75
TH-NC50G12H150 50 [ Mm12 22 10 150 128
TH-NC50G12H200 50 [ Mm12 22 10 200 175
TH-NC50G16H050 50 [ M16 28 10 50 25
TH-NC50G16H100 50 | Mmi16 28 10 100 75
TH-NC50G16H150 50 | Mmi16 28 10 150 125
TH-NC50G16H200 50 | Mi16 28 10 200 175
TH-NC50G16H250 50 | M16 28 10 250 228
TH-NC50G20H075 50 [ mM20 | 36,2 10 75 50
TH-NC50G20H100 50 [ mM20 | 36,2 10 100 75
TH-NC50G20H150 50 [ M20 | 36,2 10 150 125
TH-NC50G20H200 50 | M20 [ 362 10 200 175
TH-NC50G24H095ADB 50 [ Mm24 45 20 95 72
TH-NC50G24H228ADB 50 [ Mm24 45 54 228,75 193,7




Adaptors with taper shank to 7/24 MAS BT

N\ A
! e A
o, ]
d Tt
ety =t
i i
‘ LUl
Code key Dimensions, mm
BT dl D h H h1

TH-BT40G08H050 40 MO8 14,5 10 50 17

TH-BT40G08HO075 40 MO8 14,5 10 75 42

TH-BT40G08H100 40 MO8 14,5 10 100 67

TH-BT40G08H120 40 M08 14,5 10 120 87

TH-BT40G10H055 40 M10 18,5 10 55 22

TH-BT40G10H080 40 M10 18,5 10 80 47

TH-BT40G10H105 40 M10 18,5 10 105 72

TH-BT40G10H130 40 M10 18,5 10 130 97

TH-BT40G10H150 40 M10 18,5 10 150 117

TH-BT40G12H060 40 M12 22 10 60 27

TH-BT40G12H085 40 M12 22 10 85 52

TH-BT40G12H110 40 M12 22 10 110 77

TH-BT40G12H135 40 M12 22 10 185 102

TH-BT40G12H160 40 M12 22 10 160 127

TH-BT40G16H070 40 M16 28 10 70 37

TH-BT40G16H095 40 M16 28 10 95 62

TH-BT40G16H120 40 M16 28 10 120 84

TH-BT40G16H145 40 M16 28 10 145 112

TH-BT40G16H170 40 M16 28 10 170 137

TH-BT50G12H070 50 M12 22 10 70 26

TH-BT50G12H120 50 M12 22 10 120 76

TH-BT50G12H170 50 M12 22 10 170 126

TH-BT50G12H220 50 M12 22 10 220 176

TH-BT50G16H070 50 M16 28 10 70 26

TH-BT50G16H120 50 M16 28 10 120 76

TH-BT50G16H170 50 M16 28 10 170 126

TH-BT50G16H220 50 M16 28 10 220 176

TH-BT50G16H270 50 M16 28 10 270 226

TH-BT50G20H070 50 M20 36,2 10 70 26

TH-BT50G20H120 50 M20 36,2 10 120 76

TH-BT50G20H170 50 M20 36,2 10 170 126

TH-BT50G20H220 50 M20 36,2 10 220 176
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Adaptors HSK DIN 69893 Form A

A S
=~ -1 N
g ral 2
7
n_.=8 000 min*

Code key Dimensions, mm
HSK| d1 d2 D h H h1
TH-HA63G08H045 63 M08 15,5 14,5 10 45 14
TH-HA63G08H070 63 M08 15,5 14,5 10 70 39
TH-HA63G08H095 63 M08 15,5 14,5 10 95 64
TH-HA63G08H120 63 M08 15,5 14,5 10 120 85
TH-HA63G10H050 63 M10 19,5 18,5 10 50 16
TH-HA63G10H075 63 M10 19,5 18,5 10 75 41
TH-HA63G10H100 63 M10 19,5 18,5 10 100 66
TH-HA63G10H125 63 M10 19,5 18,5 10 125 91
TH-HA63G10H150 63 M10 19,5 18,5 10 150 116
TH-HA63G12H060 63 M12 23 22 10 60 26
TH-HA63G12H085 63 M12 23 22 10 85 51
TH-HA63G12H110 63 M12 23 22 10 110 76
TH-HA63G12H135 63 M12 23 22 10 135 101
TH-HA63G12H160 63 M12 23 22 10 160 126
TH-HA63G16H065 63 M16 30 28 19 65 31
TH-HA63G16H090 63 M16 30 28 19 90 59
TH-HA63G16H115 63 M16 30 28 19 115 81
TH-HA63G16H140 63 M16 30 28 19 140 109
TH-HA63G16H165 63 M16 30 28 19 165 134

n...=8 000 min*

Code key Dimensions, mm
HSK| d1 d2 D h H h1
TH-HA100G12H055 100 | M12 23 22 10 55 21
TH-HA100G12H100 100 | M12 23 22 10 100 60
TH-HA100G12H150 100 M12 28 22 10 150 110
TH-HA100G12H200 100 | M12 23 22 10 200 156
TH-HA100G16H060 100 M16 30 28 19 60 21
TH-HA100G16H100 100 | M16 30 28 19 100 60
TH-HA100G16H150 100 | M16 30 28 19 150 110
TH-HA100G16H200 100 | M16 30 28 19 200 156
TH-HA100G16H250 100 | M16 30 28 19 250 206




Balanced adaptors HSK DIN 69893 Form A

h
ol 3 L:;
87
-
9y | |
n,.=25 000 min*
Code key Dimensions, mm
HSK| d1 d2 D h H h1
TH-HA63G08H060G2.5 63 | mMos | 155 14,5 10 60 14
TH-HA63G08H085G2.5 63 | mMos | 155 14,5 10 85 39
TH-HA63G08H0110G2.5 |63 | M08 | 155 14,5 10 110 64
TH-HA63G08H135G2.5 63 | mMos | 155 14,5 10 135 85
TH-HA63G10H065G2.5 63 | M10 [ 195 18,5 10 65 16
TH-HA63G10H090G2.5 63 | mM10 [ 195 18,5 10 90 41
TH-HA63G10H115G2.5 63 | mM10 [ 195 18,5 10 115 66
TH-HA63G10H140G2.5 63 | mM10 [ 195 18,5 10 140 91
TH-HA63G10H165G2.5 63 | mM10 [ 195 18,5 10 165 116
TH-HA63G12H075G2.5 | 63 [ mM12 | 23 22 10 75 26 Balancing
TH-HA63G12H100G2.5 63 | M12 23 22 10 100 51 equipment
TH-HA63G12H125G2.5 63 | M12 23 22 10 125 76
TH-HA63G12H150G2.5 63 | M12 23 22 10 150 101 ﬂ
TH-HA63G12H175G2.5 63 | M12 23 22 10 175 126
TH-HA63G16H080G2.5 63 | Mm16 30 28 19 80 31 HSK63 B510805
TH-HA63G16H105G2.5 63 | Mi16 30 28 19 105 59 HSK100 | B840805
TH-HA63G16H130G2.5 63 | Mi16 30 28 19 130 81 Balancing
TH-HA63G16H155G2.5 63 | Mi16 30 28 19 155 109 screw
TH-HA63G16H180G2.5 63 | Mi16 30 28 19 180 134
n_..=16 000 min* G2.5
Gode key Dimensions, mm }:%)500-30
HSK| di1 d2 D h H h1
TH-HA100G12H070G2.5 [100 | M12 23 22 10 70 21 Balancing
TH-HA100G12H115G2.5  [100 | M12 23 22 10 115 60 screwdriver
TH-HA100G12H165G2.5 [100 | M12 23 22 10 165 110
TH-HA100G16H075G2.5 [100 | M16 30 28 19 75 21 .
TH-HA100G16H115G2.5 [100 | M16 30 28 19 115 60 \\..,
TH-HA100G16H165G2.5 [100 | M16 30 28 19 165 110 7003H
TH-HA100G16H215G2.5 [100 | M16 30 28 19 215 156
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Symbols, Terms and Dimensions

Symbols Terms Dimensions
ae Width of cut mm
ap Depth of cut mm
D Cutter diameter mm
f, Feed per tooth mm/z
hm Mean undeformed chip thickness mm
Kc Specific cutting force N/mm?
ke1.1 Specific cutting force (for an undeformed chip cross section bxh= 1x1 mm?) N/mm?
Mme Exponent for mean undeformed chip thickness
n Spindle speed 1/min
P Power requirement of motor KW
Q Metal removal rate em¥min
Ve Cutting speed m/min
Vs Feed rate mm/min
Z Number of teeth
iC Inscribed circle mm
n Efficiency
Yo Tool orthogonal degrees
Y Tool back rake (radial rake) degrees
Yo Tool side rake (axial rake) degrees
Y. Insert orthogonal rake degrees
K Tool cutting edge angle degrees
As Tool cutting edge inclination degrees
o Tool orthogonal clearance degrees
ol Tool side clearance degrees
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Formulas

Cutting speed (m/min) Spindle speed, RPM
vy =_Dn 1000 V_
¢ 1000 n=—re—
n D
Feed rate (mm/min) Feed per tooth (mm/z)
V,=f,nz f =L
zZ Nz
Metal removal rate (cm?/min) Tool orthogonal rake (°)
a a, V, ta t ntgy, )
= = arctg(cosk SINK

Specific cutting force (N/mm?)

1-0,015 (y. +
‘ =k (v, +7v,)

¢ “cll (h ) m.

Power requirement of motor, HP (kW)

a,a, V, kC
~ 60x10%™

Average chip thickness, inch (mm)

for a/D<0,1 h =f

180 a f sink
- e z

for ae/D >0,1

m . a
ntD arcsin [_eJ
D
ap
for MT100, MT200 hm = fz E
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Calculation of cutting data for some mills

Calculation of cutting data for milling with round inserts

For endmills with round inserts a, depending on machining data.

For facemills with round inserts ap< 0,5iC, mm a= 0,75-0,8 Dl , mm

n

1000V
—_ C

1rDe

(RPM)

The cutting speed recommendations see pages 320-321.

Particularly when using round insert cutters at small depths of cut, it is always important to calculate the true cutting speed V_based on

V_=V 2Pk - (m/min), where

Use recommendations for value D, see on table 1 for endmills or on table 2 for facemills or define by the following formula.

the effective - or true diameter in cut De.

— 2 H 2
D,=D, +\/ iC -(|C-2ap)

kv - correction factors.

De - effective diameter , mm;

iC -inscribed circle, mm;

D,

- inside cutter diameter, mm;

Calculated effective diameter (D) for endmills with round inserts

Table 1
ap, D- cutter diameter, mm
mv [08|10[12|16 [20] 12 [16 [ 20 [ 25 [20] 25|32 [20| 2532 [ 40 |50 |25 32 | 40 [ 50 | 25 [ 40 | 50

RDO5 RDO8 RP10 RP12 RP16 RP20
De, mm

0,2 |50]|7,0|9,0/13,0)17,0f 6,5 |10,5]|14,5]|19,5|12,8|17,8|24,8 |11,1|15,1|23,1|31,1|41,1|12,6|19,6 | 27,6| 37,6 24,0(24,0]|34,0
04 |57\|7,7|9,7|13,7|17,7\ 7,5 |11,5]|15,5]|20,5]13,9|18,9|25,9 |12,3|16,3|24,3 | 32,3|42,3|14,0{21,0| 29,0| 39,0| 25,6 |25,6] 35,6
0,6 |6,2|8,2(10,2|14,2|18,2| 8,2 |12,2|16,2| 21,2 |14,7]|19,7|26,7 |13,2|17,2|25,2 | 33,2| 43,2|15,1|22,1 | 30,1]| 40,1| 26,8|26,8| 36,8
0,8 |6,7]|8,7|10,7|14,7|18,7| 8,8 |12,8|16,8|21,8|15,4|20,4|27,4 |14,0|18,0|26,0| 34,0| 44,0/16,0|23,0| 31,0|41,0| 27,8|27,8]|37,8
1,2 |7,319,3|11,3|15,3|19,3| 9,7 |13,7 | 17,7 | 22,7 |16,5|21,5]28,5 |15,2|19,2|27,2 | 35,2 | 45,2|17,4|24,4 | 32,4| 42,4] 29,5]|29,5| 39,5
1,6 |7,719,7|11,7|15,7|19,7|10,4 | 14,4 | 18,4 | 23,4 |17,3|22,3]129,3 |16,0/20,2]|28,2 | 36,2 | 46,2 |18,6| 25,6 | 33,6 | 43,6 30,9/30,9| 40,9
2,5 |8,0]10,0/12,0/16,0)20,0f 11,4 | 15,4 | 19,4 | 24,4 |18,7|23,7|30,7 |17,7|21,7|29,7 | 37,7 | 47,7|20,6|27,6 | 35,6 | 45,6 33,2|33,2|43,2
3,2 11,8 115,8119,8|24,819,3|24,3|31,3 |18,6/22,6|30,6 | 38,6 48,6|21,8]|28,8 | 36,8| 46,8| 34,7 | 34,7 | 44,7
4,0 12,0 116,0 20,0 | 25,0(19,8|24,8]|31,8 |19,3|23,3|31,3| 39,3|49,3122,9129,9|37,9|47,9| 36,0|36,0|46,0
4,5 19,9124,9131,9 |19,6/23,6|31,6 | 39,6 49,6|23,4]|30,4 | 38,4 | 48,4| 36,7 | 36,7 | 46,7
5,0 20,0125,0|32,0 119,8/23,8|31,8 | 39,8 49,8|23,8130,8| 38,8|48,8| 37,3|37,3|47,3
6,0 20,0124,0|132,0 | 40,0/ 50,0{24,5|31,5]| 39,5| 49,5 38,3|38,3|48,3
8,0 25,0132,0 | 40,0| 50,0| 39,6 |39,6 | 49,6
9,0 39,9139,9]149,9
10,0 40,0140,0150,0
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Calculated effective diameter (De) for facemills with round inserts Table 2

D- cutter diameter, mm

a,
Lo 50 | 63 | 80 [ 100 | 125 [ 160
Inserts
RP12|RP16[RP12[RP16]RP12]RP16 [RP20]RP12[RP16][RP20] RP12 [RP16]RP20 | RP16 | RP20
De, mm

0,2 |41,1|37,6[54,1]506 (711|676 [640]91,1]87,6|84,0]116,1 |112,6 [109,0 |147,6 |144,0
0,4 142,3139,0(553]520| 723|690 |[656]923]89,0 |856]117,3 |114,0 [110,6 |149,0 |1456
0,6 14321401 |56,2]53,1|732]|701 [668]932]90,1|868]118,2 |115,1(111,8 |150,1 |146,8
0,8 |44,0]41,0(570]54,0 740|710 [67,8]94,0]91,0|87,8]119,0 |116,0(112,8 |151,0 |147,8
1,2 [452|42,4|58,2|554|752|724 1695|952 ]92,4]895|120,2 [117,4 [114,5 |152,4 [149,5
16 |[46,2 43,6 |59,2|56,6|76,2]|73,6 |70,9]962]93,6]90,9 |121,2 [118,6 [115,9 |153,6 [150,9
25 |47,7 1456 | 60,7 58,6 | 77,7 | 75,6 | 73,2 97,7 | 95,6 | 93,2 [122,7 |120,6 |118,2 |155,6 |153,2
3,2 |48,6 46,8 [616|598 | 786|768 |74,7]98,6|96,8 94,7 123,6 |121,8119,7 |156,8 |154,7
4,0 14931479 (623]609 793|779 [76,0]99,3]97,9 96,0 ]124,3 |122,9121,0 |157,9 |156,0
45 1496|484 (626|614 796|784 [767]99,6]984 |96,7|124,6 |123,4(121,7 |158,4 |156,7
50 49,8 1488|628 (618|798 |788 |77,3]199,8 98,8973 [124,8 |123,8|122,3 |158,8 |157,3
6,0 |50,0)49,5|630 (625800795 |783]100,0f99,5 98,3 (1250 |124,5]123,3 |159,5 |158,3

6,5 49,7 62,7 79,7 | 78,7 99,7 | 98,7 124,7 |123,7 |159,7 |158,7
7,0 49,9 62,9 79,9 | 79,1 99,9 1 99,1 124,9 |1124,1 |159,9 |159,1
8,0 50,0 63,0 80,0 | 79,6 100,0| 99,6 125,0 |124,6 |160,0 |159,6
9,0 79,9 99,9 124,9 159,9
10,0 80,0 100,0 125,0 160,0
iCh
Feed per tooth (mm/tooth) by centered position of the cutter fZ: " /‘T- N\
De - Dl :D ey | :
N/,
Feed per tooth (mm/tooth) by side milling f = De Ic hm =

m

mm

| \
Thicknes insert, mm h \11_ }

<3,18 0,1-0,15 . .
318.307 0.2 h,, - Mean undeformed chip thickness (mm), page 327 .
4,76 - 5,56 0,3

>6,35 0,4-0,7

The mills work best at small axial depths where the round insert shape can be used to increase the feed per tooth in 4-5 times,
due to the thin chip. A small axial and radial depth of cut gives a short cutting edge engagement. Low cutting forces (F) and very little
heat is generated allowing the cutting speed to be increased 50-100%. Together with the high feed per tooth this will allow the table feed
to be increased in 5-10 times compared with general milling.

Working areas

Full slot miling

Helical Ramping Contouring Plunge milling Turn-milling
interpolation
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Machining data:

Slot milling Copy milling
a,= 0,5D o ap< 0,5D
Q.
@©
|
\ ﬂ |
. / -
. 4 f
_‘_‘_‘_'_'_‘_D =D _“-_‘H—-“"""-_ _.-F'_-.'.f‘
e —
For determination of spindle speed it is necessary to know the
effective diameter (D), which depends from depth of cut (ap).
1000V,
n=— — RPM
n D,
The cutting speed recommendations see pages 320-321.
— maén :
V. =V, kv ., m/min
kv - correction factors.
Value D, see on table 1 under given depth of cut (a)) or define by
the following formula.
D =\/D2-(D-2a )2
€ P mm
To avoid the zero cutting speed appearing at the tool centre, it is
recommended to move the cutting zone away from this area by
tilting spindle or work piece.
v nnD,
=———— , m/min
€ 1000
The feed rate is specified by the following formula:
Ve=zf,n | mm/min

Angular milling

= 7,_'&%100-150
_H




Dependence of the effective diameter of the milling cutter (D) from depth of cut (ap) Table 1
a D- cutter diameter, mm
mm 6 [ 8 [ 120 | 122 | 14 16 20 25 32
De, mm
0,2 2,2 2,5 2,8 3,1 3,3 3,6 4,0 4,5 5,0
0,4 3,0 Bio) 3,9 4,3 4,7 5,0 5,6 6,3 7,1
0,6 3,6 4,2 4,7 5,2 5,7 6,1 6,8 7,7 8,7
0,8 4,1 4,8 54 6,0 6,5 7,0 7,8 8,8 10,0
1,2 4,8 5,7 6,5 7,2 7,8 8,4 9,5 10,7 12,2
1,6 5.8 6,4 78 8,2 8,9 9,6 10,9 12,2 13,9
3.2 6,0 7.8 9,3 10,6 11,8 12,8 14,7 16,7 19,2
6,0 9,8 12,0 13,9 i5S 18,3 21,4 25,0
8,0 16,0 19,6 288 27,7
10,0 20,0 24,5 29,7
12,0 25,0 31,0
14,0 31,7
16,0 32,0
Depth of cut by angular milling Table 2
D- cutter diameter, mm
0 6 | 8 |10 ]| 12|16 | 20| 25| 32 6 | 8]10[12 ] 16 | 20| 25 | 32
ap, mm a, mm
58 2,1 3,0 3,7 4,5 6,0 7,4 93 |12,0| 3,0 3,9 4,8 5,8 7,7 9,6 12,1 | 15,34
30° 15 2,0 2,5 3,0 4,0 50 | 63 | 82 | 26 [ 35| 44 | 52 69 | 86 | 10,8 | 141
45° 1,0 1,2 15 1,8 24 | 30| 37 |50 23 |28 36| 42 56 | 7,1 88 | 115
60° 0,5 0,5 0,7 0,8 1,1 1,3 1,7 2,5 1,7 2,0 2,6 3,0 4,0 5,0 6,25 8,2
58 0,14 0,14 0,2 0,2 0,3 0,4 0,4 0,6 1,0 1,1 1,4 1,4 2,0 2,9 3,2 5,0
85° 0,1 0,1 0,1 0,1 0,1 01|01]01]02 [04] 05 ] 06 0,7 | 0,9 1,1 3,3

Feed per tooth (mm/tooth) by centered position of the cutter
D hm
fZ:— , mm/z
D

e

Feed per tooth (mm/tooth) by side milling
Dh
m

f=
z
\/ D.-(D,-2a,)

, mm/z

hm - Mean undeformed chip thickness page 328, mm .
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Definition of cutting data

The cutting speeds and feed rates for milling with high feed

ISO Carbide grades Z012 Z009 | Z006
Material | HCP25C | HCP30 | HCMA40 | HCK15 | HCs30 | HCs3s Feedtooth (mm/tooth)
groups Cutting speed v_ (m/min) fzrec. min - max fzrec. min - max | fzrec. min - max
1 | 350-210 | 220-70 | 260-140 180-90 2,00 0,10-3,00 | 1,50 0,10-250 | 0,80  0,10-1,50
2 | 320-170 | 220-70 | 220-110 180-90 2,00 0,10-3,00 | 1,50 0,10-250 | 0,80  0,10-1,50
3 | 280-150 | 220-70 | 160-70 180-90 150 0,10-250 | 1,00 0,10-2,00 | 0,80  0,10-1,50
6 | 250-150 | 220-70 | 220-110 160-70 2,00 0,10-3,00 | 1,50 0,10-2,50 | 0,80  0,10-1,50
7-8 | 210-140 | 220-70 | 190-80 160-70 2,00 0,10-300 | 1,50 0,10-2,50 | 0,80  0,10-1,50
9 | 180-100 | 220-70 | 160-70 160-70 2,00 0,10-300 | 150 0,10-2,50 | 0,80  0,10-1,50
10 | 210-140 | 180-60 | 200-100 140-70 2,00 0,10-300 | 150 0,10-250 | 0,80  0,10-1,50
11 | 170-100 | 180-60 | 140-70 140-70 150 0,10-250 | 1,00 0,10-2,00 | 0,80  0,10-1,50
12 | 190-140 | 180-60 | 220-90 140-60 2,00 0,10-300 | 1,50 0,10-2,50 | 0,80  0,10-1,50
13 | 170-100 | 180-60 | 180-80 180-60 150 0,10-250 | 1,00 0,10-2,00 | 0,80  0,10-1,50
14 200-40 | 250-50 350-60 2,00 0,10-300 | 1,20 0,10-250 | 0,80  0,10-1,50
15-20 | 220-80 350-100 2,00 0,10-300 | 1,50 0,10-2,50 | 0,80  0,10-1,50
33 40-25 60-20 60-25 | 1,00 0,0-1,50 | 0,80  0,10-1,20 | 0,60  0,10-1,00
S 34 35-15 50-10 50-10 | 1,00 0,10-1,50 | 0,80  0,10-1,20 | 0,60  0,10-1,00
37 50-30 70-25 80-30 | 1,00 0,10-1,50 | 0,80  0,10-1,20 | 0,60  0,10-1,00
H 39 | 130-70 1,00 0,10-1,50 | 0,80 0,10-1,20 | 0,60  0,10-1,00
Definition feed for plunge milling
A
Tool offset with e a’
optimum overlap 1 WYV__‘\ | a_max fz rec. | fz min | fz max | Y max
<’ FE VT TR T mm
A R R
6.35 5.3 0.1 0.08 0.15 <0.7xD
= 9 75 0.10 0.08 0.15 <0.7xD
Tool offset for bt 12 10 0.15 0.10 020 | <07xD
unstable conditions -
]
to lower feed on 50% for milling at walls
r
/ [ B r Ao R
- mm
| fz> 0.5/ Zeff.
\ 6.35 43 0.5 0.8 1.2
'_' 9 5.9 0.8 1.0 2.0
. 12 8.3 1.0 2.0 3.0
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Application data for pocket milling

Xcmax - Maximum hole diameter

Xcmi” - Minimum hole diameter

D - Cutter diameter
Z006 Z009 Z012
D X_max | X._min 0l 360° X _max X_min 0Ol 360° | X max X_min 0O 360°
mm ° mm ° mm °
16 31 22 4.5 - - - - - -
20 39 30 2.3 - - - - - -
25 49 40 1.3 48 &5 3.1 - - -
32 62 54 0.9 62 49 1.7 62 44 6.1
85 68 55 1.4 68 50 3.7
40 78 65 1.0 78 60 2.5
42 82 69 0.9 82 64 2.3
50 98 85 0.8 98 80 1.3
52 102 89 0.7 102 84 1.3
63 124 111 0.7 124 106 0.9
66 130 117 0.6 130 112 0.9
80 158 140 1.1
100 198 180 0.6
125 248 230 0.5
Axial plunging
Z006 Z009 Z012
D a, max D a max D a max
MM
16-32 0.50 25-66 0.75 32-125 1.15
Angled ramping
Z006 Z009 Z012
D o, D O, D Oy
mm ° mm ° mm 0
16 5.9 25) 3.6 32 -
20 3.2 32 2.0 35 6.1
25 2.0 35 1.6 40 3.7
32 1.3 40 1.2 42 25
42 11 50 23
50 0.9 52 1.3
52 0.8 63 1.3
63 0.8 66 0.9
66 0.7 80 0.9
100 1.1
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Application data for pocket milling with insert AD10, XD19, BO12

Helical milling for insert AD10, XD19

r

= Insert radius

=i
0k [ = Maximum ramp angle (in relation to tool centre)
s ____O(R o ap[mm] =D x 7 x tan(Og)
;‘,‘ 9 i Dimm] = gméx _’31 or
ap \ — min- L
:; - For flat bottom ground
b Dmax[mm] = Maximum hole diameter
Dmax/min - .
Dmm[mm] = Minimum hole diameter
DNmax = Maximum hole diameter for non flat bottom
dy AD.T-10 XDH.19
(DN_.) ) )

rmm 1020408 (12(16(20|25|32|40(50|02|04|08(12[16|20|25|32]4,0]5,0
16 QR[O] 9043’| 9°58’| 9°52'| 9°23’| 8°55’| 8°26’| 7°51’| 7°00’| 6°03’
(31) D, .. 30| 30| 29| 28| 27| 27| 26| 24| 23

(D 18| 18| 18| 18 | 18 | 18| 18 | 18 | 18
18 QR[O] 9°21’| 9°08’| 8°43’| 8°18’| 7°53’| 7°28’| 6°56°| 6°11’| 5°20°
(35) D,.. 34| 34| 33| 32| 31| 31| 30| 28] 27

D, 22| 22| 22| 22| 22| 22| 22| 22| 22
19 QR[O] 8°50’| 8°38’| 8°15'| 7°51’| 7°27’| 7°30’| 6°33’| 5°51’"| 5°03’
(37) D, .. 36 | 36| 35| 34| 33| 33| 32| 30| 29

D, 24 | 24 | 24| 24| 24| 24| 24| 24| 24
20 ()(R[O] 8023’| 8°11’| 7°49’| 7°26’| 7°40’| 6°41’'| 6°12’| 5°32’| 4°47’
(39) D,.. 38| 38| 37| 36| 35| 35| 34| 32| 31

D, 26| 26| 26| 26 | 26 | 26 | 26 | 26 | 26
29 QR[D] 7°35’| 7°25’| 7°50’| 6°44’| 6°23’| 6°30’| 5°37’| 5°10°| 4°20° - 2°10’| 2°12’| 2°16'| 2°21’| 2°26'| 2°31'| 2°38’| 2°48’| 3°01’| 1°24’
(43) Dmax 42 | 42| 41| 40| 39| 39| 38| 36 | 35 § 42 | 42 | 41 | 40| 39 | 39 | 38| 36 | 35| 33

Dmin 30| 30| 30| 30| 30| 30| 30| 30| 30 g 32| 32| 32| 32| 32| 32| 32| 32| 32| 31
25 (XR[O] 6°39’| 6°30’| 6°12'| 5°54’| 5°36’| 5°18’| 4°55°| 4°23’| 3°47’ % 7°02'| 7°08’| 7°21’| 7°35'| 7°49’| 8°40’| 8°24’| 8°54’| 9°32’| 6°49’
(49) Dmax 48 48 | 47 46 45 | 45 44 | 42 41 % 48 48 | 47 46 | 45 45 44 | 42 41 39

D, 36| 36| 36| 36| 36| 36| 36| 36| 36 32| 32| 32| 32| 32| 32| 32| 32| 32| 32
32 O [] 4°39’| 4°42’| 4°48’| 4°34’| 4°20°| 4°06’| 3°49’| 3°24’| 2°56’ 4°34’| 4°37’| 4°44’| 4°50’| 4°57’| 5°04’| 5°13’| 5°26'| 5°42’| 3°59’
(63) Dmax 62 | 62| 61| 60| 59 | 59 | 58 | 56 | 55 62 | 62| 61 | 60 | 59 | 59 | 58 | 56 | 55 | 53

Dmin 50| 50| 50| 50| 50| 50 | 50 | 50 | 50 46 | 46 | 46 | 46 | 46 | 46 | 46 | 46 | 46 | 46
40 Oy [7] 3°16’| 3°18’| 3°22'| 3°26’| 3°27’| 3°16’| 3°02'| 2°42’| 2°20’ 3°47’| 3°49’| 3°53’| 3°57’| 4°02'| 4°06’| 4°12’| 4°20’| 4°30’| 3°20’
(79) Dmax 78 78 7 76 75 75 74 72 71 78 78 7 76 75 75 74 72 71 69

Dmin 66 66 66 66 66 66 66 66 66 62 62 62 62 62 62 62 62 62 62
50 O‘R[o] 2026'| 2°27’| 2°30°| 2°32’| 2°34’| 2°36’| 2°25’| 2°09'| 1°51° 3°01'| 3°02'| 3°05’| 3°08’| 3°11'| 3°13’| 3°17’| 3°22’| 3°28’| 2°13’
(99) Dmax 98 | 98| 97| 96 | 95| 95 | 94 | 92 | 91 98 | 98 | 97 | 96 | 95 | 95 | 94 | 92 | 91 | 89

Dmin 86 | 86| 8 | 8 | 86 | 86 | 86 | 86 | 86 81| 81| 81| 81| 8 | 8 | 8 | 81| 81| 81
63 QR[O] 1042’ 1°43’| 1°44’| 1°45’| 1°47’| 1°48’| 1°50’| 1°42’| 1°28’ 2°17’| 2°18’| 2°20’| 2°21’| 2°23'| 2°25’| 2°27’| 2°30’| 2°33’| 1°52’
(125) Dmax 124 | 124 | 123 | 122 | 121 | 121 | 120 | 118 | 117 124 | 124 | 123 | 122 | 121 | 121 | 120 | 118 | 117 | 115

Dmin 112 | 112 | 112 | 112 | 112 | 112 | 112 | 112 | 112 107 | 107 | 107 | 107 | 107 | 107 | 107 | 107 | 107 | 107
80 (XR[O] 1°04’| 1°04’| 1°05’| 1°05’| 1°06’| 1°07’| 1°08’| 1°09’| 1°09’
(159) D, 158 | 158 | 157 | 156 | 155 | 155 | 154 | 152 | 151 158 | 158 | 157 | 156 | 155 | 155 | 154 | 152 | 151 | 149

D, 146 | 146 | 146 | 146 | 146 | 146 | 146 | 146 | 146 141 | 141 | 141 | 141 | 141 | 141 | 141 | 141 | 141 | 141
100 QR[O] 0°50’| 0°50’| 0°51’| 0°51’| 0°52’| 0°52’| 0°53’| 0°54’| 0°55’
(199) Dmax 198 | 198 | 197 | 196 | 195| 195| 194 | 192 | 191 198 | 198 | 197 | 196 | 195 195 | 194 | 192 | 191 | 189

Dmin 186 | 186 | 186 | 186 | 186 | 186 | 186 | 186 | 186 181| 181 | 181 | 181 | 181 | 181 | 181 | 181 | 181 | 181
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Axial plunging

AD10... XD19... XD19... BO12...
D (mm) X hax (Mm) X hax (Mm) X ax (MM) X nax (Mm)
r 0,2-4,0 r 0,2-4,0 r5,0 r0,8
16 1,70 - -
18 2,11 - -
19 2,24 - -
20 2,39 - -
22 2,70 0,70 0,28
| 25 2,55 2,23 1,45 1,9
32 2,40 2,12 1,39 1,9
é 40 2,28 2,38 1,53 1,9
2 |fl© X 50 2,26 2,54 1,57 19
£ 63 2,10 2,61 1,86 1,9
S TISY b Vo 80 1,75 19
@ | r
i 100 1,79 1,9
Angled ramping
ADI10... XD19... XD19... BO12...
D (mm) o ol ol «
r 0,2-4,0 r 0,2-4,0 r5,0 ro,8
16 18° 45’ - -
18 16° 15’ - -
19 15° 15’ - -
20 14° 45’ - .
22 130 45’ 3030’ 1045’
25 10° 15’ 11° 00’ 7° 30’ 70 28’
32 6° 45’ 6° 45’ 40 30’ 50 03’
40 40 45’ 5015’ 3° 30’ 3042’
50 3030’ 4000’ 20 45’ 20 45’
63 2030’ 3° 00’ 2015’ 2004’
80 1045’ 2090’ 2000’ 1033
. 100 1015 20 50° 1090 112
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Choice cutting speed

5 - Carbide grades
1SO ial S |$8
Material & @ | £3|HcP2o | Hepes [Hepasc Hepasu | HePso | HeP3s |HePasD [HePssU | Hepao
- =0 - -
Condition HB Cutting speed v_ (m/min)
NE— annealed 125 | 1 [351-251]350-235[350 - 210[350 - 210{220 - 100[280 - 200]180 - 140[290 - 160 [200 - 100
annealed 190 | 2 |351-251|310 - 210|320 - 170(320 - 170|220 - 100|250 - 170150 - 125|260 - 135 |200 - 100
peaiteaice 250 | 3 - |290 - 125|280 - 150[280 - 150|220 - 100 {220 - 150| 100 - 80 {220 - 115 |200 - 100
annealed 180 | 6 [316-228|240 - 165|250 - 150[200 - 150 220 - 80 (200 - 140|160 - 120 [235 - 145 |200 - 100
Low-alloy steel fealieass 275 | 7 |316-228|170 - 115|210 - 140[200 - 150| 220 - 80 {180 - 130| 140 - 90 {195 - 130 |200 - 100
heat treated 300 | 8 - |160- 100|210 - 140|200 - 120| 220 - 80 |170 - 115 120 - 80 |170 - 110 200 - 100
heat treated 350 | 9 . 135 - 90 |180 - 100|180 - 100| 220 - 80 |160 - 100| 100 - 70 | 150 - 95 |200 - 100
High-alloy steeland  anneaied 200 | 10 [147 - 109|180 - 120|210 - 140160 - 120| 180 - 80 |160 - 100| 80- 60 |180 - 100 |180 - 100
heat treated 325 | 11 |147-109| 80-50 |170-100(160-120|180-80 |140-90 | 70-55 |145-70 |145-70
High-alloy steel and feriic 200 | 12 |213-176/190 - 125(190 - 140 180 - 70 |180 - 130(220 - 130 |180 - 140 | 180 - 80
cast steel =
WERETSITE 240 | 13 |200 - 160| 140 - 90 |170 - 100 180 - 70 | 150 - 90 | 200 - 80 |155-100 | 180 - 80
M e 180 [14,1[195 - 165[ 140 - 60 120 - 90 [ 200 - 60 | 140 - 70 [130- 100 [175 - 120 [ 160 - 80
cast steel Austenitc! 260 (14,2139 - 119( 120 - 50 120- 90 | 200 - 60 | 130 - 70 120-80 |160 - 60
fermiic  wic 200 |14,3|130 - 110| 120 - 60 120 - 90 | 200 - 60 | 110 - 60 185-125 {160 - 100
Martensitic/ 330 (14,4 100 - 50 120-90 | 200 - 60 | 130 - 70 100 - 65 -
HCP20 | HCH15 | HCP25C|HCP25U| HCK10 | HCK15 | HCP35D| HCN10 | HCP40
Grey cast iron fericiperitic 180 | 15 255 - 220|350 - 180|220 - 160|360 - 200|350 - 180|350 - 180| 140 - 70 | 160 - 90 | 230 - 90
perlitic 260 | 16 |235 - 195|280 - 140|170 - 100 (360 - 200|280 - 140|280 - 140| 120 - 60 | 130 - 80 | 230 - 90
Nodular cast iron fmitle 160 | 17 [210 - 155|250 - 130200 - 100 (200 - 100|250 - 130(250 - 130|240 - 130| 160 - 100| 170 - 70
peritic 250 | 18 |210 - 155|200 - 100| 180 - 90 {300 - 150|200 - 100|200 - 100|200 - 110| 150 - 90 | 170 - 70
Malleable castiron """ 130 | 19 (180 - 120(320 - 150| 180 - 90 320 - 150|320 - 150(330 - 180| 160 - 100 220 - 90
pifie 230 | 20 |180 - 120|250 - 120| 160 - 80 250 - 120|250 - 120|290 - 160| 150 - 70 | 220 - 90
Aluminium wrought __ non nadrened 60 | 21 5800-300
N alloys hadrened
adrene: 100 | 22 2000-200
AT GEst non hadrened(Si<12%) 75 23 2000-400
aIons hadrened (Si<12%) 920 24 2000-400
(Si>12%) 130 | 25 1000-200
CIinper and copper  brass, copper 90 27 1000-250
alloys
| - 100 | 28 800 - 150
S |Heat resistant annealed 250 | 33 | 60-50 40 - 35 35-25
alloys posd 350 |34 | 60-50 35-15 35-25
Titanium alloys 300 | 37 | 50-40 70-25 80 - 30
hardened and
H [Temperedsiee e " 55 HRC 38 | 45-40 | 60-40 90 - 70
hardened and
hempered 60 HRC 39 | 40-35 | 50-30
H 0 hardened and
Chilled castings ek 400 | 40 | 35-30 [100-80 | 130-70
T d ti hardened and
empered cast iron [:r;pee'::d an 55HRC| 40 | 40-35 | 60-30

The cutting speeds given on the following pages are valid for a specific material hardness. If the material being machined differs in hardness from those
values, the recommended cutting speed must be multiplied by a factor obtained from the table kv below.
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Choice cutting speed

T |z Carbide grades
Material & £ 55
ISO a4 § §, HCM35 | HCM40 | HCS30 | HWP20 | HWP25 | HWP30 | HWP35 | HWP40| |
Condition HB Cutting speed v_ (m/min)
Non-alloy steel annealed 125 | 1 |260-150(260-160 220 - 160|260 - 140|310 - 180(180 - 120|135 - 85
annealed 190 | 2 |260-150(220-130 140 - 100|180 - 110|205 - 120| 130 - 90 |125 - 80
heat treated 250 | 3 | 260-150|160 - 90 180 -120| 150-90 | 170-95| 110-70 | 80-55
annealed 180 | 6 | 220-80 |220-150 180 - 120| 180 - 90 (200 - 120| 130 -90| 90 - 65
Low-alloy steel ~ Neattreated 275 | 7 | 220-80|190- 110 170 - 110| 140 - 70 |200 - 120| 100 - 70| 90 - 65
heat treated 300 | 8 | 220-80 |180- 100 170 -110| 120-60 | 125-70| 80-55 | 90 - 65
heat treated 350 | 9 | 220-80 | 160 - 90 160 - 100| 110- 60 | 125-70| 70-40 | 90 - 65
High-alloy steel  ;pnealed 200 | 10 | 180-90 (200 - 120 160 - 100| 140 - 90 |180 - 110| 120-80| 80 - 55
and cast steel
e diesed 325 | 11 | 180-90 [ 140 - 90 150-90 | 85-45 |120-65| 70-40 | 40-30
High-alloy steel  ferritic 200 | 12| 180-70|220-110( 140 - 60 170 - 90 (210 - 120| 130-80| 70 - 45
and cast steel -
martensitic 240 | 13 |180-70(180 - 90 | 140 - 60 140 - 40 |210 - 120| 110- 70| 60 - 37
High-alloy steel 25" 180 |14,1] 200 - 60] 250 - 90350 - 220 140-60 | 60-50 | 100 - 65[130 - 80
and caststeel  austeniic/ 260 |14,2] 200 - 60|160 - 100/240 - 150 120-50| 60-50 | 90-60 | 70 - 45
ey s 200 |14,3] 200 - 60 | 100 - 50 | 140 - 60 90-45 | 60-50 | 40-75 |120-75
marensiich 330 |14,4| 200 - 60| 180 - 60 | 180 - 60 80-35 | 60-50 | 50-30 | 60-37
HCM35 | HCM40 | HCS30 | HCS35 | HCK20 | HWP30 | HWS30 | HWK15 | HWK20| HWN15
ferritic/perliti
Grey cast iron cricipertiie 180 | 15 270 - 175| 155 - 85| 110 - 65 [155-85 | 110 -65 160 - 90
peritic 260 | 16 205-135| 115-70| 80-45 [115-70 | 80-45| 130 - 80
flodtlagca=tilonly feritic 160 | 17 155 - 110| 115- 70| 70 -45 |230-150| 70 -45|160 - 100
[l 250 | 18 145 - 100| 100 - 65| 60 -40 |190-130| 60-40| 150 - 90
Malleable cast iron " 130 | 19 240 - 160|150 - 100| 85- 60 [150-100| 85-60(160 - 100
peritic 230 | 20 190 - 125| 135-90| 70-45 [135-90 | 70-45| 150 - 70
Aluminium wrought non hadrened 60 | 21 5800 - 200
N alIOyS hadrened
100 | 22 2000 - 200
AR GRS non hadrened (S-i<12%)\ 75 23 2000 - 200
alloys ECEEE SR gg | 241 1800 - 200
(Si>12%) 130 | 25 1000 - 200
Copper and copper brass, copper 90 | 27 1000 - 250
alloys
b b
decioiecy | 100 | 28 400 - 150
S |Heat resistant annealed 250 | 33| 60-20 | 40-25 | 60-20 | 60-20 35-30 | 24-16
alloys aged 350 | 34| 30-30| 35-15 | 50-10 | 50-10 12-10 | 20-13
Titanium alloys 300 | 37| 40-20 | 50-30 | 70-25 | 80-30 45-20 | 50-20
Reduced hardness Increased hardness
Workpi el Material
orkpiece materia groups | 80 | -60 | -40 | -20 | 0 [ +20 | +40 [ +60 | +80
Correction factors K,
Non-alloy steel 1-3 - - 1,07 1,0 0,95 0,90 - -
Low-alloy steel 6-9 1,26 | 118 | 12 | 105 | 10 | 094 | 091 | 086 | 0,83
High-alloy steel 10- 11 5 = 121 | 110 | 10 | 091 | 084 | 079 -
Stainless steel 12-14 - - 121 | 120 | 120 | 091 | 085 [ 079 | 0,75
Cast steel - - 1,31 1,13 1,0 0,87 0,80 0,73 -
Malleable cast iron 19-20 - 1,14 1,08 1,03 1,0 0,96 0,92 - -
Grey cast iron 15-16 - - 1,25 1,10 1,0 0,92 0,86 0,80 -
Nodular cast iron 17 - 18 - - 1,07 1,03 1,0 0,97 0,95 0,93 0,91
Heat resistant alloys 33-34 1,26 - 1,11 1,0 0,90 - 0,82
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Definition of feed rates facemills, square shoulder facemills
and endmills

MT245..SD12X4, MT245K..SD12X4, MT245..SD09,MT290..SD09, MT290..LN14, MT245..SN12
MT290..SD12M4, MT290K..SD12M4, MT260..PN10, MT260K..PN10, MT290K..AD15M5, MT260K..LN24

MT245..SD12X4

MT290..LN14

MT290K..AD15M5

MT260K...LN24

. o |_
1so | Material & £ |E g|MT245 MT290 \i1245K .SD12X4| MT290..SD12M4 | MT245..SN12
i o €3 --SD09 MT260..PN10  [MT290K..SD12M4
Condition HB |27 Feed / tooth (mm/tooth)
annealed 125 1 0,08-0,20 0,08-0,40 0,08-0,30 0,10-0,30 0,2-0,90
Non-alloy steel annealed 190| 2 0,08-0,20 0,08-0,40 0,08-0,30 0,10-0,34 0,2-0,90
heat treated 250| 3 0,08-0,17 0,08-0,33 0,08-0,25 0,10-0,28 0,2-0,90
i 180| 6 0,07-0,18 0,08-0,35 0,08-0,25 0,10-0,30 0,2-0,90
Low-alloy steel heat treated 275| 7 0,07-0,18 0,08-0,35 0,08-0,25 0,10-0,28 0,2-0,90
e 300| 8 0,07-0,15 0,08-0,30 0,08-0,22 0,10-0,28 0,2-0,90
heat treated 350| 9 0,07-0,15 0,08-0,30 0,07-0,22 0,08-0,20 0,2-0,90
High-alloy steel and  snneaed 200| 10 0,06-0,15 0,08-0,35 0,07-0,22 0,08-0,28 0,2-0,90
cast steel
heat treated 325 11 0,06-0,12 0,08-0,26 0,07-0,20 0,08-0,22 0,2-0,90
High-alloy steel and ferritic 200| 12 0,05-0,15 0,08-0,30 0,07-0,22 0,08-0,25 0,2-0,90
cast steel
martensitic 240| 13 0,05-0,15 0,08-0,30 0,07-0,22 0,08-0,25 0,2-0,90
High-alloy steeland | e 180/ 14 0,06-0,15 0,08-0,30 0,06-0,22 0,07-0,25 0,15-0,50
cast steel
ferritic/perlitc 180/ 15 0,08-0,20 0,08-0,40 0,10-0,30 0,09-0,34 0,2-0,85
Grey castiron cerlt 260| 16 0,08-0,20 0,08-0,40 0,10-0,30 0,09-0,34 0,2-0,85
NS ferritc 160/ 17 0,08-0,20 0,12-0,35 0,10-0,30 0,09-0,34 0,2-0,85
wailite 250| 18 0,06-0,15 0,08-0,23 0,08-0,20 0,09-0,34 0,2-0,85
oat ferriti 130| 19 0,08-0,20 0,12-0,35 0,10-0,30 0,09-0,34 0,2-0,85
M ti
alleable castiron e 230| 20 0,06-0,15 0,08-0,23 0,08-0,20 0,09-0,34 0.2-0.85
Aluminium wrought ~ non hadrened 60 | 21
. .0.25+ 0,08-0,25*
alloys hadrened 100| 22 0,05-0,20 0,08-0,30 0,08-0,25
o non hadrened (Si<12%)| 75 | 23
';'ll(‘)';‘s'n'um cast hadrened (Si<12%) | 9q | 24 0,05-0.20 0,08-0,30* 0,08-0,25* 0,08-0,25*
(Si>12%) 130| 25
brass, copper
90 | 27
Copper and copper 0,05-0,14 0,07-0,23 0,07-0,23 0,08-0,20*
aIIOyS bronze, 100| 28
electrolyte-Cu
e e annealed 250| 33 0,05-0,10 0,05-0,12 0,05-0,12* 0,05-0,14
Il
—— I 350| 34 0,04-0,10 0,04-0,12 0,04-0,12* 0,05-0,14
Titanium alloys 300| 37 0,05-0,12 0,05-0,15 0,05-0,15* 0,04-0,14

* Without facemills MT245..SN12, MT260..PN10 MT290..LN14.
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MT190..XN04, MT190..WNO06, MT190..WN06, MT190..WNO08, MT290..WNO08,

MT260...SN25, MT290...XN12, MT260...SN12, MT260K...SN12

150 | Material & S |, [MT190.XNO4MT190..WNOB|MT190..WNO8MT260..SN25 [MT290K..XN12| MT260..SN12
ateria 5% MT290..WNO6|MT290..WNO8 MT260K..SN12
.. © =
Condition |yg [= @ Feed / tooth (mm/tooth)
annealed 125 | 1 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-1,00 0,20-0,50 0,20-0,80
ey ] el 190 | 2 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-1,00 0,20-0,50 0,20-0,80
heateaed | 250 | 3 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-0,80 0,20-0,40 0,20-0,60
— 180 | 6 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-0,80 0,20-0,35 0,20-0,65
Low-alloy steel heatteaed | 275 | 7 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-0,80 0,20-0,35 0,20-0,65
heatteated | 300 | 8 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-0,65 0,20-0,30 0,20-0,50
heatveaed | 350 | 9 | 0,03-0,08 0,05-0,10 0,05-0,15 0,15-0,65 0,15-0,30 0,15-0,50
High-alloy steel and  aneated 200 | 10 | 0,03-0,08 0,05-0,10 0,05-0,15 0,15-0,65 0,15-0,30 0,15-0,45
cast steel
heattreated | 325 | 11 | 0,03-0,08 0,05-0,10 0,05-0,15 0,15-0,50 0,15-0,28 0,15-0,45
High-alloy steel and  feniic 200 | 12 | 0,03-0,08 0,05-0,10 0,05-0,15 0,10-0,50 0,10-0,30 0,10-0,45
cast steel
arenitc 240 | 13 | 0,03-0,08 0,05-0,10 0,05-0,15 0,10-0,50 0,10-0,30 0,10-0,45
High-alloy steeland 180 | 14 | 0,03-0,08 0,05-0,10 0,05-0,15 0,10-0,50 0,10-0,30 0,10-0,45
cast steel
fericperiic | 180 | 15 | 0,03-0,08 0,05-0,10 0,05-0,15 0,30-1,00 0,20-0,50 0,20-0,80
Grey castiron perlitic 260 | 16 | 0,03-0,08 0,05-0,10 0,05-0,15 0,30-1,00 0,20-0,50 0,20-0,80
, i 160 | 17 | 0,03-0,08 0,05-0,10 0,05-0,15 0,30-1,00 0,20-0,50 0,20-0,80
Nodular cast iron
perlitic 250 | 18 | 0,03-0,08 0,05-0,10 0,05-0,15 0,20-0,75 0,15-0,40 0,15-0,60
. 130 | 19 | 0,03-0,08 0,05-0,10 0,05-0,15 0,30-1,00 0,20-0,50 0,20-0,80
kL — 230 | 20 | 0,03-0,08 0,05-0,10 | 005-0,15 | 0,20-0,75 0,15-0,40 0,15-0,60
Aluminium wrought ~ nonhadrened | 60 | 21
Al hadrened 100 | 22
o non hadrened (Si<12%)| 75 23
Alllumm'um cast hadrened (Si<12%)| 90 24
alloys
(Si>12%) 130 | 25
Copper and copper prass, copper 9 | 27
alloys b )
elrggtiglyte»cu 100 28
Heat resistant annealed 250 | 38 0,03-0,05 0,05-0,10 0,05-0,15
alloys aged 350 | 34
Titanium alloys 300 | 37 | 03-0,05 0,05-0,10 0,05-0,15




Definition of feed rates facemills, square shoulder facemills
and endmills

MT190...AD08, MT190...AD10, MT190B..AD10, MT190...SD09, MT190..AD16
MT290...AD08, MT290...AD10, MT190B..AD16, MT290..AD16, MT290..AD19
3 MT190. AD08, MT290..AD10, MT190..5D09 \yT290 . ADOS| MT190..AD16
ISO | Material & £ = § Diameter (mm) MT290. AD10 MT190B..AD16| MT290..AD19
Conditi @ (28 | 1014 | 1620 [ 25-50 - M290..AD16
onaition HB |= Feed / tooth (mm/tooth)
R 125 1 |0,03-0,06 | 0,05-0,11 | 0,07-0,18 | 0,06-0,15 0,08-0,35 0,12-0,4
Non-alloy steel annealed 190 | 2 |0,03-0,06 | 0,05-0,10| 0,07-0,20 | 0,06-0,17 0,08-0,35 0,12-0,4
heat treated 250 | 3 [0,03-0,05 | 0,04-0,08| 0,05-0,16 | 0,05-0,14 0,08-0,35 0,12-0,4
AREH 180 | 6 [0,03-0,06 | 0,05-0,10| 0,06-0,18 | 0,06-0,12 0,08-0,35 0,12-0,4
Low-alloy steel heat treated 275 7 10,03-0,05 | 0,05-0,08| 0,06-0,16 | 0,06-0,10 0,08-0,35 0,12-0,4
st 300 | 8 [0,03-005 |0,05-008| 006016 | 0,06-0,10 0,08-0,35 0,12-0,4
heat treated 350 | 9 [0,025-0,04| 0,04-0,08| 0,05-0,12 | 0,06-0,09 0,08-0,35 0,12-0,4
CH;g?s?!cg steeland  anneated 200 | 10 [0,04-0,08 | 0,04-0,08| 0,06-0,16 | 0,05-0,12 0,08-0,35 0,12-0,4
heat treated 325 | 11 |0,04-0,06 | 0,04-0,06| 0,06-0,12 | 0,05-0,10 0,08-0,35 0,12-0,4
Hig?-etmo{ steeland  ferriic 200 | 12 [0,04-0,07 | 0,04-0,08| 0,06-0,14 | 0,05-0,12 0,08-0,35 0,12-0,4
cast stee
artensiic 240 | 13 [0,04-0,07 | 0,04-0,08| 0,06-0,14 | 0,05-0,12 0,08-0,35 0,12-0,4
M C“;g:‘:t‘ggly SRR e 180 | 14 [0,04-0,07 | 0,04-0,08| 0,06-0,14 | 0,05-0,12 0,08-0,35 0,12-0,35
i 180 | 15 |0,03-0,06 | 0,05-0,12| 0,08-0,20 | 0,12-0,35 0,08-0,35 =
Grey cast iron — 260 | 16 [0,03-0,06 | 0,05-0,12 | 0,08-020 | 0,12-0,35 0,08-0,35 -
Nodular cast iron enitc 160 | 17 |0,03-0,06 | 0,05-0,12| 0,08-0,20 | 0,12-0,35 0,08-0,35 =
il 250 | 18 [0,03-0,06 | 0,05-0,12| 0,08-0,20 | 0,08-0,23 0,08-0,35 -
_— 130 | 19 [0,03-0,06 | 0,05-0,12| 0,08-0,20 | 0,12-0,35 0,08-0,35 -
Malleable cast iron -
perliic 230 | 20 |0,03-0,06 | 0,05-0,12| 0,08-0,20 | 0,08-0,23 0,08-0,35 =
Aluminium wrought ~ "on hadrened 60 21
§ g ! 0,08-0,15 0,12-0,40 =
N | aioys _ 100 | 2o [0:03-0.05 |004-010| 0,06-0,15
o non hadrened (Si<12%) 75 23
glltér;ﬂslmum cast hadrened (Si<12%) 90 24 (0,03-0,05 | 0,04-0,10 | 0,06-0,15 0,08-0,15 0,12-0,40 -
(Si>12%) 130 25
brass, copper
Copper and copper 90 | 27 10,03-0,05 | 0,04-0,08| 0,06-0,12 | 0,07-0,12 0,12-0,40 -
alloys bronze, 100 28
electrolyte-Cu
g | Heatresistant annealed 250 | 33 0,03-0,06 | 0,05-0,08 | 0,04-0,06 0,08-0,20 0,12-0,3
2l aged 350 | 34 0,03-0,06 | 0,05-0,08 0,04-0,06 0,08-0,20 0,12-0,3
Titanium alloys 300 37 0,03-0,06 | 0,05-0,09 0,04-0,07 0,08-0,20 0,12-0,3
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MT145..0006, MT245..0006, MT245K..0006, MT245..S016, MT245K..SO16,
MT145F...SD09, MT190T..SD12M4, MT190T.. CCO6, MT190T..SDO9, MT145...0F03

) 3 MT145..0006 | MT288.. |MT245..S016 |MT145F.| MT190T.. [MT190T.. |MT190T..SD09
Iso |Material & £ [82| MT245.0006 | LN11 [MT245K.S016] gpog |SD12M4 | oo | MT145.0F03
Conditi @ |€3[MT245K..0006 )
ondiion | HB |= @ Feed / tooth (mm/tooth)
annealed 125 1 0,05-0,6 0,1-0,5 0,07-0,18| 0,08-0,24| 0,03-0,06 0,05-0,11
Non-alloy steel annealed 190| 2 0,05-0,6 0,1-0,5 0,07-0,20| 0,08-0,24| 0,03-0,06 0,05-0,10
heattreated | 250 | 3 0,05-0,6 0,1-0,5 0,05-0,16 | 0,07-0,20| 0,03-0,05 0,04-0,08
annealed 180| 6 0,05-0,6 0,1-0,5 0,06-0,18| 0,10-0,30| 0,03-0,06 0,05-0,10
Low-alloy steel heattreated | 275| 7 0,05-0,6 0,1-0,5 0,06-0,16 | 0,10-0,28| 0,03-0,05 0,05-0,08
heattreated | 300| 8 0,05-0,6 0,1-0,5 0,06-0,16 | 0,10-0,28| 0,03-0,05 0,05-0,08
heattreated | 350| 9 0,05-0,6 0,1-0,5 0,05-0,12 | 0,08-0,20| 0,025-0,04 0,04-0,08
?;g?sét‘gg{ steeland  annealed | 200| 10 0,05-0,6 0,1-05 |0,06-0,16| 0,08-0,28| 0,03-0,05| 0,04-0,08
heattreated | 325 11 0,05-0,6 0,1-0,5 0,06-0,12| 0,08-0,22 | 0,025-0,04 0,04-0,06
High—allo?/ steel and  ferritic 200| 12 0,05-0,6 0,1-0,5 0,06-0,14 | 0,08-0,25| 0,03-0,05 0,04-0,08
cast stee!
marensiic | 240 13| 0,05-0,6 0,105 |0,06-0,14| 0,08-0,25| 0,03-0,05| 0,04-0,08
High-alloy steel and -
Cateteel austenic | 180| 14 0,05-0,4 0,1-05 |0,06-0,14| 0,07-0,20| 0,03-0,05|  0,04-0,08
ferritic/perliic | 180 | 15 0,05-0,4 0,05-0,3 0,1-0,5 0,08-0,20| 0,08-0,24| 0,03-0,06 0,05-0,12
el peritic 260| 16  0,05-0,4 0,05-0,3 0105 [0,08020| 008024| 003006| 0050112
Nesilkr Gast i ferritic 160| 17 0,05-0,4 0,05-0,3 0,1-0,5 0,08-0,20| 0,08-0,24| 0,03-0,06 0,05-0,12
perlitic 250 18 0,05-0,4 0,05-0,3 0,1-0,5 0,08-0,20 | 0,08-0,24| 0,03-0,06 0,05-0,12
ferritic 130| 19 0,05-0,4 0,05-0,3 0,1-0,5 0,08-0,20| 0,08-0,24| 0,03-0,06 0,05-0,12
Malleable cast iron »
perlitic 230| 20 0,05-0,4 0,05-0,3 0,1-0,5 0,08-0,20| 0,08-0,24| 0,03-0,06 0,05-0,12
Aluminium wrought ~ nonhadrened | /60 | 21 0.08.0.20 0.04.010
alloys — 100/ 22 0,06-0,15 ,Ue-0, ,04-0,
non hadrened (Si<12%)| 75 | 23
Alumini t o
a"l:)r;sm'um Cast  hadrened (Si<i2%) | 90 | 24 0,06-0,15| 0,08-0,20 0,04-0,10
(Si>12%) 130 | 25
CI:)pper and copper brass, copper | g | 27 0,06-0,12 | 0,07-0,20 0,04-0,08
alloys :
lectobre-cu | 100 | 28
R amealed | 250| 33|  0,05-0,15 0,05-0,08| 0,05-0,12 0,03-0,06
alloys aged 350| 34 0,05-0,15 0,05-0,08 | 0,04-0,12 0,03-0,06
Titanium alloys 300| 37 0,05-0,15 0,05-0,09 | 0,04-0,12 0,03-0,06




Definition of feed rates long edge spiral flute endmills

MT190L, MT290L
) T |- Diameter (mm) MT190L, MT290L MT190L..SD09| MT290L..SD09 [MT290L..SX12
iso |Material & £ [S&] 1625 2563 50-125 |MT190LB.SPO6| MTI90LB.
Condition o (52| ADOS AD10 SX12 SD09
HB Feed / tooth (mm/tooth)
annealed 125| 1 | 0,03-0,10 0,07-0,12 0,09-0,18 | 0,05-0,10 | 0,07-0,12 0,09-0,18
Non-alloy steel annealed 190| 2 | 0,03-0,10 0,07-0,12 0,09-0,18 | 0,05-0,10 | 0,07-0,12 0,09-0,18
heat treated 250| 3 | 0,03-0,10 0,05-0,10 0,07-0,16 | 0,04-0,08 | 0,05-0,10 0,07-0,16
annealed 180| 6 | 0,03-0,10 0,05-0,12 0,08-0,16 | 0,04-0,10 | 0,05-0,12 0,08-0,16
L alloy sl heat treated 275| 7 | 0,03-0,10 0,05-0,10 0,08-0,14 | 0,04-0,08 | 0,05-0,10 0,08-0,14
heat treated 300| 8 | 0,03-0,10 0,05-0,10 0,08-0,14 | 0,04-0,08 | 0,05-0,10 0,08-0,14
heat treated 350| 9 [ 0,03-0,10 0,04-0,08 0,08-0,12 | 0,04-0,06 | 0,04-0,08 0,08-0,12
Higholoysteeland  amnealed 200| 10 [ 008010 | 005010 | 007016 | 004008 | 005-010 | 007-0,16
heat treated 325| 11 [ 0,03-0,10 0,05-0,08 0,07-0,12 | 0,04-0,06 | 0,05-0,08 0,07-0,12
C“;g?sf’t‘ggly steelland ferritic 200 | 12 [ 0,03-0,10 0,05-0,09 0,07-0,15 | 0,04-0,07 | 0,05-0,09 0,07-0,15
S 240 | 13 | 0,03-0,10 0,05-0,09 0,07-0,15 | 0,04-0,07 | 0,05-0,09 0,07-0,15
High-all teel and .
M | Coiaed oem austeniic 180| 14 [ 003-010 | 005009 | 007015 | 004007 | 005009 | 007-0,15
ferritic/periiic 180 | 15 | 0,03-0,10 0,07-0,14 0,09-0,20 | 0,05-0,12 | 0,07-0,14 0,09-0,20
Grey cast iron
Y perlitc 260 | 16 [ 0,03-0,10 0,07-0,14 0,09-0,20 | 0,05-0,12 | 0,07-0,14 0,09-0,20
Nodular cast iron fertitic 160 | 17 | 0,03-0,10 0,07-0,14 0,09-0,20 | 0,05-0,12 | 0,07-0,14 0,09-0,20
peritic 250 | 18 | 0,03-0,10 0,07-0,14 0,09-0,20 | 0,05-0,12 | 0,07-0,14 0,09-0,20
_ ferriic 130 | 19 | 0,05-0,10 0,07-0,14 0,09-0,20 | 0,05-0,12 | 0,07-0,14 0,09-0,20
Malleable cast iron -
perliti 230 | 20 | 0,05-0,10 0,07-0,14 0,09-0,20 | 0,05-0,12 | 0,07-0,14 0,09-0,20
Aluminium wrought foglhadieres 60 | 21
N | aioys ) 0,05-0,15 0,07-0,20 | 0,04-0,10 | 0,05-0,15 0,07-0,20
adrened 100 22
non hadrened (Si<12%) 75 23
Alumini t o
dloys hadrened (SI<12%) | 90 | 24 0,05-0,15 0,07-020 | 004-0,10 | 0,05-0,15 | 0,07-0,20
(Si>12%) 130 25
brass, copper
SR IE R %0 | 27 0,05-0,14 0,07-0,18 | 0,04-008 | 005014 | 0,07-0,18
alloys bronze,
electrolyte-Cu 100 28
S Heat resistant annealed 250 | 33 | 0,03-0,08 0,05-0,09 0,04-0,07 0,05-0,09
Il
Sl 2o 350 | 34 | 0,03-0,08 0,05-0,09 0,04-0,07 | 0,05-0,09
Titanium alloys 300 | 37 | 0,03-0,08 0,05-0,09 0,04-0,07 0,05-0,09

When edging (side milling) multiply the fz for full slot milling (see table above) by the correction factor f depending on the radial depth of cut ratio, achieve (D/
ae) to the correct feed.

D/ a, 50 40 20 10 5 20 1
f 4,5 4 3 2 15 1 0,7
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Definition of feed rates facemills and endmills
with round inserts

MT100, MT200, MT200K

MT100, MT200

Diameter (mm)

2 |_ MT100, MT200 MT200, MT200K
7]
o |$8 [ 2532 | 3250 | 10-12 16-20 25-32 50-500
. = O
Material & =5 RN10 RN12 RDO5 |[RDO08, RP10RP12, RP16 RP12, RP16
HB
Condition Mean undeformed chip thickness h_, mm
s 125 | 1 | 0,07-0,50 | 0,08-0,55 | 0,06-0,10 | 0,08-0,12 0,10-0,15 0,10-0,30
e ey s annealed 190 | 2 | 0,07-0,50 | 0,08-0,55 | 0,06-0,10 | 0,08-0,12 0,10-0,15 0,10-0,30
heat treated 250 | 3 | 0,07-0,50 | 0,08-0,55 | 0,05-0,08 | 0,06-0,10 0,08-0,12 0,10-0,30
annealed 180 | 6 | 0,07-0,50 | 0,08-0,55 | 0,05-0,09 | 0,06-0,11 0,08-0,14 0,10-0,30
Low-alloy steel heat treated 275 | 7 | 0,07-0,50 | 0,08-0,55 | 0,05-0,08 | 0,06-0,10 0,08-0,12 0,10-0,30
e 300 | 8 | 0,07-050 | 0,08-0,55 | 0,05-0,08 | 0,06-0,10 0,08-0,12 0,10-0,28
heat treated 350 | 9 | 0,07-0,50 | 0,08-0,55 | 0,05-0,07 | 0,06-0,08 0,08-0,10 0,10-0,28
?;%?;23 steeland  apnealed 200 | 10 | 0,07-0,50 | 0,08-0,55 | 0,05-0,08 | 0,06-0,10 0,08-0,12 0,08-0,30
heat treated 325 | 11 | 0,07-0,50 | 0,08-0,55 | 0,05-0,07 | 0,06-0,08 0,08-0,10 0,08-0,25
Hig?-ezllo?' steeland  feritic 200 | 12 | 0,07-0,50 | 0,08-0,55 | 0,05-0,07 0,06-0,08 0,08-0,10 0,08-0,25
cast stee
martensitic 240 | 13 | 0,07-0,50 | 0,08-0,55 | 0,05-0,07 | 0,06-0,08 0,08-0,10 0,08-0,25
C“;g?g!g{ steeland  onitc 180 | 14 | 0,07-0,50 | 0,08-0,55 | 0,05-0,07 | 0,06-0,08 0,08-0,10 0,07-0,25
ferriticiperitic 180 | 15 0,06-0,10 | 0,08-0,12 0,10-0,15 0,10-0,45
Grey castiron i 260 | 16 0,06-0,10 | 0,08-0,12 0,10-0,15 0,10-0,45
Nodular cact iron it 160 | 17 0,06-0,10 | 0,08-0,12 0,08-0,12 0,10-0,45
perlitc 250 | 18 0,06-0,16 | 0,08-0,12 0,08-0,12 0,08-0,30
' — 130 | 19 0,06-0,16 | 0,08-0,12 0,10-0,15 0,10-0,45
Malleable castiron e 230 | 20 0,06-0,16 | 0,08-0,12 0,10-0,15 0,10-0,30
Aluminium wrought non hadrened 60 21
a“Oys hadrened 100 22
o non hadrened (Si<12%) 75 23
Alllumlnlum cast hadrened (Si<12%) 90 24 0,04-0,10 0,04-0,10 0,04-0,12 0,04-0,14
alloys
(Si>12%) 130 | 25
Copper and copper brass, copper 90 27
alloys R - 100 | 28
_ I 250 | 33 | 0,07-0,35 | 0,08-0,4 | 0,04-0,12 | 0,04-0,12 0,04-0,14 0,04-0,25
Heat resistant
alloys aged 350 | 34 0,04-0,10 | 0,04-0,10 0,04-0,12 0,04-0,20
SN — 300 | 37 | 0,08-0,35 | 0,0804 | 004010 | 0,04-0,12 0,04-0,12 0,04-0,14




Definition of feed rates ball nose endmills

MT100L MT100LX
3 Diameter (mm)
IS0 £ | E8 2] 16 20 25 [ 32 [ 40 | s0
. | =
Material & o £3
s 0o
Condition HB Mean undeformed chip thickness h_, mm
annealed 125 1 |0,06-0,10|0,06-0,10|0,06-0,10(0,08-0,12(0,08-0,12(0,10-0,15 | 0,10-0,15
Non-alloy steel annealed 190 2 [0,06-0,10(0,06-0,10(0,06-0,10(0,08-0,12|0,08-0,12|0,10-0,15 | 0,10-0,15
heat treated 250 3 [0,05-0,08(0,05-0,08(0,05-0,08|0,06-0,10(0,06-0,10(0,08-0,12 | 0,08-0,12
annealed 180 6 [0,05-0,09(0,05-0,09(0,05-0,09|0,06-0,11|0,06-0,11|0,08-0,14 | 0,08-0,14
Low-alloy steel heat treated 275 7 |0,05-0,080,05-0,08|0,05-0,08 [0,06-0,10(0,06-0,10(0,08-0,12 | 0,08-0,12
heat treated 300 8 [0,05-0,08(0,05-0,08(0,05-0,08(0,06-0,10(0,06-0,10(0,08-0,12 | 0,08-0,12
heat treated 350 9 [0,05-0,07(0,05-0,07|0,05-0,07|0,06-0,08|0,06-0,08|0,08-0,10 | 0,08-0,10
?;g?sﬂg steel and annealed 200 10 |0,05-0,08(0,05-0,08|0,05-0,08(0,06-0,10(0,06-0,10|0,08-0,12 | 0,08-0,12
heat treated 325 11 |0,05-0,070,05-0,070,05-0,07 |0,06-0,08 |0,06-0,08|0,08-0,10 | 0,08-0,10
High-allo?/ steel and ferriic 200 12 [0,05-0,07[0,05-0,07|0,05-0,07|0,06-0,08|0,06-0,08|0,08-0,10 | 0,08-0,10
cast stee
N 240 13 [0,05-0,07(0,05-0,07|0,05-0,07|0,06-0,08|0,06-0,08|0,08-0,10 | 0,08-0,10
M E‘;gsi‘sﬂ?l/ steel and e 180 14 [0,05-0,07[0,05-0,07|0,05-0,07 |0,06-0,08|0,06-0,08|0,08-0,10 | 0,08-0,10
ferritciperlitc 180 15 [0,06-0,10(0,06-0,10(0,06-0,10(0,08-0,12|0,08-0,12|0,10-0,15 | 0,10-0,15
Grey castiron — 260 16 [0,06-0,10(0,06-0,10(0,06-0,10(0,08-0,12|0,08-0,12|0,10-0,15 | 0,10-0,15
Nodular cast iron ferritc 160 17 0,06-0,10(0,06-0,10(0,06-0,10(0,08-0,12|0,08-0,12|0,08-0,12 | 0,08-0,12
peritc 250 18 0,06-0,16|0,06-0,16 |0,06-0,16(0,08-0,12|0,08-0,12|0,08-0,12 | 0,08-0,12
— 130 19 [0,06-0,16(0,06-0,16|0,06-0,16|0,08-0,12|0,08-0,12|0,10-0,15 | 0,10-0,15
Malleable cast iron »
periiic 230 20 [0,06-0,16(0,06-0,16(0,06-0,16|0,08-0,12|0,08-0,12|0,10-0,15 | 0,10-0,15
N | Auminium wrough non hadrened 60 21 [0,03-0,10(0,03-0,10(0,03-0,10(0,03-0,10|0,05-0,12|0,15-0,50 | 0,15-0,50
alloys — 100 22 [0,03-0,08(0,03-0,08|0,03-0,08|0,03-0,08|0,05-0,12|0,15-0,50 | 0,15-0,50
B non hadrened (Si<12%) 75 23 [0,03-0,10{0,03-0,10(0,03-0,10{0,03-0,10(0,05-0,12[0,15-0,50 | 0,15-0,50
;\l'lf;‘;”'“m cast hadrened (Si<12%) 90 24 |0,03-0,08(0,03-0,08|0,03-0,08 [0,03-0,08(0,05-0,12 |0,15-0,50 | 0,15-0,50
(Si>12%) 130 25 [0,03-0,08(0,03-0,08|0,03-0,08|0,03-0,08|0,05-0,12|0,15-0,50 | 0,15-0,50
Copper and copper brass, copper 90 27 [0,03-0,10(0,03-0,10(0,03-0,10|0,03-0,10|0,05-0,12|0,15-0,50 | 0,15-0,50
aloys R, 100 28 0,03-0,08|0,03-0,08(0,03-0,08|0,03-0,08(0,05-0,120,15-0,50 | 0,15-0,50
S annealed 250 | 33 [0,03-0,08|0,03-0,08|0,03-0,08(0,03-0,08(0,04-0,12(0,04-0,12 | 0,04-0,12
Heat resistant
alloys aged 350 | 34 [0,03-0,08|0,03-0,08|0,03-0,08(0,03-0,08(0,04-0,12(0,04-0,12 | 0,04-0,12
Tanium alloys 300 | 37 [0,02-0,08|0,02-0,08|0,02-0,08(0,02-0,08(0,04-0,08| 0,04-0,1 | 0,04-0,1
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Definition of feed rates ball nose fihishing endmills

MT100LS
3 Diameter (mm)
ISO £ 50
Material & o 53 6| 8| 10| 12| 16| 20| 25| 32
© =
Condition HB =o Mean undeformed chip thickness h_, mm
annealed 125 1 ]0,03-0,08|0,03-0,08/0,03-0,08|0,04-0,15|0,04-0,15|0,04-0,15|0,04-0,20|0,04-0,20
Non-alloy steel annealed 190 2 |0,03-0,08/0,03-0,08/0,03-0,08|0,04-0,15|0,04-0,15|0,04-0,15|0,04-0,18|0,04-0,18
e 250 3 |0,03-0,06|0,03-0,06|0,03-0,06|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,15|0,04-0,15
annealed 180 6 |0,03-0,08/0,03-0,08/0,03-0,08|0,04-0,15|0,04-0,15|0,04-0,15|0,04-0,20(0,04-0,20
Low-alloy steel et 275 7 10,03-0,08/0,03-0,08/0,03-0,08|0,04-0,15|0,04-0,15|0,04-0,15|0,04-0,18|0,04-0,18
N 300 8 |0,03-0,06|0,03-0,06(0,03-0,06|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,18|0,04-0,18
P 350 9 |0,03-0,06/0,03-0,06|0,03-0,06|0,04-0,10|0,04-0,10|0,04-0,10|0,04-0,15|0,04-0,15
High-allo?/ steel and annealed 200 | 10 [0,03-0,08/0,03-0,08|0,03-0,08|0,04-0,12|0,04-0,12(0,04-0,12|0,04-0,20|0,04-0,20
cast steel
heat treated 325 | 11 |0,03-0,06|0,03-0,06|0,03-0,06|0,04-0,10|0,04-0,10|0,04-0,10|0,04-0,15|0,04-0,15
High-alloy steel and terriic 200 | 12 [0,03-0,08/0,03-0,08/|0,03-0,08|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,15|0,04-0,15
cast steel
S 240 | 13 [0,03-0,06|0,03-0,06|0,03-0,06|0,04-0,10|0,04-0,10|0,04-0,10|0,04-0,12|0,04-0,12
M High-allo?/ steel and — 180 | 14 |0,03-0,06|0,03-0,06|0,03-0,06|0,04-0,08/|0,04-0,08|0,04-0,08| 0,04-0,1 [0,043-0,1
cast steel
feniticlperitc 180 | 15 | 0,03-0,1|0,03-0,1 | 0,03-0,1 |0,04-0,14|0,04-0,14|0,04-0,14| 0,08-0,3 | 0,08-0,3
Sz izt Do perliic 260 | 16 |0,03-0,08/0,03-0,08|0,03-0,08|0,04-0,14|0,04-0,14|0,04-0,14|0,08-0,25|0,08-0,25
Nodul " ferritic 160 | 17 | 0,03-0,1 | 0,03-0,1 | 0,03-0,1 |0,04-0,14|0,04-0,14|0,04-0,14| 0,08-0,3 | 0,08-0,3
odular cast iron
perlitic 250 | 18 [0,03-0,08/0,03-0,08|0,03-0,08|0,04-0,14|0,04-0,14|0,04-0,14|0,08-0,25|0,08-0,25
feritic 130 | 19 | 0,03-0,1 | 0,03-0,1 | 0,03-0,1 |0,04-0,14|0,04-0,14|0,04-0,14| 0,08-0,3 | 0,08-0,3
Malleable cast iron periic 230 | 20 [0,03-0,08/0,03-0,08/0,03-0,08/0,04-0,14|0,04-0,14|0,04-0,14|0,08-0,25|0,08-0,25
N | Auminium wrought non hadrened 60 21 | 0,03-0,1 | 0,03-0,1 | 0,03-0,1 |0,05-0,12|0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
alloys — 100 | 22 |0,03-0,08|0,03-0,08|0,03-0,08|0,05-0,12|0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
N non hadrened (Si<129%) 75 23 | 0,03-0,1 | 0,03-0,1 | 0,03-0,1 |0,05-0,12|0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
Q'I‘:)ms'”'”m st hadrened (Si<12%) 90 24 0,03-0,08/0,03-0,08/|0,03-0,08|0,05-0,12|0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
Y (Si>12%) 130 | 25 |0,03-0,08|0,03-0,08|0,03-0,08|0,05-0,12(0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
Copper and copper brass, copper 90 27 |0,03-0,1 | 0,03-0,1 | 0,03-0,1 |0,05-0,12(0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
alloys Rl - 100 | 28 |0,03-0,08|0,03-0,08|0,03-0,08(0,05-0,12|0,05-0,12|0,05-0,12| 0,15-0,5 | 0,15-0,5
annealed 250 | 33 [0,03-0,08/0,03-0,08/|0,03-0,08|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,12
S Heat resistant
alloys e 350 | 34 |0,03-0,08|0,03-0,08|0,03-0,08|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,12|0,04-0,12
—_— 300 | 37 |0,02-0,08|0,02-0,08|0,02-0,08|0,04-0,08| 0,04-0,1 | 0,04-0,1 | 0,04-0,1 | 0,04-0,1
itanium alloys
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Nominal cutting data for milling tools for machining aluminium alloys

Finishing Semi-finishing Roughing
ISO Insert type
Cutting speed Feed/tooth Cutting speed Feed/tooth Cutting speed Feed/tooth
v, (m/min) (mm/tooth) v, (m/min) (mm/tooth) v, (m/min) (mml/tooth)
N AD.T10T3...-AL 3500-300 0,05-0,1 3000-300 0,075-0,2 1500-200 0,1-0,25
XDHT1904...-AL 2000-300 0,05-0,1 2000-300 0,075-0,2 2000-300 0,1-0,25
XDHX1904...-AL 5000-300 0,05-0,1 5000-300 0,1-0,3 5000-300 0,1-0,4

If in designs at once used together different inserts, so that cutting data are fixed on inserts with the slighest of the cutting data and feed.

Application data for Titanium milling with ADD milling tools

MT190..AD10-T | MT190..BO12-T MT245..S009 | MT245..S019 |MT190Z..MO09
ISO | MT290..AD10-T |MT190L..SO09-T MT290Z..MO09
MT190L..AD10-T | MT290L..SO09-T
Feed / tooth (mm/tooth)
S 0,08-0,12 0,08-0,14 0,10-0,16 0,10-0,20 0,05-0,15
N 0,05-0,15
Titanium alloys Hardness Rm Kc Cutting speed *For sidemilling with long edge endmills a,<0,33D.
*Mainly down milling.
HRC N/mm N/mm m/min *At milling slots cutting speed is necessary for reduc-
TiBAI4V (Ti 6.4) (BT6) 36 1130 2400 48-100 (70) ing on 10-15%.
N -
BT20 2800 35-70 (45) For facemilling a_<0,6D.
Especially important plentiful cooling. The greatest
s 38 £200 3400 24-50/(30) effect is brought with internal cooling through a
BT23 3330 30-60 (37) spindle under pressure 70-110bar.
Ti10V2Fe3Al (Ti 10.2.3) 35 1100 3000 22-46(35)
Ti6AI2Sn4Zr2Mo 28 900 1500 50-108
Til3V11Cr3Al 40 1270 3400 24-50
Ti3AI8V6CraMo4Zr 32 1000 2200 27-58
Ti5AI5V5Mo3Cr (Ti 5.5.5.3) 40 1270 3400 24-50 (30)
Ti 17 38 1200 2500 44-93
Ti4Al4Mo2Sn0,5Si B85 1100 2400 40-85

*In brackets optimum speed is resulted at roughing side milling by ADD long edge endmills.
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Definition of feed rates slitting cutters and disk mills

T MT390K... MT390 MT389
Material & £ |s
ISO = 28 ccoe..|SD09...[rP22,SD12,A015 CN08..|CN11..|CN15.. SN11...[ SN12...
.. +-= 0O
Condition | g (£ 5 Feed / tooth (mm/tooth)
125 | 1 | 0,03-0,10|0,08-0,18 0,08-0,30 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,20 | 0,08-0,30
Non-alloy steel 190 | 2 | 0,03-0,11|0,08-0,20 0,08-0,25 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,20 | 0,08-0,30
heat treated 250 | 3 | 0,03-0,09|0,06-0,16 0,06-0,20 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,17 | 0,08-0,25
180 | 6 | 0,03-0,09|0,07-0,16 0,07-0,20 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,07-0,18 | 0,08-0,25
leralayes heat treated 275 | 7 | 0,03-0,08|0,07-0,14 0,07-0,18 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,07-0,18 | 0,08-0,25
heat treated 300 | 8 0,07-0,14 0,07-0,18 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,07-0,15 | 0,08-0,22
heat treated 350 | 9 0,07-0,12 0,07-0,15 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,05-0,15 | 0,07-0,22
C”;g?:gg{mee' and 200 | 10 0,06-0,15 0,06-0,15 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,06-0,15 | 0,08-0,22
[ 325 | 11 0,06-0,12 0,06-0,12 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,06-0,12 | 0,08-0,20
?;g‘t‘-:t‘ggswe' and 200 | 12 0,06-0,12 0,06-0,15 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,05-0,15 | 0,08-0,22
240 | 13 0,06-0,10 0,06-0,12 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,05-0,15 | 0,08-0,20
M High-alloy steel and
cast steel 180 | 14 0,06-0,10 0,06-0,15 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,06-0,15 | 0,08-0,22
ferritic/perlitic 180 | 15 0,08-0,20 0,12-0,35 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,20 | 0,10-0,30
Grey cast iron
260 | 16 0,08-0,20 0,12-0,35 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,20 | 0,10-0,30
el el 160 | 17 0,08-0,20 0,12-0,35 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,20 | 0,10-0,30
250 | 18 0,08-0,15 0,08-0,23 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,06-0,15 | 0,08-0,20
130 | 19 0,08-0,20 0,12-0,35 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,08-0,20 | 0,10-0,30
Malleable cast iron
230 | 20 0,06-0,15 0,08-0,23 0,1-0,4 |0,1-0,5 | 0,1-0,6 |0,06-0,15 | 0,08-0,20
Aluminium wrought ~ nen hadrened 60 | 21
N | 0,04-0,15| 0,05-0,15 0,07-0,20 0,05-0,20 | 0,08-0,25
aloys 100 | 22
o non hadrened (Si<12%) 75 23
Aluminium cast hadrened (Si<12%) | oo | 94 | 0,04-0,15|0,05-0,15 0,07-0,20 0,05-0,20 | 0,08-0,25
alloys
130 | 25
Copper and copper % ©PPef 90 | 27 | 0,03-0,11|0,05-0,14 0,07-0,18 0,05-0,14 | 0,07-0,23
alloys lectroiyte-Cu 100 | 28 | 0,03-0,10|0,05-0,14 0,07-0,18 0,05-0,14 | 0,07-0,23
S | Heat resistant 250 | 33 0,05-0,10 0,05-0,12 0,05-0,10 | 0,05-0,12
alloys 350 | 34 0,04-0,10 0,05-0,12 0,04-0,10 | 0,04-0,12
AT 300 | 37 0,04-0,10 0,05-0,14 0,04-0,10 | 0,05-0,15

Definition of feed rates finishing facemills MT200S

ISO
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MT200S...LN19

Insert type Feed / tooth (mm/tooth)
LNGQ1906... 2,0-6,0
LNGQ1906... 2,0-6,0




Material cross reference list

Country
Russian Great Britain USA Germany France Spain
Ker.1| Mc|Gruppen
Standart
VDI 3323
1SO 513 [OCTP | BS | AISI/SAE | W.-Nr. DIN AFNOR | UNF

Non-alloy steel
15 080M15 1015 1.0401/1.1141 C15/ Ck15 11SMnPb28 F.111/ C15K |13500.21 1
20 050A20 1020 1.0402 Cc22 CC20 F.112 13500.21 1
230M07 1213 1.0715 9SMn28 S250 11SMn28 |1350 (0.21] 1
12113 1.0718 9SMnPb28 S250Pb 11SMnPb28 (1350 |0.21] 1
A12 1.0722 10SPb20 10PbF2 10SPb20 [1350(0.21| 1
240M07 1215 1.0736 9SMn36 S300 12SMn35 |1350 (0.21 1
12L14 1.0737 9SMnPb36 S300Pb 12SMnP35 |1350(0.21 1
25 1025 1.1158 Ck25 135010.21 1
352 150M28 1330 1.1170 28Mn6 20M5 1500(0.22 2
A30 212M36 1140 1.0726 35520 35MF4 F210G 152510.22| 2/3
35 060A35 1035 1.0501 C35 CC35 F.113 1525(0.22| 2/3
45 080M46 1045 1.0503 C45 CC45 F114 1525(0.22| 2/3
407 150M36 1039 1.1157 40Mn4 35M5 1525(0.22| 2/3
350 1335 1.1167 36Mn5 40M5 36Mn5 1525(0.22| 2/3
060A35 1035 1.1183 Cf35 XC38TS 1525(0.22| 2/3
45 080M46 1045 1.1191 Ck45 XC42 C45K 152510.22| 2/3
50 060A52 1050 1.1213 Cf53 XC48TS 152510.22| 2/3
55 070M55 1055 1.0535/1.1203 C55/ Ck55 XC55 C55K 167510.24| 3
60 080A62 1060 1.0601 C60 (€E@55 1675(0.24] 3
60 080A62 1060 1.1221 Ck60 XC60 1675(0.24] 3

Low-alloy steel
X15 534A99 52100 1.3505 100Cr6 100C6 F131 1675[0.24| 617
15HM 1501-240 ASTM A204Gr.A 1.5415 15Mo03 15000 16Mo3 167510.24| 6/7
1503-245-420 4520 1.5423 16Mo5 16Mo5 1675(0.24| 6/7
15MHN ASTM A350LF5 1.5622 14Ni6 16N6 15Ni6 1675(0.24| 6/7
12XH3A 3415 1.5732 14NiCr10 14NC11 15NiCr1l  |1675(0.24| 6/7
20XH4DA 655M13; 3415:3310 1.5752 14NiCr14 12NC15 1675(0.24| 6/7
18X2H4BA 820A16 1.6587 17CrNiMo6 18NCD6 14NiCrMo13 (1675(0.24| 6/7
18X (527M20) 5115 1.7131 16MnCr5 16MC5 16MnCr5 |1675(0.24| 6/7
15XM 1.7262 15CrMo5 12CD4 12CrMo4 [1675|0.24 6/7
12XM 1501-620Gr27 ASTM A182 1.7335 13CrMo4 4 15CD3.5 14CrMo45 |[1675(0.24| 6/7
12X2M®A 1501-622 ASTM A182 1.7380 10CrMo0910 12CD9,10 TUH 1675(0.24| 6/7
12X1Md 1503-660-440 1.7715 14MoV6 3 13MoCrV6 |[1675(0.24| 6/7
20XTHM 805M20 8620 1.6523 21NiCrMo22 20NCD2 20NiCrMo2 |1725(0.24| 6/8
15X 523M15 5015 1.7015 15Cr3 12C3 172510.24| 6/8
35X 530A32 5132 1.7033 34Cr4 32C4 35Cr4 172510.24| 6/8
20XM 1717CDS110 4130 1.7218 25CrMo4 25CD4 55Cr3 1725(0.24| 6/8
35XH2MN 640A35 3135 1.5710 36NiCr6 35NC6 1800 (0.24] 3/9
55C2 250A53 9255 1.0904 55Si7 5587 56Si7 1775(0.24| 6/9
60C2 9262 1.0961 60SiCr7 60SC7 60SiCr8 1775|0.24] 6/9
40XH2MA 816M40 9840 1.6511 36CrNiMo4 40NCD3 35NiCrMo4 |1775(0.24] 6/9
311-Type 7 8740 1.6546 40NiCrMo22 40NiCrMo2 |[1775(0.24| 6/9
38X2H2MA 817M40 4340 1.6582 35CrNiMo6 35NCD6 1775(0.24] 6/9
40X 530M40 5140 1.7035 41Cr4 42C4 42Cr4 1775(0.24] 6/9
50XIA 527A60 5155 1.7176 55Cr3 55C3 1775(0.24| 6/9
35XM 708A37 4137:4135 1.7220 34CrMo4 35CD4 34CrMo4 [1775(0.24| 6/9
38XMA 708M40 4140,4142 1.7223 41CrMo4 42CDATS 42CrMo4  [1775(0.24| 6/9
A0XH2MA 708M40 4140 1.7225 42CrMo4 42CD4 42CrMo4  [1775|0.24| 6/9
30X3BA 722M24 1.7361 32CrMo12 30CD12 F.124.A 177510.24| 6/9
50XPA 735A50 6150 1.8159 50Crv4 50CV4 51CrVv4 1775|0.24] 6/9
38XMIOA 905M39 1.8509 41CrAIMo7 40CAD6,12 41CrAlMo7 |(1775(0.24| 6/9
40X5Md 897M39 1.8523 39CrMoV13 9 1775|0.24) 6/9
9x2 BL3 L3 1.2067 100Cr6 Y100C6 100Cr6  |1775[0.24| 6/9
XBI” 1.2419 105WCr6 105WC13 105WCr5 |1775(0.24| 6/9
5XHM L6 1.2713 55NiCrMoV6 55NCDV7 F.520.S 1775|0.24| 6/9
5XB2C BS1 S| 1.2542 45WCrV7 45WCrSi8 [1775(0.24| 6/9
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ISO 513

Country
Russian Great Britain USA Germany France Spain
kcl.l m, Gruppe
Standart
VDI 3323
OCTP | BS | AISI/SAE | W.-Nr. | DIN AFNOR UNF
High-alloy steel
4AX5MP1C BH13 H13 1.2344 X40CrMoV51 Z40CDV5 X40CrMoV5 (2450 /0.23| 10/11
1501-509;510 ASTM A353 1.5662 X8Ni9 XBNi09 2450 (0.23 10/11
15MH4M 2515 1.5680 12Ni19 Z18N5 2450(0.23] 10/11
18X2H4MA 832M13 1.6657 14NiCrMo134 14NiCrMo131 |1675(0.24| 10/11
X12 BD3 D3 1.2080 X210Cr12 7200C12 X210Cr12 |2450(0.23] 10/11
X6Bd BA2 A2 1.2363 X100CrMoV51 Z100CDV5 X100CfMoV5 |2450 |0.23| 10/11
3X2B8d BH21 H21 1.2581 X30WCrVv9 3 Z30WCV9 X30WCrV9 |2450(0.23] 10/11
40X9S2 401 S45 HW3 1.4818 X45GrSio3 Z45CS9 F322 2450(0.23] 10/11
P6M5K5 1.3243 S 6-5-2-5 Z85WDKCV HS6-5-2-5 |24500.23] 10/11
P18K5®2 1.3255 S 18-1-2-5 Z80WKCV HS18-1-1-5 [2450(0.23] 10/11
P6M5 1.3343 S 6-5-2 Z85WDCV HS6-5-2 2450(0.23| 10/11
1.3348 S 2-9-2 Z100WCWV HS2-9-2 2450 (0.23] 10/11
P18 1.3355 S 18-0-1 HS18-0-1 [24500.23| 10/11
X12Mo 1.2601 X165CrMoV 12 X160CrMoV12|2450 0.23] 10/11
X12BM 1.2436 X210Crwi2 X210Crw12 |2450|0.23] 10/11
1101311 Z1201VU2 1.3401 G-X120Mn12 Z120M12 X120Mn12 |3300(0.24] 11
Stainless ferritic and martensitic steel
08X13 403517 403 1.4000 X7Cri3 76C13 F.3110 1875(0.21| 12/13
1.4001 X7Crl4 F.8401 1875(0.21| 12/13
12X13 410S21 410 1.4006 X10G13 710C14 F.3401 1875(0.21| 12/13
12X17 430S17 430 1.4016 X8Cr17 Z8C17 F.3113 187510.21] 12/13
40X13 420845 1.4034 X46Cr13 Z40CM F.3405 1875 (0.21| 12/13
405517 405 1.4002 X6CrAI13 Z8CA12 1875(0.21| 12/13
20X13 420S37 420 1.4021 Z20C13 187510.21] 12/13
20X17H12 431 S29 431 1.4057 X22CrNil7 Z15CNi6.02 F.3427 1875(0.21| 12/13
08X18T 430F 1.4104 X12CrMoS17 Z10CF17 F.3117 187510.21] 12/13
434817 434 1.4113 X6CrMo17 Z8CD17.01 1875 (0.21| 12/13
425C11 1.4313 X5CrNi13 4 Z4CND13.4M 1875 (0.21| 12/13
10X13CIO 403517 405 1.4724 X10CrAI13 710C13 F.311 1875 (0.21| 12/13
15X18CIO 430S15 430 1.4742 X10CrAI18 Z10CAS18 F.3113 187510.21] 12/13
95X18 443S65 HNV6 1.4747 X80CrNiSi20 Z80CSN20.02 F.320B 1875(0.21| 12/13
446 1.4762 X10CrAI24 Z10CAS24 18751(0.21] 12/13
55X20M9AH4 349S54 EV8 1.4871 X53CrMnNiN219 Z52CMN21.09 1875(0.21| 12/13
Stainless ferritic/martensitic and austenitic steel
X18H10T 321812 321 1.4541 X10CrNiTi189 Z6CNT18.10 F.3553 2150(0.2| 14.1
02X18H25MAC3 | 904S13, 904514, N08904 1.4539 X1 NiCrMoCu25205| Z2 CNDU 25.20 2150|0.2| 14.1
904592 URANUS B6
02X25H22AM2 310MoLN, N08310, 1.4465 X1CrNiMoN 25 22 2| Z2 CND25.22 Az 2150|0.2| 14.1
S31050 CLI UREA 25.22.2
03X17H14M3 316513 316L 1.4404, X2CrNiMo1812, Z2CND17.12 2150(0.2| 14.1
1.4435 X2CrNiMo18 14 3
03X18H11 304S11 304L 1.4306 X2CrNi1911 Z2CN18-10 2150(0.2| 14.1
06XH28MAOT N08028 1.4563 X1NiCrMoCuN31274| Z1NCDU31-27-03 2150(0.2| 14.1
08X18H10 304515 304 1.4301 X6CrNi189 Z6CN18.09 F.3551 2150(0.2| 14.1
08X18H12B 347S17 347 1.4550 X10CrNiNb189 Z6CNNb18.10 F.3552 2150|0.2| 14.1
09X17H701 316S111 17-7PH 1.4568 X7 CrNiAl 17 7 Z8CNA17-07 2150|0.2| 14.1
10X17H13M2T 320817 316TI, 318 1.4571, X10CrNiMoTi1810, Z6NDT17.12, F.3535 2150(0.2| 14.1
318 1.4583 X10CrNiMoNb1812| Z6CNDNb1713B
10X23H18 310S24 310S 1.4845 X12CrNi25 21 Z12CN25 20 F.331 2150(0.2| 14.1
12X18H9 303521 301, 303 1.4305, X12CrNiS188, Z10CNF 18.09, F.3508, |2150|0.2| 14.1
1.4310 X12CrNi177 Z12CN17.07 F.3517
15X23H18/ 1.4840 G-X15 CrNi 25 20 2150|0.2| 14.1
15X25T S44600 1.4746 2150(0.2| 14.1
15X28 S44600 1.4749 X18 CrN28 2150|0.2| 14.1
20X23H13 309524 Z10CNS25.20 2150(0.2| 14.1




Country

Russian Great Britain USA Germany France Spain
Gruppen
cl.l mc
Standart /DI 3323
1Is0513) [OCT P BS AISI/SAE W.-Nr. DIN AFNOR UNF
20X23H18, 310, 310S24, S31000, S31400, 1.4841 X15CrNiSi2520 Z15CNS25-20 2150| 0.2 14.1
(20X25H20C2) 314S25 J24202 314, SIRIUS 310, 2150| 0.2 14.1
4841, SIRIUS 314 2150/ 0.2 | 14.1
40X24H1CN 309C30 J93503, J94003, 1.4837 G-X40 CrNiSi 25 12 2150| 0.2 14.1
J94013 2150/ 0.2 | 14.1
M - 304s11 316 1.4436 X5CrNiMo17 13 3 | Z6CND18-12-03 2150| 0.2 | 14.1
- 317S12 317L 1.4438 X2CrNiMo18 16 Z2CND18.15 2150/ 0.2 | 14.1
12X25H5TM®N S31200, S32900 1.4460 X3 GrNiMo 27 5 Z3CND25-07 2150| 0.2 14.2
- 3RE60 S31500 1.4417 X2 GrNiMoSi 195 |GX2CrNiMoN25-7-3 2150| 0.2 14.2
- 1.4462 X2 GrNiMoN 22 5 3| Z2CND22-05-03 2150| 0.2 | 14.2
- 1.4821 X20 GrNiSi 25 4 Z20CNS25.04 2150/ 0.2 | 14.2
- 1.4823 G-X40CrNiSi27 4 2150| 0.2 14.2
Grey cast iron
Cy10 No 20 B 0.6010 GG10 Ft10D 1150 0.2 15
Cy15 Grade 150 No 25 B 0.6015 GG15 Ft15D 1150 0.2 15
Cuy20 Grade 220 No 30 B 0.6020 GG20 Ft20D 1150 0.2 15
Cu25 Grade 260 No 35 B 0.6025 GG25 Ft25D 12500.24| 15/16
C430 Grade 300 No 45 B 0.6030 GG30 FT30D 1350(0.28| 16
Cy35 Grade 350 No 50 B 0.6035 GG35 Ft35D 1350|0.28| 16
Cu40 Grade 400 No 55 B 0.6040 GG40 Ft40D 1350|0.28| 16
Nodular cast iron
Bu42-12 SNG 420/12 60-40-18 0.7040 GGG40 FCS 400-12 1225(0.25 17
0.7033 GGG 35.3 1225(0.25 17
SNG 370/17 0.7043 GGG 40.3 FGS 370-17 1225(0.25| 17
B450-2 SNG 500/7 80-55-06 0.7050 GGG 50 FGS 500-7 1350(0.28| 18
B460-2 SNG 600/3 0.7060 GGG 60 FGS 600-3 1350(0.28| 18
B470-2 SNG 700/2 100-70-03 0.7070 GGG 70 FGS 700-2 1350(0.28| 18
Malleable cast iron
Ku35-10 B 340/12 32510 0.8135 GTS-35 MN 35-10 1225(0.25| 19
Ku45-6 P 440/7 40010 0.8145 GTS-45 1420( 03| 20
Ku55-4 P 510/4 50005 0.8155 GTS-55 MP 50-5 1420| 0.3 20
Ku60-3 P 570/3 70003 0.8165 GTS-65 MP 60-3 1420| 0.3 20
Aluminium wrought alloys
1350 6082 1350, A96351, AIMgSil A-SGMO0.7 6351 700 |0.25| 21
AAG6003, AA6O07,
AAB351
1400 (1401, 3103 3003, A93003, 3003, AlIMn1, A-M1 3003, Al-1Mn| 700 [0.25| 21
3000) AA3003, AA3009, AlMnCu
AA3011, AA3103,
AA3107, AA3303,
AA3307
1420 700 [0.25| 22
1530 5154A 5154A, A95154, 5754, AlMg3, 5154, A-G3M, 5154A, 700 [0.25| 21
A95754, AA5154, S-AlMg3, AlMg3, AIMg3.5 Al-3Mg
AA5254, AA5654, SG-AIMg3
AA5754, AlMg3.5
1933 AAT7076 700 |0.25| 22
N AB 6061 6061, 6151, AlIMg1SiCu A-GSUS 6351 700 [0.25| 22
A96010, A96070,
A96151, AA6009,
AA6011, AA6013,
AAG061, AAGO70,
AA6151, AA6351
A0 1050, 1055, 3.0205 Al99.5 700 [0.25| 21
1060, 1065, AlI99.98R
1250, 1350
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ISO 513

Country

Russian Great Britain USA Germany France Spain
Gruppen
m
Standart ol
VDI 3323
[OCT P BS AISI/SAE W.-Nr. DIN AFNOR UNF
A1 A91030, A91230 Al99.3 700 (0.25| 21
AA1230
AO31 (1310, 6060, 6063, 6060, 6101, 3.2316 6060, AIMgSi0.5 6063, A-GS 6063, A-GS | 700 [0.25| 22
1320) 6443, 91E, 96005, A96060, AIMgSi0.8
HE9, HF9, A96063, A96101,
HG9, HT9 A96201, A96463,
AABO05, AABOL7,
AABO60, AAGDB3,
AAB101, AA6105,
AAB162, AA6201,
AAB301, AA6463,
A[I33 (1330, 6061, HB20, |A96061, A96205, 3.3315 AMg1SiCu 6061, A-GSUC 700 |0.25| 22
1340) HE20, HG20, A96262 6061 A-SGMO0.3
L1117
AK4-1 A92618, AA2018, 700 |0.25| 22
AA2218, AA2618
AK6 700 |0.25| 22
AK7 A03570, A444.0 700 |0.25| 22
AK8 (1380) 2014A 358.0, A92014, 2014, AICu4SiMg 2014 700 [0.25| 22
AA2014, AA2214 AlCuSiMn
AMr2 (1520) 2155, 5251 A95052, AA5051, 5052, 5251, 5051, 5052, 5052, Al-2Mg | 700 |0.25| 21
AA5151, AA5251, AlMg2, AIMg2.5, | 505203, A-G2.5C,
AA5252, AA5351, AlMg2Mn0.3 A-G2M
AA5352, AA5454,
AA5552, AA5652
AMr4 (1540, A95086, AA5082, 5086, AIMg4.5Mn 5086, A-GAMC | 5086, Al-4Mg| 700 [0.25| 21
1541) AA5083, AA5086 AlMg4, AlMg4Mn
AMr5 (1550, 5056, 5056A,  |A95056, AA5019, 5019, AlMg5 700 |0.25| 21
1556) A56S, NB6,  |AA5056, AA5356,
NG6, NR6 AA5456, AAS556
AMr6 (1560) NG61 A95456, A95556 AlMg6 AlMg5Mn Al-6Mg 700 [0.25| 21
B93 700 |0.25| 22
B95 (1950) C77S, M75S | AA7075, AAT175, AlZnMgCul.5 A-Z5GU 700 |0.25| 22
AA7475
B96L Ny AA7049 700 |0.25| 22
BA19 700 |0.25| 22
A1 (1110) A91110, A92017, AlCu4MgSi 1110, 131050, Al-4CuSiMg | 700 |0.25| 22
AA1110, AA2014, AlCuMg1, A-U4SG
AA2017 AlCuSiMn
016 (1160) 2024 A92024, A92124, 3.1325 2024, AICuMg2 A-U 4G1 2024 700 |0.25| 22
AA2024, AA2124
019 700 |0.25| 23
Aluminium cast alloys
AK5M4 LM21 3.2551 G-AISi6Cu4 700 |0.25| 24
A2 AlSi12 A04132, A94047, 3.2581 GK-AISi12, AlSi12, A-S12, A-S13, Al-12SiFe | 700 [0.25| 25
AlSi12Fe A413.0, B413.0, G-AISi12 AISi12
LM20, LM6 B413.1
An4 360.0, A03600, 3.2381 G-AlSi10Mg A-S9GU 700 |0.25| 24
A360.0
All5 LM16 305.0 G-AlSi5Mg Al-5SiCuMg | 700 |0.25| 24
GK-AISi5MgWa
AN5-1 A305.0 700 |0.25| 24
Al9 356, A03560 700 |0.25| 24
AN9-1 LM25 356, A03560 3.2371 G-AlSi7TMg AISi7TMg | 700 [0.25| 24
Al19 AICU4Ti 700 |0.25| 23




Country

Russian Great Britain USA Germany France Spain
era | Me Gruppen
Standart VDI 3323
Iso513) [OCT P BS AISI/SAE W.-Nr. DIN AFNOR UNF
AN22 700 |0.25 23
AN24 A07070 707 700 |0.25 23
An27 LM10 520, A05200 G-AlMg10 700 |0.25| 24
AIN30 LN13 A03360 AlISi12CuNiMg A-Si12UGN 700 |0.25 23
AN32 A03280 700 |0.25 24
N AN34 358.0 700 |0.25| 24
AMr4K1,5M 3.3261 G-AIMg5Si 700 |0.25 24
BAJ8 A380.0, A380.1 3.2163 G-AISi9Cu3 700 |0.25 24
Copper alloys
J1C60-2 Cz124 C35330, C36000 2.0375 CuZn36Pb3 CuZn36Pb3 700 |0.27 26
J1C63-3 Cz119 C35300, C35600 700 |0.27| 26
no62-1 Cz112 C46200, C46400 CuzZn38Snl 700 [0.27| 27
Mu58-2 C67410 CuzZn40Mn2 700 |0.27 27
163 Cz108 C27200 2.0321 Cuzn37 CuzZn36, CuzZn37 700 |0.27 27
n70 CZ106 C26000 2.0265 CuzZn30 CuzZn30 700 |0.27 27
1185 Cz102 C23000 2.0240 CuzZn15 CuzZnl5 700 |0.27 27
BpAXH10-4-4 Calo4 C63000 2.0966 CUAI10Ni5Fe4 U-A10N 700 |0.27 28
BpO®6,5-0,15 C11, PB103 C51900, C51980 CuSn6 CuSn6P 700 |0.27 28
BpOd7-0,2 C52100 CuSn8 CuSn8, CuSn8P 700 |0.27 28
BpOLC 4-4-4 C54400 CuSn4Zn4Pb5 700 |0.27 28
Heat resistant alloys
XH32T NA15, NA15H INCOLOY 800, 1.4876, X10 NiCrAITi 32 20 SIRIUS 800, 2600|0.24 31
N08332, N08800, 1.4958, 710 NC32-21,
N08810, RA330TX 1.4959 Z8 NC 33-21
- 37/18, NA17 INCOLQOY DS, 1.4864 X12 NiCrSi 36 16 Z20 NCS 33-16, 2600(0.24 31
N08830 Z12 NCS 35-16
- 330C11, 331C40 |[N08002, NO8004 1.4865 G-X40NiCrSi 2600|0.24| 31
N08030, NO8005
OK77 08028 1.4563 X1 NiCrMioCuN 31 27 4  Z2 NCDU 31-27, 2600|0.24 31
URANUS B28
- 5390A, N06002, 2.4603 NiCr21Fel8Mo NC22FeD 3300(0.24 33
HASTELLOY G-30
- INCONEL 625, 5666, 2.4856 NiCr22Mo9Nb NC22FeDNb 3300(0.24 33
S N06625, N26625
XH38BT NA14, NA16 INCONEL 825, 2.4858 NiCr21Mo 3300(0.24 33
N08825
XH77TIOP 2R201, NA20  [NIMONIC80,HEV5, 2.4631 NiCr20TiAl NC20TA 3300({0.24| 33
NO7080
XH78T NA14 INCONEL 600 Nicrofer 7216 3300|0.24 33
- NIMONIC 901 2.4662 NiFe35Cr14MoTi ZSNCDT42 3300(0.24 33
- INCONEL X-750, 2.4669 NiCr15Fe7TiAl NC15 TNb A, 3300(|0.24| 35
688, NO7750 NC15 Fe7TA
- IN-713, NO7713 2.4670 S-NiCr13A16MoNb NC12AD 3300({0.24| 34
- INCONEL 718, 2.4668 NiCr19Fe19NbMo NC19 Fe Nb, 3300({0.24| 34
XEV-1, N0O7718 NC20K14
- 3072-76, NA18 | 4676A, NO5500, 2.4375 NiCu30Al NC19eNB, 3300(0.24|34
MONEL K-500 NU30 AT
- AMS 5399 2.4973 NiCr19Col11MoTi NC19KDT 3300(|0.24| 34
- 2.4674 NiCo15Cr10MoAITi 3300(0.24 34
XH73MBTHO-BA INCONEL 751 2.4694 NiCr16Fe7TiAl 3300(0.24 35
- ANC15 HASTELLOY C(B) 2.4810 G-NiMo3 Ni-Mo28 3300({0.24| 33
- HR240 Stellite No. 25 2.4964 CoCr20W15Ni KC20WN 3300(0.24 35
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Country

Russian Great Britain USA Germany France Spain
Gruppen
cl.1 mc
Standart VDI 3323
Is0513 T[OCTP | BS | AISI/SAE | W.-Nr. DIN AFNOR UNF
Titanium alloys
BT1-00 2TA.1, 2TA.4  |R50250, R52400 3.7025 Ti1, TilPd T-35 L7021 2110[0.22| 36
BT3-1 2110/0.22| 37
BT5-1 BS TA.14, R54520 3.7115 TiAI5Sn2.5 T-ASE L7101 2110|0.22| 37
BS TA.15, 5Al-2.5Sn
BS TA.16,
BS TA.17,
S BT6 BS 2TA.11, AMS R56400, 3.7165 TiAl6V4 T-A6V 2110(0.22| 37
BS 2TA.12, AMS R56407, Ti-6Al-4V
BS 2TA.13, 6Al-4V, ERTI-5,
BS TA.56, F467, F468
BS TA.59,
BT18y 2110|0.22| 37
BT20 2800(0.22| 37
BT22 3400(0.24| 37
BT23 3300(0.23| 37
BT25 2440(0.24| 37
Ti10V2Fe3Al 3000(0.24| 37
Ti6AI2Sn4Zr2Mo 1500(0.24| 37
Ti13V11Cr3Al 3400(0.24| 37
Ti3AIBV6CraMo4Zr 2200(0.24| 37
Ti5AI5V5Mo3Cr 3400(0.24| 37
Til7 2500(0.24| 37
Ti4Al4M02Sn0.5Si 2400(0.24| 37




Appearance of wear during milling

Flank wear
General criterion for end of tool life characterized by an admissible amount of flank wear.
Figures usually relate to a tool life of T=15 min.

Remedy:
*select more wear-resistant grade;

*increase feed if possible;
*reduce cutting speed.

Notch wear

Occurs locally in the area of the primary cutting edge where it contacts the workpiece sur-
face. Caused by hard surface layers and work-hardened burrs, especially on stainless
austenitic steels.

Danger of breakage!

Remedy:

*strengthen cutting edge;

*select smaller cutting edge angle (45°);
*reduce feed.

Edge chipping
Minor chipping along the cutting edge, usually accompanied by flank wear and therefore
not always identifiable.

Danger of breakage!
Edge chipping outside the cutting area is the
result of chip impact due to unfavourable chip removal.

Remedy:
*select tougher grade;

*use insert with stronger cutting edge geometry;
*reduce feed when starting the cut.

In the case of damage due to chip impact:
*vary feed;

*change chipbreaker geometry;

*change cutting edge angle.

Built-up edges

Edge build-up occurs on the rake fase as a result of work material welding together with
the cutting material, especially when cutting difficult-to-machine materials. From time to
time the built-up edge will break off and may cause damage to the cutting edge. Built-up
edges result in poor surfase finishing.

Remedy:
*increase cutting speed;

*use coated hardmetals or cermets;
*select positive cutting edge geometry;
*use cutting fluid.

Thermal cracks

Small cracks running across the cutting edge, caused by thermal shock loads in interrupted
cutting operations, particularly in milling.

Danger of breakage!

Remedy:
*use grade with greater resistance to thermal shock;

*check use of cutting fluid; cutting fluid should not generally be used for milling,
except aluminium and titanium alloys and hightemperature materials;
*use compressed air to remove chips in slot milling.
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Mounting dimensions and tool shanks for milling tools

Mounting dimensions based for facemills and square shoulder facemills, mm

dst
d
Form A
t D d H t b L d1 d2 dst
L el H11 H12
el i ”L\
L 3]
: 32
I A /{ 16 40 84 | 56 19 | 135 | 84 32
40
Fa \@ 50
> 22 40 | 104 | 6,3 20 18 11 48
dz2 63
d1| 80* | 27 50 | 12,4 | 7 22 20 13 60
D 100* | 32 50 | 144 | 8 25 27 17 78
- 125* | 40 63 | 164 | 9 29 32 21 89
dSt % . . .
Form B d For mills with internal coolant supply
—— t—-.—|
_—
o }///' D d 0 Ly bH12 L w dst
// P -
¥ / ) ( 80 27 50 | 124 | 7 22 38 60
/ ..-’
Z © 100 | 32 50 | 14,4 | 8 25 45 78
125 | 40 63 | 164 | 9 29 56 89
di
D
Form C
D (D1|d|H |t lb, |L [dl]d2|d3dst
160 | 66,7| 40| 63 [16,4| 9*%'° | 31 |56 | 14 | 20 | 90
200 1016 60| 63 |257|14*18| 32 |70 | 18 | 26 | 1*°
250 170
D |D1{d[H|t,.lb, |L|dl|d2| d3|dst
jln F N7, 7 B REE 220
/.«"/’ 7BNG 7 A1 400 [101,6| 60| 80| 25,7 [147018 32| 70 | 22 | 32| 240
2 ATH D ’ 500
- : D2=177,8 d4=18 d5=26 L1=32
ds5 di
D




Mounting dimensions based for slitting cutters, side and facemills, mm

Form A

g g_o* D d H tin lez Lmin |d1min|d2min| dst
A ]
7, I / 80 22 40 | 104 | 6,3 20 18 11 40
/ / 100* | 27 40 | 124 [ 7 22 20 13 48
Z - 125+ | 32 | 50 | 144 | 8 25 | 27 | 17 58
a1 160* | 40 50 | 164 | 9 29 32 21 70
D * For mills with internal coolant supply
Form B dst
d
I.t — J
;', i . .
..-I/Q* D d H & lez Lmin |d1min| dst
A
) . /;L 100 | 27 34 | 124 22 38 48
A ) 125 | 32 | 38 | 144 25 | 45 | s8
a1 160 | 40 43 | 16,4 29 56 70
D
dst =
Form C D1 =
d_An
t
r A |
, ' F 1 EEEE 7 K
I 1 | E | /| B D|Dl1|d|H tHlle12 L [d1min|d2min| dst
= A0 | HI
: : ,}- — ! 200 | 66,7|40 | 47 |16,4] 9 |31 | 88 | 14 | 9
i L A | A <
d2
d]l o=
S o
D
dst
D1
Form D o
d
d2 t
D[D1] d[H [t,[b, [ L] d1]d2] d3]dst
| ! pAe | 250
i : / p 101,6| 60| 50 |25,7| 14 |32 | 70 | 18 | 26 [130
[ e 315
- S
d3 di
D
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Tool shanks for endmills and long edge endmills, mm

Z - Straight shank DIN 1835 A

d L a L
2 450
h6 0 2

10 | 40 | 1,0
12 45 1,2 H : -1
16 48 | 16

20 50 2,0
25 56 2,0
32 60 2,0
40 70 2,0
50 80 2,0
63 90 2,0

W - straight shank with drive flat DIN 1835 B

L L
L1 L1
s ax45° o ax45°
I’,‘: :'/J
re, | 5
/ = =
7 g 7 ~/
b bl
d h b b1 L L1 a
+0,05 +1 +2 0
h6 h1l 0 0 0 -1
8 6,6 | 55 36 18 | 0,8
10 8,4 7 40 20 1,0
12 | 104 8 45 225 | 1,2
16 142 | 10 48 24 1,6
20 | 182 | 11 50 25 2,0

25 23,0 12 17,0 56 32 2,0
32 30,0 14 19,0 60 36 2,0
40 38,0 14 19,0 70 40 2,0
50 47,8 18 23,0 80 45 2,0
63 60,8 18 23,0 90 50 2,0
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N - Straight shank with sloping clamping surface (Whistle Notch DIN 1835E)

|4 R
I =
47%;
< E
f |

h6 hi3 0 =i min
48 | 36 25 18 12 | 35 | 48 | 54
66 | 36 25 18 12 | 47 | 61 | 7,2

10 8,4 40 28 20 1,2 5,7 7,3 9,1

12 [ 104 | 45 33 | 225 | 1,2 6 82 | 11,2
16 | 142 | 48 36 24 16 | 76 | 101 | 15

20 |[182 | 50 38 25 16 | 84 | 115 | 191
25 23 56 44 32 16 | 93 | 136 | 241
32 30 60 48 35 16 | 99 |155 | 312
40 38 70 58 46 1,6 | 105 | 17,8 | 39,2

SK - 7/24 taper shank DIN 2080

L1

dl

SK +0,2 | H12 0 +0,15
-0,2 -0,4 max -0,15
30 1,6 | 16,1 (31,75 | M12 | 174 | 50 | 684 | 24 | 16,2 8
40 16 | 16,1 |44,45| M16 | 253 | 63 |[934 | 32 |225 | 10
45 3,2 | 19,3 [57,15 | M20 | 32,4 | 80 [106,8 | 40 29 12
50 3,2 | 257 (69,85 | M24 | 396 | 975 1268 | 47 | 353 | 12
60 3,2 | 25,7 |107,95| M30 | 60,2 | 156 |206,8 | 59 60 16

d2
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NC - 7/24 taper shank DIN 69871 A

60°+15’

bl (.‘7"'_a

P |

d4

d3

d2
D
|

@7 ,
h
hi
a b b1 d d1 d2 | d3 | d4 D h hl L L1 L2 | L3
NC | +01 | H12 0 0 0 | +0,05 +0,1 0 0 0 0
-0,1 -0,3 05 | 01 | -005| max [ 01 [ -01 | 03 | min. | 04 | -04

30 32 | 16,1 15 31,75 | M12 | 44,3 50 BURS 45 11,1 | 19,1 | 47,8 24 19 16,4
40 3,2 16,1 | 18,5 | 44,45 | M16 |56,25 | 63,55 | 72,3 50 11,1 | 19,1 | 68,4 32 25 22,8

45 32 | 193 24 57,15 | M20 |75,25 |82,55 |91,35 | 63 11,1 | 19,1 | 82,7 40 31,3 | 29,1
50 32 | 257 30 (69,85 | M24 |91,25| 97,5 |107,25| 80 11,1 | 19,1 |101,75| 47 37,7 | 355

NC...B - 7/24 taper shank with coolant supply over shoulder DIN 69871 B

d5 o
% ! el e2 d5
NC | *01
ds -0,1 max
30 21 5 4
40 27 5 4
45 35 6 5
50 42 7 6
'\‘f'l:-'.-'l ;
K352 -
LA

20°430" —+=
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NC...ADB - 7/24 taper shank with central and over shoulder coolant supply DIN 69871 ADB

el e2 d5
NC +01

-0,1 max
30 21 5 4
40 27 5 4
45 35 6 5
50 42 7 6
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BT - 7/24 taper shank to Japan-Norm (MAS BT 403)

a
¥ s
S
ol N ol A= | - —t— — =
o| © b 4 ]
!
E | _.....--'-""-—
< L1
t -, L
k
a7 |1
i
hif.}
hl
BT el bun| h2 d | dl |d20s|d30,(d4e[Dmax h'S|hig, | Lo, |L1min|L25,| d6
40 16,1 21 44,45 | M16 58 63 75,68 | 50 | 16,6 27 65,4 30 22,6 10
45 3 19,3 26 57,15 | M20 73 85 100,22 | 63 | 21,2 33 82,8 38 29,1 21
50 25,7 31 69,85 | M24 85 100 |119,02 | 80 | 23,2 38 101,8 45 35,4 15

H...A - Taper Hollow Shank HSK DIN 69893 Form A

H.A | a b1 9, | b204 b3 bAu,| d | d3,| Dmax| £3,| 307|115, |L2],| 13% | 14°3
63 6,3 20 12,54 16 18 48 63 53] 26 18 32 26,5 10
80 8 25 16,04 18 20 60 80 67 26 18 40 34 12
100 10 31,5 20,02 20 22 1S 100 85 29 20 50 44 10 15
1125 12,5 39,5 25,02 25) 28 95 125 105 | 29 20 63 5515 12 19
160 16 50 30,02 32 36 120 160 130 | 31 22 80 72 16 23




MK - Morse taper shank with draw-bar thread DIN 228 A

=,

L
a L4
T,
- | AP
—
© — -_— - e _
k= © _L
R e
/ /
~4 L2
L3
L1
d d1 d2 d3 a L L1 L2 L3 L4
MK
max max min min
0 09,045 9,2 - 6,4 |3,0%2 538 50 - - 4
1 12,065 12,2 M6 9,4 |35%* 57 585 16 22 5
2 17,780 | 18 M10 14,6 (5,044 69 64 24 &L 5
3 23,825 | 24,1 M12 19,8 |5,0%17 86 81 24 BEis) 7
4 31,267 | 31,6 M16 259 |g,5*1° | 109 |[102,5 32 42,5 9
5 44,399 | 44,7 M20 | 35,7 |59 | 136 |[129,5 40 52,5 10
6 63,348 | 63,8 M24 53,9 (8,023 | 190 182 47 61,5 16

Disk mills with standard keyway to (type “S”) DIN 138

b1 t2 r2

d cu

13 3 14,6 +0,1 0,6 -0,2
16 4 17,7 +0,1 0,6-0,2
22 6 24,1 +0,2 1,0-0,3
27 7 29,8 +0,2 1,0-0,3
32 8 34,8 +0,2 1,2-0,3
40 10 435 +0,2 1,2-0,3
50 12 53,6 +0,2 1,6-0,3
60 14 64,2 +0,2 1,6-0,3

Disk mills with drive slot to (type “F’) DIN 138

bl

- r2

t2

b3 3 r3 t2 X
d H11 H12
13 8,4 5 1,0-0,2 0,5 +0,2 0,2
16 8,4 5,6 1,0-0,3 0,6 +0,2 0,2
22 10,4 6,3 1,2-0,3 0,6 +0,2 0,2
27 12,4 7 1,2-0,3 0,8 +0,2 0,2
32 14,4 8 1,6 -0,4 0,8 +0,2 0,2
40 16,4 9 2,0-0,5 1,0 +0,3 0,2
50 18,4 10 2,0-0,5 1,0 +0,3 0,2
60 20,5 11,2 2,0-0,5 1,0 +0,3 0,2
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Insert screw dimensions and torque values

o 90°
_dh ! 2 3 e
FAT <r-—'| P

:_ -] ! : , —
= | |
. i o
th o | (i
N Code key Type Size screw, mm Torx
screw Screw th Ih | 121 | dn[D21] I2 | o
1 T200355-06 2 M2,0-5h | 0,3] 1,9 | 2,7 - B3 55) T6
2 T200460-06 2 M2,0-5h | 0,3| 1,9 | 2,7 - 3,3 60 T6
) T220455-07 2 M2,2-5h | 0,3 | 1,8 | 2,8 - 4,2 55 T7P
4 T250555-08 2 M2,5-5h | 0,3 | 2,5 | 3,5 = 55 55 T8
5 T250555-08AP 2 M2,5-5h | 0,3 | 2,5 | 3,5 - 55 55 T8P
6 T250540-7S 1 M2,5-5h | 0,5] 3,5 | 3,0 - 5,2 40 T7
7 T250640-7S 1 M2,5-5h | 0,5] 4,0 | 3,0 - 6,2 40 T7
8 T250655-08AP 2 M2,5-5h | 0,3 ]| 2,5 | 3,5 - 6,0 55 T8P
9 T300490-07 4 M3-5h | 0,3| 2,0 | 5,0 - 4,3 90 T7
10 T300755-08 2 M3-5h | 0,3| 2,9 | 4,2 - 7,3 55 T8
11 T350760-10 2 M3,5-5h | 0,7 | 4,7 | 50 | 3,0 9,2 60 T10P
12 T400860-15S 1 M4-5h | 0,7 | 5,0 | 5,2 - 8,5 60 T15
13 T400590-15 4 M4-5h | 0,3| 2,5 | 6,3 - 5,2 90 T15
14 T400655-15 2 M4-5h | 0,7| 4,0 | 5,8 - 6,5 55 T15
15 T400790-15 4 M4-5h | 0,3| 2,5 | 6,3 - 7,4 90 T15
16 T400890-15 4 M4-5h | 0,3| 2,5 | 6,3 - 8,4 90 T15
17 T400755-15 2 M4-5h | 0,7 3,4 | 58| 3,5 7,5 55 T15
18 T400855-15 2 M4-5h | 0,3| 2,5 | 6,3 - 8,0 55 T15
19 T400955-15 2 M4-5h | 0,7| 42 |58 | 35 9,0 55) T15
20 T450955-20 2 M4,5-5h | 1,0| 4,0 | 6,6 - 8,0 55 T20
21 T451155-20 2 M4,5-5h | 08| 47 [ 66 | 40| 115 | 55 T20
22 T451455-20 2 M4,5-5h | 0,8 4,7 | 66 | 40| 14,0 55) T20
23 T501060-20S 1 M5-5h 1|60]|67 - 10,0 60 T20
24 T501160-20S 1 M5-5h 1 (70|67 - 11,5 60 T20
25 T501360-20S 1 M5-5h 117067 - 13,0 60 T20
26 T501455-20Im 1 M5-5h 1|70]|6,7 - 14,0 60 T20
27 T501560-20S 1 M5-5h 1 ]10,1|7,9 - 15,4 60 T20
28 T501490-20 1 M5-5h 1170|867 - 14,0 60 T20
29 T501855-15 1 M5-5h 1170|867 - 18,0 55 T15
30 T602060-20S 1 M6-6h | 2,0|145| 95| - | 203 | 60 T20
31 H601890-40 4 M6-6h | 05| 7,0 |12,7| 6,5 | 18,0 90 H40
32 H602000-50 * M6-6h - - (10,0 - 20,0 0 H50
33 H601400-30 rkk M6-6h - - M6 - rkk 0 H30
34 H601500-30 rkk M6-6h - - M6 - ok 0 H30
35 H601600-30 ik M6-6h - - M6 - ok 0 H30
36 H601700-30 ok M6-6h - - M6 - ik 0 H30
37 T802560-30S 1 M8-6h | 2,5]18,3|11,9| - 24,7 60 T30
38 H801160-30S ok M8-6h - - M8 - ok 0 H30
39 H801360-30S ek M8-6h - - M8 - ek 0 H30
40 H801560-30S ek M8-6h - - M8 - rokkk 0 H30

*

*kk

-Cartridge screw for facemills with cartridges.

-Cartridge screw for half side and facemills with cartridges.

-Adjusting screw




Recommended screw tightening torque

Screw for insert and cartridge

ADD Milling tools

Tightening torque, Nm

T200355-06

T220455-07
T250555-08

T250555-08AP
T250555-08AP
T250655-08AP
T250755-08
T250540-07S
T250640-07S
T300390-07
T300490-07
T300755-08

T350760-10
T400590-15
T400690-15
T400890-15
T400655-15

T400755-15

T400955-15

T400955-15A

T401155-15

T400860-15S
T450855-20

T451155-20

T451455-20
T501155-20
T501155-20Im
T501455-20

T501855-15
T501060-20S

T501160-20S
T501360-20S
T501560-20S
T601260-20S
T802560-30S
H601890-4
H602000-50
H601400-30D
H601400-30
H601500-30
H601600-30
H601700-30

...RDO5

...ADO08, ...WNO06, ...SOMT05

...AP10, ...RDO0S, ...CC086, ...SP06, ...ZO06,
...ZP05, ...ZP06, ...X010, ...X014,
MT100L...XO D12, D=16

...AD10
...AD10-AL

...SOMTO07

...OF03

MT100LS...RB06

MT100LS...RBOS

MT389 B=4

MT389 B=5

...RP10, ...SD0903.., ...XD09, ...RN10,
..MO, ...WN08, SOMT08

...B0O12, ...S009, MT100L...XO17 D=20
MT389 B=6, B=7

MT389 B=8

MT389 B=9-12

MT390...SD09

MT390...AD15, ...... SD09T3, ...Z009

...AD15, ...AD16, ...RN12, ...RP12, ...SOMT10
MT100L D=32-40, MT100L...XO22 D=25

..XDHX19...
..XDHT19...

...LN11, ...LN14, ..SNCU12T5, ...PN10
MT100LS...RB10
MT390...SD12, ...TP22

...RP16

...SD12M4, ...SD12X4

MT215...ZO, MT215K...Z012, MT115...2012
MT100L...ZP12 D=50

...SNGQ1207

...RP20, MT100L...XO D=30-32
...AD19

... 0006, ...XOHT0606, MT200S...LN19, ...SO16
... LN24

MT100LS...RB12

MT100LS...RB14

MT100LS...RB16

MT100LS...RB20

MT100LS...RB25

MT100LS...RB32

MT260...SN25

Cartridge screw

MT245KC...MT290KC (Clamp screw)
MT390...SD09 (Cartridge screw)
MT390...SD09...CC06 (Cartridge screw)
MT390...SD12, ...AD15 (Cartridge screw)
MT390...TP22 (Cartridge screw)

0,7
1,0

12

1,6
1,8
1,2
16
1,0
1,0
2,0
2,0
1,2

3,0
3,2
3,2
3,2
3,2

3,2

4,5

5,0
6,0

3,2
3,2
5,0

5,0

5,0
5,0
5,0
5,0
5,0
6,0
6,2
6,2
6,2
6,5
7,0
6,0
16,0
9,0
9,0
9,0
9,0
9,0
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