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How to find and order your standard tools:

Personal — worldwide
You can contact us by phone, fax or e-mail. The contact details for your local contact can be found
on our website at: walter-tools.com

It is supplemented regularly with the latest Product Innovations catalogs.

SN~ The Walter General Catalog 2018
. I contains the entire standard range of our competence brands Walter, Walter Titex and Walter Prototyp.

At walter-tools.com, you can access and order your Walter products quickly and conveniently online — via smartphone,
tablet or PC. The benefit for you: Direct access from any device, displayed in an optimised form, at any time.

Walter online catalog Walter GPS Walter eLibrary

Tool-specific search Application-based search Document-based search

You can find products in the Walter online With Walter GPS, it takes just a few steps The Walter eLibrary app provides you with
catalog using the familiar structure for you to find the best machining solution  all the information you need on your mobile
of our product catalog as well as filter and for your component, online and offline — devices within a matter of seconds:

search functions. Other features: and the solution can be transferred directly E.g. brochures and catalogs — online and

A shopping function and links to drawings to the Walter TOOLSHOP if required! offline, in 17 languages.

and models.

Walter TOOLSHOP & EDI
g The Walter TOOLSHOP offers customers opportunities to find
,) ( information and place orders quickly.
& EDI (electronic data interchange) also makes it possible to exchange
. documents (e.g. orders) — even special tools can be ordered.

TOOL:SHOP EDI B2B
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Technologies at Walter.

«( Accure-tec

Tiger-tec’

Tiger-tec’Silver

Walter BLAXX

Xtra-tec®

Walter Nexxt

Xtra-tec®XT

XD Technology

The patented Walter Accure-tec technology ensures maximum vibration damping on boring bars
for turning and adaptors for milling. Ideal for turning, milling and drilling operations involving
extended tool applications.

Tiger-tec® Gold is the new Walter generation platform for unique indexable insert coatings.

It makes maximum tool life and process reliability possible. The CVD grade is produced using

the innovative ultra low pressure method (ULP-CVD). The special titanium aluminium nitride layer
makes them highly resistant to abrasion, hairline cracks, oxidation and plastic deformation.

The heat-resistant, tough PVD grade with aluminium oxide multi-layer is suitable for difficult
machining conditions.

With Tiger-tec® Silver, Walter is offering a world first in coating technology for indexable inserts.
The special aluminium oxide layer with optimised microstructure reduces wear during turning,
milling and drilling operations, and increases toughness and temperature resistance for signifi-
cantly higher cutting data.

Walter BLAXX is the benchmark for a new generation of milling cutters: The milling bodies

are extremely robust thanks to their special surface treatment. The milling systems, which are
mainly positioned tangentially, are equipped with Tiger-tec® indexable inserts. Tools with the
“Walter BLAXX" designation combine high wear resistance with unbeatable performance data.

Xtra-tec® indexable insert milling cutters and drills guarantee extremely soft cutting action and
optimal surface quality on almost all materials. Indexable inserts with highly positive geometries
and the Tiger-tec® coating have a particularly beneficial hardness/toughness ratio. For maximum
productivity and process reliability.

Engineering Kompetenz and digital expertise go hand in hand at Walter. Together with our wholly
owned software subsidiary Comara, we develop digital solutions that efficiently connect machines
and tools, optimising their performance on the basis of real-time data. Digital solutions on a level
playing field with Industry 4.0 — Walter Nexxt.

Xtra-tec® XT is the latest generation of Walter milling tools. As the “Xtended” Xtra-tec® technology,
it offers a completely new perspective on productivity and process reliability. It can cover nearly

all milling operations in every common material group: More reliable, productive, cost-efficient than
ever before — all while compensating for the CO, emissions through Walter Green.

Walter Titex solid carbide drilling and reaming tools stand for precision, high performance and
cost-efficiency when drilling in practically any material. Walter Titex XD Technology offers the greatest
precision and cost-efficiency in deep-hole drilling operations up to 70 x D. without pecking.



Walter Apress

Walter

Walter
Capto?

II\\\\‘

ConeFit

[T

ScrewFit

Jlis )

QuadFit

©

Flash

SmartLock

Walter Xpress is the rapid ordering and delivery service offered by Walter Multiply for high-quality
special tools. It is available for around 10,000 tool varieties, with a maximum delivery time of two to
four weeks from the order date. The ordering process is clearly structured and guarantees ahsolute
planning security. Quotations for all enquiries are calculated and provided within 24 hours.

Walter Green: Sustainability and responsible use of resources are central components of our
company principles. We use our “Walter Green” seal to show how we implement these principles,
such as by offsetting our CO, emissions with environmental conservation projects.

Walter Capto™ is a modular tool adaptor system. It is suitable for all turning, milling, drilling and
threading processes. Its ISO-standardised polygon taper absorbs torsional moments and bending
moments extremely well and ensures optimal repeat accuracy.

Walter ConeFit is an extremely flexible solid carbide milling system with a wide range of
high-performance exchangeable heads and shaft variants. Its conical thread can self-centre,
thereby guaranteeing maximum stability and concentricity.

Walter ScrewFit users benefit from maximum flexibility. Its modular interface is suitable for
a wide variety of boring bars and adaptors and a wide range of tool diameters and lengths
for milling and drilling.

The precision-ground QuadFit interface with taper and support face characterises the precision of
the vibration-damped boring bars for turning and thread turning with Walter Accure-tec technology.
The exchangeable head system, which can be rotated by 180°, makes it possible to rapidly replace
tools with high indexing accuracy.

The Walter precision cooling system provides cooling at the centre of chip formation. Its dual
coolant jets are directed precisely onto the flank and rake faces of the insert. This system provides
significantly increased tool life, improved chip breaking and greater efficiency for turning and
grooving applications.

“Flash” refers to specialised solid carbide milling cutters for high-feed milling. Their end-face
geometry reduces the chip thickness “h" and therefore enables an extremely high feed per tooth.
Forces that occur are diverted axially towards the centre of the tool, which helps to stabilise the
machining process.

On Walter turning toolholders with “SmartLock”, the clamping screw can be operated from the
side of the tool. This makes it possible to change the inserts in the machine quickly and easily.
Tool change times are reduced as a result. Ideal for use on CNC lathe and multi-spindle machines.
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Product range overview of indexable inserts and cutting tool materials:
ISO turning — Carbide

Indexable inserts Cutting tool materials: Carbide

Range of applications

01 10 20 30 40

Insert shape Description Page Application  Coating ‘ 05 ‘ 15 25 35 45
Negative basic shape 14 oo
— Positive basic shape 7° 18 cvD WPP05S
wiper C P o
Positive basic shape 11° 18 pvD* WEP10C
T T T
) . cvD WPP10S
@ D Negative basic shape 15 ISO P T ]
— . ) cvb WPP20S
Wiper Positive basic shape 7° 19 —
c&vb WMP20S
T T
T Negative basic shape 16 cvD WPP30S |
T T
Wiﬁ Positive basic shape 7° 19 CvD WKP30S |
|
PVD wsMo1 |
T —
V Positive basic shape 5°/7° 20 PVD WSM10S
T
T
cvD WMP20S |
ISOM —1—1
PVD WSM205
T T T
Negative basic shape 21
= W g p PVD WsM21
Wiper —
PVD WSM30S |
| —
CVD WKK10S
B
I1SO K cvD WKK20S |
T
T
- T
System inserts oD WKP305
| —
PVD WNN10
ISON ——
- WK1
Insert shape Description Page f
PVD WSMo1
T
W@V WL WL copy turning inserts, 21 PVD WSME
\V/ three-edge [ —
- Ws10
IS0 S e
PVD wsM20s |
T T T
PVD WsM21
T
T
PVD wsM30s |
I I I
Wear resistance
Toughness
* Cermet

6 I1SO turning



I1SO turning

— |IUJl=ILTEI=I Al

Product range overview of indexable inserts for ISO turning:

Tiger-tec® Silver grades and geometries

Machining steel ISO P

@ good

Wear resistance

WPP10S

Tiger-tec® Silver

@ medium a unfavourable

WPP20S

Tiger-tec® Silver

WPP30S

Tiger-tec® Silver

' HE = Coated cermet

»
!

Toughness

[T T Negative basic shape

U7 Positive basic shape

A ap lin] Depth of cut A ap [in] Depth of cut
0630 0630
0394 0394
0.248 0.248
0157 0157
0.098 0.098 MP4/
FP6
0063 0.063
*/
0039 0,039 FP2
FP4
0,025 0025
0016 0.016
0010 0.010
0.006 iR 0006 P
0004 [in] Feed rate > 0004 [in] Feed rate: >
00010 ' 00025 00063 = 00157 — 00394 ' 0.0984 00010 ' 00025 ' 00063 = 00157 ' 0.039 ° 0.0984
00016 00039 00098 00248 00630 00016 00033 00098 00248  0.0630

MP5: For universal machining

MUS: Easy-cutting - for ISO P and ISO M
RP5: For universal machining

RP7: For interrupted cuts,

cast skin/forged skin

Cast iron machining ISO K

Wear resistance

@ good @ medium @ unfavourable

WKK20S

Tiger-tec® Silver

WKP30S

Tiger-tec® Silver

»

Toughness

4

0.630

Wiper

A ap [in] Depth of cut

0.394

0.248
0157

0.098

0.063

0.039

0.025

0.016

0.010

0.006

0.004

f [in] Feed rate

0.0010

0.0025 ' 0.0063
00016 00039 0.0088

0.0157
0.0248

»
>
0.0394 ° 0.0984
0.0630

MPA4: For universal machining, copy turning
FP6: For semi-finishing operations
* Fully ground circumference

A ap [in] Depth of cut A ap lin] Depth of cut
0630 0630
039 039
0.248 RKS 0.248
0157 MK5 0157
0,098 0,098 RK&
0,063 0,063 MK4
0039 0,038 FK6
0.025 0025
0.016 0016
0.010 0010
0.006 0.006 -

.
000 f [in] Feed rate > 0004 [in] Feed rate >
00010 ' 00025 ' 00063 ' 00157 00334 ' 00984 00010 ' 00025 ' 00063 | 00157  003% ' 0.0984
00016 00039 00098 00248  0.0630 00016 00039 00098 00248  0.0630

Wiper
A ap [in] Depth of cut
0630
039
0268
0157
0098
0.063 FW5
0039
0025
0.016
0.010
0.006 e
0004 [in] Feed rate: >
00010 ' 00025 00063 ' 00157 & 0033 ' 00984
00016 00039 00098 00268 00630

1SO turning 7
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ISO turning

Stainless steel ISO M

@ good @ medium

wWsMo1

3 unfavourable

WSM10s

Tiger-tec® Silver

Wear resistance

Tiger-tec®S

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

NF metals ISO N

@ good @ medium

WDN10!

@ unfavourable

Wear resistance

WK13

»
!

1 DP = Polycrystalline diamond (PCD)
2 HC = Coated carbide (PVD - HIPIMS)
3 HW = Uncoated carbide

Toughness

8 I1SO turning

[T T Negative basic shape

07 Positive basic shape

A ap lin] Depth of cut A ap [in] Depth of cut
0630 0,630
039 039
HU5
0.248 0.248
RM5
0157 0157 RM4
0098 MM5/ 0098 MM&/
0063 MU5 0.063 EME
0039 FM5 0039 FM4/
FM2!
0.025 0.025
0.016 0,016
0.010 0.010
0.006 0.006
0.004 flin] Feed rate > oo f [in] Feed rate >
00010 © 0.0025 06 0,039 ° 0.0984 0,006 00394 © 0.0984

1 0.0063 0.0157
00016 0.0039 0.0098  0.0248 0.0630

MMB: For universal machining
MUS: Easy-cutting - for ISO P and ISO M

Wiper

A ap [in] Depth of cut
0630

0.394

0.248

0.157

MW5
FW5

0.098

0.063

0.039

0.025

0.016

0.010

0.006
0006 f[in] Feed rate.

0.0010 0.0025 0.0063 0.0157 0039 ° 0 DQBAV
00016 0.0039 0.0098  0.0248 0.0630

UT17 Positive basic shape

0.0010 0.0025 3 0.0157
00016 0.0039 0.0098  0.0248 0.0630

MMA: For universal machining, copy turning
FM6: For semi-finishing operations
! Fully ground circumference

Y17 Positive basic shape

Carbide PCD
A ap [in] Depth of cut A ap [in] Depth of cut
0630 0630
039 039
0248 0.268
0157 MN2! 0157
0098 0,098 .CGW...Fs-1
FN2!
0.063 0,063
.CGW...
0.039 0,039 FS-M1
0,025 0025
0.016 0016
0.010 0010
0,006 0.006
000 f [in] Feed rate > 0004 .CGT...FS-1 f [in] Feed rate

0.0010 ' 0.0025 ' 0.0063 0.0157 0.0394 ° 0.0984
0.0016 0.0039 00098  0.0248 0.0630

! Fully ground circumference

»
0.0010 ° 0.0025 ' 0.0063 0.0157 0.0394 DUBBT
0.0016 0.0039 00098 00248 0.0630



I1SO turning
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ISO S high-temperature alloys and titanium alloys

Wear resistance

@ good

@ medium

@ unfavourable

WSM10S
Tiger-tec® Silver WSM20S
Tiger-tec"’ Silver WSM30S
Tiger-tec® Silver
ToughnessV

[T T Negative basic shape

A ap lin] Depth of cut
0630

0394

HU5
NRS

0.248

0157

0.098 NMS/
MS3

0.063

0.039

0.025

0.016

0.010

0.006
0004 flin] Feed rate

17 Positive basic shape

Ni, Co, Fe and
titanium-based alloys

A ap [in] Depth of cut
0630

0.394

0.248

0157
RM4&

0098

0.063 MM4&/
FM6

0.039

002 FM4/
0016 FM2!

0.010

0.006

0006 flin] Feed rate

0.0010 0.0025 ' 0.0063 ' 00157 0.0394 0.0987
0.0016  0.0039 0.0098 00248 0.0630

NMS: For universal machining
MS3: For low cutting pressure

Titanium-based alloys

A ap [in] Depth of cut
0630

03%
0.268 NRT
0.57
0.098 NMT

0.063 NFT!
0.039

0.025

0.016

0.010

0006
0004 f[in] Feed rate.

0.0010 00025 ° 0.0063 0.0157 0039 ° 0 [IQBT
0.0016  0.0039 0.0098  0.0248 0.0630

1 Fully ground circumference

Wi

A ap [in]

=]
q

er

epth of cut

o

0.630

0394

0.248

0157

MW5

0.098

0.063

0.039

0.025

0.016

0.010

0.006

f[in] Feed rate

0.004 »
>

0.0010 0.0025 ° 0.0063 ' 0.0157 0.0394 ° 0.0984
0.0016 0.0039 00098  0.0248 0.0630

0.0010 0.0025 ° 0.0063 0.0157 0.0394 UDQST
00016 0.0039 0.0098  0.0248 0.0630

MM4: For universal machining, copy turning
FMB6: For semi-finishing operations
! Fully ground circumference

1SO turning 9



ISO turning

A1 [ ||UJ|:|_TER

Designation key in accordance with ANSI / 1SO 1832
for indexable inserts for turning — INCH

Example 1:
CNMG 4 3 2 - MP 5
1 2 3 4 5 6 7 12 13 14
1 2 3
Insert shape Clearance angle Tolerances
Permissible deviation in inch for
\ [ [
A g ~ &, F &, . " s
30 .
- Yo Y A | £0.0010 +0.0002 +0.0010
5 d
B 0 O B | G | / . C | 00010 +0.0005 +0.0010
— < |30 o E | +00010 +0.0010 +0.0010
c 8“:\ P Q [ ] F | £0.0005 +0.0002 +0.0010
| | o
¢ —lz N — 0 S G | +00010 +0.0010 +0.0051
D R Q H | +0.0005 +0.0005 +0.0010
D ! 150 P | n Aol J! | +0.002-0.006% | +0.0002 +0.0010
E S ﬂ : - K! | +0.002-0.006¢ | + 0.0005 +0.0010
—
H <:> T E | L! | +0.002-0.006% | + 0.0005 +0.0010
‘ﬁ —— 20° >isl<
- M | +0.002-0.006° | +0.003-0.008% | + 0.0005
K i v .E E N | +0.002-0.006% | +0.003-0.008 | + 0.0010
F U | £0.003-0.010% | +0.005-0.015 | + 0.002-0.005
L |:| w ! Inserts with ground planar cutting edges
2 Depending on the insert size (see ISO standard 1832)
5 6
Insert thickness s = inch
Size
X
IC Metric Cutting Edge Length I:I:I:E
Inch | inch | mm C D R S T ) W
12(5)| 5/32 | 397 Sk 04 03 03 06 — 02 m
15(6)| 3/16 | 476 04 05 04 04 08 08 S3
1.8(7)| 7/32 | 556 05 06 05 05 09 09 03 :
— | 236 | 600 — — 06 — — — — .
2 1/4 | 635 06 07 06 06 11 11 04 \ﬂ{
25 | 5/16 | 794 08 09 07 07 13 13 05 ¥
— 315 | 8.00 — — 08 — — — — bol thick
3 | 3/8 | 952 09 11 09 09 16 16 06 e \ckness
— .394 | 10.00 — — 10 — — — — inch mm inch mm
35 | 7716 | 1111 11 13 11 1 19 19 07 50 — 1/32 079
— | 472 | 1200 - - Lo - - - - 6 T0 | 040 | 100
4 1/2 | 1270 12 15 12 12 22 22 08 12 01 1/16 159
45 | 9/16 | 14.29 14 17 14 14 24 24 09 12 T1 5/64 198
5 5/8 | 15.88 16 19 15 15 27 27 10 15(3) 02 3/32 238
— | 630 116001 — = 16 = - - = 2 03 | 1/8 | 318
55 | 11/16 | 17.46 17 21 17 17 30 30 1 25 T3 5/32 397
6 3/4 | 1905 19 23 19 19 33 33 13 3 04 3/16 476
— | 787 | 2000 - - 20 - - — — 35 05 | 7/32 | 556
7 7/8 | 2222 22 27 22 22 38 38 15 A 06 1/4 6.35
— | 884 | 2500 = = 25 = - - - 5 07 [ 5/16 | 7.94
8 1 25.40 25 31 25 25 44 b4 17 [ 09 3/8 952
10 11/4 | 3175 32 38 31 31 54 54 21 7 11 7/16 11.11
— | 1.260 | 3200 - - 32 - - - - 8 12 | 172 | 1270
* Inch version (00) Note: Inch sizes in parentheses for
"alternate symbols” (under 1/4 inch IC)
10 I1SO turning
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Example 2:
1 2 3 4 5 6 7 8 10 11
4
Machining and fastening features
B
A H R X Drawing or precise
I:D:I ﬁl % description of the
D:lj \E indexable insert is
p=70-90° required
“B B
B [17] : T I
D=0 I o= =0
B =70-90° B =70-90° B = 40-60°
B B
a=a M 1T u
B =70-90° ED:] B = 40-60°
F [© - B
N[ w
6 X111 (W U/
B = 40-60°
B
0 ]
B = 40-60°
7 8 9 10
Corner radius Edge formation Cutting direction Chan}:‘e:hwmth
inch mm inch mm Hl/j 010 =0.004
0 00 | o004 | 01 Fl -~ ji 020 - 0.008
r
5 02 .008 0.2 R 025 - 0.010
1 04 | 015 0.4 E |
070=0.028
2 08 .031 0.8 —
3 12 047 12 T L 150 = 0.059
4 16 062 16 | | 200 =10079
5 20 .078 2.0 S < /O\—>
|
6 24 .093 2.4 N 11
@ 7 28 .109 2.8
8 32 125 32 Chamfer angle
- 00 round insert (in) /
_ Mo | round insert (mm) C 15=15°
MO for diameter inch sizes converted to mm 20 =20°
00 for diameter in metric sizes

1SO turning 11
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Designation key in accordance with ISO 1832
for indexable inserts for turning

Example 1:
CNMG 12 04 08M - M P 5
1 2 3 4 5 6 7 12 13 14
1 2 3
Insert shape Clearance angle Tolerances
A — F — Permissible deviation in mm for
5 | |
A M A e
¢ 3 </ |25 d m s
5 - o O — 7 A | £0025 +0.005 +0.025
. B !_\léﬂ G | 30° <d + C | £0.025 +0.013 +0.025
+0.025 +0.025 +0.025
G QO | | oW m o
| |
) c up N ups F | 0013 +0.005 +0.025
D R O o G | +0025 +0.025 +0.130
| — [
D | P | H | £0.013 +0.013 +0.025
¥ L lﬁ }5" lﬁ 1°
E S JU | £005-015 | +0.005 +0.025
E | K! | £005-015% | +0.013 +0.025
N 'ﬁ 20
H <:> T a L! | £0.05-0.15 | +0.025 +0.025
¥ M | £0.05-0.15% | +0.08-0.20* | +0.130
< [ v <
ﬂ \ N | £0.05-0.15% | +0.08-0.20* | +0.025
+0.08-0.252 | +0.13-0.38% | +0.130
L] W U
! Inserts with ground planar cutting edges
2 Depending on the insert size (see ISO standard 1832)
5 6
Cutting edge length | Insert thickness s
[mm] [mm]
c D R S T \ w
Inner circle Q Q I:I:I:E 01 s=159
diameter / ;
d él» é\» <d Q fe—1—] 1 | Tl s=198
mm |Inches| Size | Size | Size | Size | Size | Size | Size | m 02 s-238
3.97 5/32 06 6.9 ’
5 ] 0197 05 03 | 38 m T2 s=278
5.56 7132 09 9
6.35 2/8 06 6.4 07 7.7 06! 11 11 11 11 04 4.3 T3 ~397
8 | 0315 08 05 | 52 s=2
9.525 3/8 09 9.6 11 11.6 09! 09 9.5 16 16.5 16 16.5 06 6.5 04 s=476
10 | 039 10 )
12 0.472 12 05 s=556
12.7 4/8 12 129 15 15.5 12! 12 12.7 22 22 22 221 08 8.7
15875 | 5/8 16 16.1 15 15.8 27 27 10 10.8 06 s=635
16 0.63 16
17.46 | 11/16 12 116 07 s=794
19.05 6/8 19 19.3 19! 19 19.0 09 s-952
20 | 0787 20 ’
25 0.984 25
25.4 8/8 25 258 25! 25 25.4
32 1.26 32

! Inch version (00)
12 Indexable inserts
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T NM A 16 04 08 T 020 20

A

Machining and fastening features

B,
A H [ﬁ] R X Drawing or precise
% \ﬁ % description of the

indexable insert is
B =70-90° required

7 8 9

Corner radius r
[mm]

— = ] !
ii 005 r=005 005M r=003 F ! T 4
.

01 r=01 O01M r=007
02 r-02 02M r=017 Ei ) si )
04 r=04 04M r=037
08 r-08 08M r=077
12 r=12 10

16 r=16 Chamfer width

@ = =

MO Metric version

Edge formation Cutting direction

" zT ;UT
I

(diameter in [mm]) 010=010mm 070 =070 mm Chamfer angle
00 Inch version
(diameter with inch units in [mm]) 020 =020 mm 150 =150 mm 15 = 15°
025=025mm 200 =2.00mm 2 |
20 =20°

Indexable inserts 13
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Negative rhombic 80°
CNMG

Tiger-tec® Silver

Indexable inserts

M K S
HC HC HC HC HW
8gla|n88) . \2028a)00)-|8|8)8)
r f a, AEEEEBEEEREEEERREEE
ANSI Designation| Designation in in in A A E
CNMG431-FW5 | CNMG120404-FW5 | 0.016 | 0.004-0.016 | 0.012-0.118 DS 1G] 1G]
CNMG432-FW5 | CNMG120408-FW5 | 0.031 | 0.006-0.024 | 0.016-0.118 CCG0) 1G] G0)
Wiper
CNMG432-MW5 | CNMG120408-MWS5 | 0.031 | 0.008-0.026 | 0.031-0.157 & |® & |& S S
CNMG433-MW5 | CNMG120412-MW5 | 0.047 | 0.010-0.028 | 0.059-0.157 & |® & |& S G0
CNMG431-MS3 | CNMG120404-MS3 | 0.016 | 0.005-0.010 | 0.024-0.118 oI ICEIE S DODB S
CNMG432-MS3 | CNMG120408-MS3 | 0.031 | 0.006-0.012 | 0.031-0.118 DS DSOS SO
CNMG433-MS3 | CNMG120412-MS3 | 0.047 | 0.006-0.016 | 0.039-0.138 () DD GO
CNMG643-MS3 | CNMG190612-MS3 | 0.047 | 0.007-0.020 | 0.047-0.197 S B S &
CNMG431-MU5 | CNMG120404-MU5 | 0.016 | 0.006-0.012 | 0.020-0.157 DO &S S S
CNMG432-MU5 | CNMG120408-MU5 | 0.031 | 0.006-0.016 | 0.024-0197 & S &S & S S S
CNMG433-MU5 | CNMG120412-MU5 | 0.047 | 0.008-0.020 | 0.039-0.197 || & & |& S S ()
CNMG434-MU5 | CNMG120416-MU5 | 0.063 | 0.010-0.022 | 0.047-0.197 & S |&
CNMG543-MU5 | CNMG160612-MU5 | 0.047 | 0.012-0.022 | 0.039-0275 & |® & |& S S S

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

DS B/« New addition to the product range

14 Indexable inserts



10 turning — ||u_u:||_TE|q Al

Negative rhombic 55°
DNMG

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC
A EEE R BEEE R EEE
r f % |EEIEESSE GGG EECEE 53
ANSI Designation | Designation in in in A A A A
DNMG331-FW5 DNMG110404-FW5 |0.016 | 0.004-0.014 | 0.012-0.079 1G] G0 ]G]
DNMG332-FW5 DNMG110408-FW5 |0.031 | 0.006-0.020 | 0.016-0.079 1G] DS S
et DNMG431-FW5 DNMG150404-FW5 [0.016 | 0.004-0.016 | 0.012-0.118 S S S
Wiper DNMG432-FW5 DNMG150408-FW5 [0.031 | 0.006-0.020 | 0.016-0.118 S S S
DNMG441-FW5 DNMG150604-FW5 [0.016 | 0.004-0.016 | 0.012-0.118 DS X )
DNMG442-FW5 DNMG150608-FW5 |0.031| 0.006-0.020 | 0.016-0.118 1G] DS ]G]
DNMG332-MW5 DNMG110408-MWS5 [ 0.031 | 0.006-0.020 | 0.031-0.118 S S
DNMG333-MW5 DNMG110412-MWS5 | 0.047 | 0.008-0.024 | 0.059-0.118 Y] S
T DNMG432-MW5 DNMG150408-MWS5 [ 0.031 | 0.006-0.022 | 0.031-0.157 S S
Mpﬂ DNMG433-MW5 DNMG150412-MW5 | 0.047 | 0.008-0.026 | 0.059-0.157 S S
DNMG442-MW5 DNMG150608-MW5 | 0.031 | 0.006-0.022 | 0.059-0.157 |& & & 1)
DNMG443-MW5 DNMG150612-MW5 | 0.047 | 0.008-0.026 | 0.059-0.157 | & & SS
DNMG332-MS3 DNMG110408-MS3 [0.031 | 0.005-0.012 | 0.031-0.098 S LX) N
@ DNMG431-MS3 DNMG150404-MS3 |0.016 | 0.005-0.010 | 0.024-0.098 oY) S
DNMG432-MS3 DNMG150408-MS3 |0.031| 0.006-0.012 | 0.031-0.098 S oY) S
DNMG441-MS3 DNMG150604-MS3 |0.016 | 0.005-0.010 | 0.024-0.098 S S
DNMG442-MS3 DNMG150608-MS3 |0.031| 0.006-0.012 | 0.031-0.098 S oY) S
DNMG332-MU5 DNMG110408-MU5 | 0.031| 0.007-0.014 | 0.024-0.157 DS S S S
ﬂ DNMG432-MU5 DNMG150408-MU5 | 0.031| 0.007-0.014 | 0.024-0.197 DO &S S S
' DNMG442-MU5 DNMG150608-MU5 [0.031| 0.007-0.014 | 0.024-0197 |@ S |& & S S S
DNMG443-MU5 DNMG150612-MU5 | 0.047 | 0.008-0.018 | 0.039-0.197 | |S & & S S S
DNMG444-MUS DNMG150616-MU5 | 0.063 | 0.010-0.020 | 0.047-0.197 DS S S S
See the ISO 1832 designation key for dimensions HC = Coated carbide
nsert for

Optimum indexable i

Average Poor

Good N
machining conditions

Indexable inserts 15



— ||UJ|:|_TER 150 tumning

Negative triangular 60°
TNMG

Tiger-tec® Silver

Indexable inserts

M K S
HC HC HC HC
n un un uauwun 0niunn
818888888288 3853
f alalalal LSS S Xal==S=
r ap ool nn X XXannn
ANSI Designation | Designation in in in A A A
TNMG331-FW5 TNMG160404-FW5 | 0.016 |  0.004-0.016 0.012-0.118 DD G0 1G]
TNMG332-FW5 TNMG160408-FW5 | 0.031 |  0.006-0.020 0.016-0.118 DS CG0) 1G]
TNMG332-MW5 TNMG160408-MW5| 0.031 |  0.006-0.022 0.031-0.157 ) DS
TNMG333-MW5 TNMG160412-MW5| 0.047 |  0.008-0.026 0.059-0.157 YC) CoXC)
TNMG331-MU5 TNMG160404-MU5 | 0.016 |  0.006-0.012 0.020-0.157 DO S & S
TNMG332-MU5 TNMG160408-MU5 | 0.031 |  0.007-0.014 0.024-0.157 DO S S S
TNMG333-MU5 TNMG160412-MU5 | 0.047 |  0.008-0.018 0.039-0.157 DS O S
See the IS0 1832 designation key for dimensions HC = Coated carbide

DS B/« New addition to the product range

16 Indexable inserts



10 turning — ||u_u:||_TE|q Al

Negative Trigon 80°
WNMG

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC HC
A HEEEREEE EEEREEIE
r f W |EIEIEIEIZSSZEEGEEEE 533
ANSI Designation | Designation in in in A A A A
WNMG331-FW5 [ WNMGO60404-FWS5 | 0.016 | 0.004-0.138 | 0.012-0.079 1G] G0 ]G]
WNMG332-FW5 | WNMGO60408-FW5 | 0.031 | 0.006-0.020 | 0.016-0.079 1G] DS S
WNMG431-FW5 [ WNMGO080404-FWS5 | 0.016 | 0.004-0.016 | 0.012-0.118 1G] DS DS
WNMG432-FW5 [ WNMGO080408-FWS5 | 0.031 | 0.006-0.024 | 0.016-0.118 1G] G0 ]G]
WNMG433-FW5 | WNMGO080412-FWS5 | 0.047 | 0.010-0.026 | 0.024-0.118 DS
WNMG332-MW5 | WNMG060408-MW5| 0.031 | 0.006-0.020 | 0.031-0.118 DS S
WNMG333-MW5 | WNMGO060412-MW5( 0.047 | 0.008-0.024 | 0.059-0.118 DS S
WNMG432-MW5 [ WNMG080408-MW5| 0.031 | 0.008-0.026 | 0.031-0.157 |& & & |& S DS
WNMG433-MW5 [ WNMG080412-MW5| 0.047 | 0.010-0.028 | 0.059-0.157 & & & |& & (]G]
WNMG431-MS3 [ WNMG080404-MS3 | 0.016 | 0.005-0.010 | 0.024-0.118 S = S =
WNMG432-MS3 | WNMG080408-MS3 | 0.031 | 0.006-0.012 | 0.031-0.118 D = DS B
WNMG332-MU5 [ WNMGO060408-MU5 | 0.031 | 0.006-0.138 | 0.024-0.118 DO &S S S
WNMG431-MUS | WNMG080404-MUS | 0.016 | 0.006-0.012 | 0.020-0.157 DO S S S
WNMG432-MU5 [ WNMG080408-MU5 | 0.031 | 0.006-0.016 | 0.024-0.197 DO &S S S
WNMG433-MU5 [ WNMG080412-MU5 | 0.047 | 0.008-0.020 | 0.039-0197 & S & &S S S
See the ISO 1832 designation key for dimensions HC = Coated carbide

Optimum indexable insert for

Average Poor

Good N
machining conditions

Indexable inserts 17



Al - ||UJ|:|_TER 150 turning
. . °
Positive rhombic 80
X
| S |=
Indexable inserts
P M K S
HE HC HC HC HC
0ninlnulu 0nlnln
818828525588 2|58
| r f a ool 2SS X222
p oo nnnunnn
ANSI Designation Designation in in in in A A A A
= 74 CCGT2(15)0.2M-FP2 | CCGT060201M-FP2 | 0.253 0.003 0.001-0.002 0.004-0.059 @
CCGT2(1.5)0.5M-FP2 | CCGT060202M-FP2 | 0.253 0.007 0.002-0.005 0.008-0.079 @
CCGT2(1.5)1IM-FP2 CCGT060204M-FP2 | 0.253 0.015 0.003-0.010 0.008-0.098 @
CCGT3(2.5)0.2M-FP2 | CCGTO9T301M-FP2 | 0.380 0.003 0.001-0.002 0.004-0.059 @
CCGT3(2.5)0.5M-FP2 [ CCGTO9T302M-FP2 | 0.380 0.007 0.002-0.005 0.008-0.079 @
CCGT3(2.5)1IM-FP2 CCGT09T304M-FP2 | 0.380 0.015 0.003-0.010 0.008-0.098 @
CCGT3(2.5)2M-FP2 CCGT09T308M-FP2 | 0.380 0.030 0.004-0.012 0.012-0.118 @
See the IS0 1832 designation key for dimensions HE = Coated cermet
HC = Coated carbide
g w - o r
Positive rhombic 80
N
CPGT : (O
l N A 1wt
wf—i— sl
Indexable inserts
P M K S
HE HC HC HC HC
nlnlavnunauvulnn v aan
ARl EEIHHEEEE RS
| r f a olalala|lE ==X 222
p waao|22nununxununn
ANSI Designation Designation in in in in 2222222222222
— 7] CPGT1.8(1.5)0.5M-FP2 | CPGT050202M-FP2 | 0.222 | 0.007 | 0.002-0.005 | 0.008-0.079 @
CPGT1.8(1.5)1M-FP2 CPGT050204M-FP2 | 0.222 | 0.015 | 0.003-0.008 | 0.008-0.079 O

HE = Coated cermet
HC = Coated carbide

See the IS0 1832 designation key for dimensions

nsert for \

o

Poor

Optimum indexable i

S B

Good Average
onditions

machining ¢

DS B/« New addition to the product range

18 Indexable inserts



I1SO turning

_4|hucu:remq Al

Positive rhombic 55°

DCGT

Indexable inserts

P M K S
HE HC HC HC HC
nlnlLauwuuanlnaunmaunla v
SEIHENNENEERHERE
| r f a olaaln|l === x X =22
p wlaolalal22|nnnununn
ANSI Designation Designation in in in in A A A
DCGT2(1.5)0.5M-FP2 | DCGT070202M-FP2 0.305 | 0.007 | 0.002-0.005 | 0.008-0.079 |&
' DCGT2(1.5)IM-FP2 DCGT070204M-FP2 0.305 | 0.015 | 0.003-0.010 | 0.008-0.098 |&
DCGT32.5X20M-FP2* [ DCGT11T3005M-FP2 | 0.457 | 0.001 | 0.0004-0.002 | 0.004-0.039 |@
DCGT3(2.5)0.2M-FP2 [ DCGT11T301M-FP2 0.457 | 0.003 | 0.001-0.002 | 0.004-0.059 (&
DCGT3(2.5)0.5M-FP2 [ DCGT11T302M-FP2 0.457 | 0.007 | 0.002-0.005 | 0.008-0.079 |&
DCGT3(2.5)1IM-FP2 DCGT11T304M-FP2 0.457 | 0.015 | 0.003-0.010 | 0.008-0.098 |&
DCGT3(2.5)2M-FP2 DCGT11T308M-FP2 0.457 | 0.030 | 0.004-0.012 | 0.012-0.118 |&
See the IS0 1832 designation key for dimensions HE = Coated cermet
*For corner radii smaller than ANSI 0.2, the nomenclature changes to direct thousands of an inch. For example, HC = Coated carbide
X20=0.002in, X10=0.001 in, etc.
e - o 60°
Positive triangular 60 [ J
t <
TCGT (NO )
A
Indexable inserts
P M K S
HE HC HC HC HC
ninlauun v unn uvnwnunwun
glg|s 2|S|S|S8|R/2I5 2|8 8
f a olalalalE ==X 2=22
r p waao22nunununanon
ANSI Designation | Designation in in in in 2222222222 (2(22
TCGT1.2(1.2)IM-FP2 | TCGTO6T104M-FP2 | 0.270 0.015 0.003-0.010 | 0.008-0.079 |@
TCGT1.8(1.5)IM-FP2 | TCGT090204M-FP2 | 0.378 0.015 0.003-0.010 | 0.008-0.098 |@&
TCGT2(1.5)0.5M-FP2 | TCGT110202M-FP2 | 0.432 0.007 0.002-0.005 | 0.008-0.079 |@&
TCGT2(1.5)1IM-FP2 TCGT110204M-FP2 | 0.432 0.015 0.003-0.010 | 0.008-0.098 |@&

See the IS0 1832 designation key for dimensions

@S B/« New addition to the product range

HE = Coated cermet
HC = Coated carbide

Indexable inserts

19



Al - ||UJ|:|_TER 150 tumning

Positive rhombic 35°
VCGT

Indexable inserts

P M K S
HE HC HC HC HC
nnlauwvuwuanlnawmaunla v
SEINHNNEREEREHEE
olaalo|l ==X X =22
| r f ap wao oo 22nunnunnn
Designation Designation in in in in A A A
ﬁa. —~ VCGT22X20M-FP2* | VCGT1103005M-FP2 | 0.435 | 0.001 |0.0004-0.002| 0.004-0.039 S
: VCGT2(2)0.2M-FP2 | VCGT110301M-FP2 0.435 | 0.003 | 0.001-0.002 | 0.004-0.059 |@&
VCGT2(2)0.5M-FP2 | VCGT110302M-FP2 0.435 | 0.007 | 0.002-0.005 | 0.008-0.079 |@
VCGT221M-FP2 VCGT110304M-FP2 0.435 | 0.015 | 0.003-0.010 | 0.008-0.098 |&
VCGT3(3)0.5M-FP2 | VCGT160402M-FP2 0.653 | 0.007 | 0.002-0.005 | 0.008-0.079 |@&
VCGT331M-FP2 VCGT160404M-FP2 0.653 | 0.015 | 0.003-0.010 | 0.008-0.098 |&
VCGT332M-FP2 VCGT160408M-FP2 0.653 | 0.030 | 0.004-0.012 | 0.012-0.118 |@&
See the IS0 1832 designation key for dimensions HE = Coated cermet
*For corner radii smaller than ANSI 0.2, the nomenclature changes to direct thousands of an inch. For example, HC = Coated carbide

X20=0.002in, X10=0.001 in, etc.

Optimum indexable insert for \

o & B

or
Good Average Po

machining conditions

DS B/« New addition to the product range

20 Indexable inserts



I1SO turning

Indexable inserts for copy turning system

WL

Tiger-tec® Silver

Indexable inserts

P M K S
HC HC HC | HC
niaalnunlnnalv

SHEHEHEEEE
r [ le le1 f ap EE&ESS3 0 ED D
Designation in in in in in in AR
WL25-VC0704N-MP4 0.016 0.983 0.248 0.003-0.010 | 0.016-0.098 | &) | &
WL25-VC0708N-MP4 0.031 0.983 0.279 0.005-0.013 | 0.020-0.098 | &) | &
WL25-VC0704R-MP4 0.016 0.983 0.244 0153 |0.003-0.010 | 0.016-0.098 | & &
WL25-VC0708R-MP4 0.031 0.983 0.259 0181 |0.005-0.013 | 0.020-0.098 | & &
WL25-VC0704L-MP4 0.016 0.983 0.244 0153 |0.003-0.010 | 0.016-0.098 | & &
WL25-VC0708L-MP4 0.031 0.983 0.259 0181 |0.005-0.013 | 0.020-0.098 | & &
WL25-VC0704N-MM4 0.016 0.983 0.248 0.003-0.010 | 0.016-0.098 S S S S
WL25-VC0708N-MM4 0.031 0.983 0.279 0.005-0.013 | 0.020-0.098 CoICEIGS] )
WL25-VC0704R-MM4 0.016 0.983 0.244 0.153 | 0.003-0.010 | 0.016-0.098 GGG S
WL25-VC0708R-MM4 0.031 0.983 0.259 0.181 | 0.005-0.013 | 0.020-0.098 GGG S
WL25-VCO704L-MM4 0.016 0.983 0.244 0.153 | 0.003-0.010 | 0.016-0.098 S S S S
WL25-VC0708L-MM4 0.031 0.983 0.259 0.181 | 0.005-0.013 | 0.020-0.098 S S S S
HC = Coated carbide
Indexable inserts for copy turning system
Tiger-tec® Silver
s

Indexable inserts
P M K S
HC HC HC | HC

0n ununwn (2B N"]

81858558888

| | f ool eSS X==S

r e ap ca|2 2 v vnXXnn

Designation in in in in in AR
WL25-RC0420N-MUB 0.079 0.983 0.283 0.005-0.016 | 0.020-0.079 S S B S

@S B/« New addition to the product range

HC = Coated carbide

Indexable inserts 21



— ||UJ|:|_TER 150 tumning

CBN - Negative rhombic 80°
CNGN

Indexable inserts

K N|S H 0
4 CN| BH |DP|BH| BL |[DP
o
53
- L)
22 s|gl8 2 22288
Et r f ap MEEBEEEBEE
ANSI Designation Designation z3 in in in 222222222
CNGN432TM-S CNGN120408TM-S 4 0.031 0.002-0.020 0.004-0.197 =
CNGN433TM-S CNGN120412TM-S 4 0.047 0.002-0.020 0.004-0.197 =
CNGN434TM-S CNGN120416TM-S 4 0.063 0.002-0.020 0.004-0.197 =
See the ISO 1832 designation key for dimensions CN = Silicon nitride Si3sN4
BH = CBN with high CBN content
DP = Polycrystalline diamond
BL = CBN with low CBN content
iy . °
CBN - Positive triangular 60 ‘
a
s
Indexable inserts
K N|S H 0
3 CN| BH |DP|BH BL |DP
s 3
—— 8}
22 SNBEEEEENE
=] 1 r f a ¥ X X Z \n I |2
. . ) . 5% le . | p Oln|n|omxxnoa
ANSI Designation Designation Z0 in in a in in A A N
\ TCGW1.2(1.2)0.5TS-1 TCGWO06T102TS-1 1 0.094 0.008 7° |0.002-0.006|0.004-0.012 S
m TCGW1.2(1.2)0.5TS-1 TCGWO06T102TS-1 1 0.094 0.008 7° 10.001-0.005|0.004-0.012 1)
' TCGW1.2(1.2)1TS-1 TCGWO06T104TS-1 1 0.086 0.016 7° |0.002-0.006|0.004-0.012 S
TCGW1.2(1.2)1TS-1 TCGWO6BT104TS-1 1 0.086 0.016 7° 10.001-0.005|0.004-0.012 1)
See the ISO 1832 designation key for dimensions CN = Silicon nitride Si3N4

BH = CBN with high CBN content
DP = Polycrystalline diamond
BL = CBN with low CBN content

DS B/« New addition to the product range

22 Indexable inserts



I1SO turning

CBN - Positive triangular 60°

TCGW

Indexable inserts

— |IUJIZII_TER Al

N|S H 0
] CN| BH |DP|BH| BL |DP
-
2o 8}
2g Si18i8/2/2/2/2/]|2
[ | r f a ¥ X X|Z W IT|T |2
) ] ) ) 5% le | ) ap O | n|oaoxlx oo
ANSI Designation  Designation Z 0 in in a in in 222222222
TCGW2(1.5)0.5TS-3 | TCGW110202TS-3 0.110 0.008 7° 0.002-0.006|0.004-0.012 @
TCGW2(1.5)1TS-3 TCGW110204TS-3 3 0.122 0.016 7° 0.002-0.008|0.004-0.012 @
TCGW2(1.5)1TM-3 | TCGW110204TM-3 3 0.122 0.016 7° 0.002-0.008|0.004-0.012 @ @ @
TCGW2(1.5)2TM-3 | TCGW110208TM-3 3 0.110 0.031 7° 0.002-0.010|0.004-0.020 @ @ @
See the ISO 1832 designation key for dimensions CN = Silicon nitride SisN4
BH = CBN with high CBN content
DP = Polycrystalline diamond
BL = CBN with low CBN content
.y . °
CBN - Positive rhombic 35
S |
Indexable inserts
K N|S H 0
3 CN| BH |DP|BH| BL |[DP
(=]
‘s
— o (8]
iz SEEEEEEH =
£S5 I r £ a CIXIXIZ QD2
) ) ) ) RS le ) | ap O no|o|oxxnxld
Designation Designation Z0 in in a in in A A

' VBGW331TS-2 VBGW160404TS-2 0.118 0.016 5° |0.002-0.008|0.004-0.020 @
VBGW332TS-2 VBGW160408TS-2 2 0.118 0.031 5° 10.002-0.010{0.004-0.020 @

‘ VBGW221TM-2 VBGW110304TM-2 2 0.118 0.016 5° |0.002-0.008{0.004-0.020 @ @
VBGW3(3)0.5TM-2 VBGW160402TM-2 2 0.134 0.008 5° (0.002-0.010{0.004-0.020 @ @
VBGW331TM-2 VBGW160404TM-2 2 0.118 0.016 5° |0.002-0.008{0.004-0.020 @ @
VBGW332TM-2 VBGW160408TM-2 2 0.118 0.031 5° (0.002-0.010{0.004-0.020 @ G

See the IS0 1832 designation key for dimensions

Optimum indexable i

Average

mach'lni“g col

Good

nsert for

Poor

nditions

CN = Silicon nitride Si3N4

BH = CBN with high CBN content
DP = Polycrystalline diamond

BL = CBN with low CBN content

Indexable inserts 23



Al |IUJI=II_TER

ISO turning
Ceramic — Positive round
d
a
S
Indexable inserts
K N S H 0
CN| BH |DP|BH|CN| BL |DP
siglglglal=|S (2|58
- = - -
d f ap HHEHEEREEEE
ANSI Designation Designation in a in in 2222222222
RPGN32E RPGN090300E 0.375 11° 0.004-0.008 0.004-0.094 @
RPGN43E RPGN120400E 0.499 11° 0.004-0.012 0.004-0.141 @
RPGN32T01020 RPGN090300T01020 0.375 11° 0.004-0.010 0.008-0.094 O
RPGN43T01020 RPGN120400T01020 | 0499 | 11° 0.004-0.013 0.008-0.141 S

See the IS0 1832 designation key for dimensions

CN = Silicon nitride Si3N4

BH = CBN with high CBN content
DP = Polycrystalline diamond

BL = CBN with low CBN content

m indexable insert for \

o o B

¥
Good Average Poo

machining conditions

DS B/« New addition to the product range

24 Indexable inserts
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Walter Turn turning tools product range overview — External machining

Square shank turning toolholders — WL copy turning system

113°
Machining >I |
<30° I Yae 507
N

WL..
Designation W1011...-P
Clamping system Screw
Coolant supply Precision cooling
Shank size h [mm] 20-25
Shank size h [inch] 0.750-1.000
Insert size | [mm] 25
Page 26

Walter Turn turning tools — External machining 25



— |IUJI=II_TER 150 tumning

Shank tool - copy turning system

W1011...-P [ mm |

Walter Turn

T
4
WL...
Tool b f h I
Designation mm mm mm mm Y As Type
h * W1011-2020R/L-WL25-P 25 20 20 25 115 335 0° 0°
’km/;" . 5 WL25..
le—b—s * W1011-2525R/L-WL25-P 25 25 25 32 130 335 0 0
M6
G1/8"
hq—|

Measured with master insert: WL25-VC0708N

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

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

Ordering example, right-hand tool: W1011-2020R-WL25-P/ordering example, left-hand tool: W1011-2020L-WL25-P

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

DS B/« New addition to the product range

26 Walter Turn turning tools — External machining



I1SO turning

Assembly parts

— |IUJIZII_TER Al

Type WL25..
Clamping screw for indexable insert FS1495 (Torx 20IP)
Tightening torque 5.0 Nm

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

Torx key

FS1464 (Torx 201P)

Indexable inserts

P K S
HC HC HC | HC
212188888888
r leg f ap AEBEEEEEEHEE
Designation in in in in AR A A
W@V WL25-VCO704N-MM4 0.016 0.003-0.010 | 0.016-0.098 CoCC)C) S
WL25-VC0708N-MM4 0.031 0.005-0.013 | 0.020-0.098 COCEIG] )
V WL25-VC0704N-MP4 0.016 0.003-0.010 | 0.016-0.098 | & &S
WL25-VCO708N-MP4 0.031 0.005-0.013 | 0.020-0.098 S
V@V WL25-VC0704R-MM4 0.016 0.153 0.003-0.010 | 0.016-0.098 COCEIG]) ()
N/ WL25-VC0708R-MM4 0.031 0.181 0.005-0.013 | 0.020-0.098 CoCEIG]) S
WL25-VC0704R-MP4 0.016 0.153 0.003-0.010 | 0.016-0.098 |& &
WL25-VC0708R-MP4 0.031 0.181 0.005-0.013 | 0.020-0.098 |&|&H
V@V WL25-VCO704L-MM4 0.016 0.153 0.003-0.010 | 0.016-0.098 CoCEIG]) )
\/ WL25-VC0708L-MM4 0.031 0.181 0.005-0.013 | 0.020-0.098 SO SD S
WL25-VCO704L-MP4 0.016 0.153 0.003-0.010 | 0.016-0.098 |&|&H
WL25-VC0708L-MP4 0.031 0.181 0.005-0.013 | 0.020-0.098 |&|&H
W@V WL25-RC0420N-MUG 0.079 0.005-0.016 | 0.020-0.079 S SN SN
V4
HC = Coated carbide
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Shank tool - copy turning system
W1011...-P

Walter Turn

L/
V
WL...
TOOI hi= h1 b f |1 |1,
Designation @ inch inch inch inch inch Y As Type
h * WI1011.12R/L-WL25-P 0.500 0.750 0.750 1.000 4.500 1319 0° 0°
’km/;" . 5 WL25..
le—b—»l * W1011.16R/L-WL25-P 0.500 1.000 1.000 1.250 6.000 1.319 0 0
M6
G1/8"
hq—|

Measured with master insert: WL25-VC0708N

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

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

Ordering example, right-hand tool: W1011.12R-WL25-P/ordering example, left-hand tool: W1011.12L-WL25-P

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

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

Assembly parts

— |IUJIZII_TER Al

Type WL25..
Clamping screw for indexable insert FS1495 (Torx 20IP)
Tightening torque 44 in Ibs
G 1/8" threaded plug FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)
D=| Torx key FS1464 (Torx 20IP)
Indexable inserts
P M K S
HC HC HC | HC
ni un unwun 0niwn
AENNHEEEREE
r | £ a alalxalssEx =S
el p o2 2| nnXXunn
Designation in in in in AR
N~/ WL25-VCO704N-MM4 0.016 0.003-0.010 | 0.016-0.098 D DS S
9 WL25-VC0708N-MM4 0.031 0.005-0.013 | 0.020-0.098 CoICEIG] ()
WL25-VC0704N-MP4 0.016 0.003-0.010 | 0.016-0.098 |@® &
WL25-VCO708N-MP4 0.031 0.005-0.013 | 0.020-0.098 |&|&

AT WL25-VC0704R-MM4 0.016 0.153 0.003-0.010 | 0.016-0.098 CoCEIG] S
@ WL25-VC0708R-MM4 0.031 0.181 0.005-0.013 | 0.020-0.098 COICEIGS] ()
WL25-VC0704R-MP4 0.016 0.153 0.003-0.010 | 0.016-0.098 |® &

WL25-VC0708R-MP4 0.031 0.181 0.005-0.013 | 0.020-0.098 |&|&

NG WL25-VCO704L-MM4 0.016 0.153 0.003-0.010 | 0.016-0.098 CoCEIGS] S
@ WL25-VC0708L-MM4 0.031 0.181 0.005-0.013 | 0.020-0.098 CoICEIGS) S
WL25-VCO704L-MP4 0.016 0.153 0.003-0.010 | 0.016-0.098 |&|&

WL25-VC0708L-MP4 0.031 0.181 0.005-0.013 | 0.020-0.098 |&|&H
W(@V WL25-RC0420N-MUG 0.079 0.005-0.016 | 0.020-0.079 S S S B

HC = Coated carbide
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Walter Turn turning tools product range overview — Internal machining

Boring bar/adaptor

Designation A2140-W
Coolant supply Axial
Boring bar diameter d; [mm] 16-40
Page

Accure-tec vibration-damped boring bar/adaptor

Designation A3000 A3000-C A3000-HSK-T
Tool type QuadFit boring bars
Machine-side Parallel shank Walter Capto™ in HSK-T DIN 69893-7

acc. with 1SO 26623
025/Q32/Q40/ Q25/Q32/Q40/ 025/Q32/Q40/

Tool-side 250 050 050
Boring bar diameter d; [mm] 25-50 25-50 25-50
Boring bar diameter d; [in] 1-2 - -
Boring bar length I [mm] 130-470 130-468 130-468
Page 33 35 36

30 Walter Turn turning tools - Internal machining



I1SO turning

Walter Turn turning tools product range overview — Internal machining

QuadFit exchangeable head — negative basic shape

Machining | ‘_I ’ ‘_I
Designation Q...-DCLN Q...-DDUN Q...-DWLN
Lead angle k 95° 93° 95°
Clamping system Clamp Clamp Clamp
Coolant supply Internal Internal Internal
QuadFit size Q32-Q50 Q32-Q50 Q32-Q50
Insert size | [mm] 12-16 11-15 6-8

Page 38 39

’

QuadFit exchangeable head - positive basic shape

— |IUJIZII_TEI=! Al

Machining » gr‘ﬂ
‘-I < 30° 'q

e Cre | O | T | T | K

P cc. y 4 & Y 4 TC..
Designation Q...-SCLC Q...-Sbuc Q...-SDXC Q...-SDUC...-X Q...-STFC
Lead angle k 95° 93° 62,5° 32° 91°
Clamping system Screw Screw Screw Screw Screw Screw
Coolant supply Internal Internal Internal Internal Internal Internal
QuadFit size Q25-Q50 Q25-Q50 Q25-Q50 Q25-Q50 Q25-Q50 Q25-Q50
Insert size | [mm] 9-12 1 11 1 11-16 11-16
Page 40 41 43 42 44 45

Walter Turn turning tools - Internal machining
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Boring bar/adaptor
A2140-W [ mm |

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

Tool dy diy I I,
Designation mm mm mm mm

Parallel shank with flat * A2140-W16-R06-048 16 6 48 5 01

in acc. with 150 9766 % A2140-W16-R08-048 16 8 48 5 01

T * A2140-W16-R10-048 16 10 48 5 01

i : d T * A2140-W16-R12-048 16 12 48 5 01

dn 1 Uk A2140-W20-R06-055 20 6 55 5 01

* { * A2140-W20-R08-055 20 8 55 5 01

- * A2140-W20-R10-055 20 10 55 5 01

h * A2140-W20-R12-055 20 12 55 5 01

* A2140-W20-R16-055 20 16 55 5 01

A2140-W25-R06-061 25 6 61 5 02

A2140-W25-R08-061 25 8 61 5 02

A2140-W25-R10-061 25 10 61 5 02

A2140-W25-R12-061 25 12 61 5 02

A2140-W25-R16-061 25 16 61 5 01

A2140-W32-R06-065 32 6 65 5 03

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

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

A2140-W32-R12-065 32 12 65 5 03

A2140-W32-R16-065 32 16 65 5 03

A2140-W32-R20-065 32 20 65 5 02

A2140-W40-R06-075 40 6 75 5 06

A2140-W40-R08-075 40 8 75 5 06

A2140-W40-R10-075 40 10 75 5 06

A2140-W40-R12-075 40 12 75 5 06

A2140-W40-R16-075 40 16 75 5 06

A2140-W40-R20-075 40 20 75 5 06

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

Note: Groove for self-centring is present on all Walter Turn boring bars with fully rounded shank (-R) dia. 6-25 mm.
The maximum recommended coolant pressure is 80 bar (1160 psi)

DS B/« New addition to the product range
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Plain cylindrical adaptor - vibration-damped

A3000 [ mm |

Accure-tec

- For QuadFit exchangeable heads
— With preset vibration damping

Tool d L Is h
Designation mm di mm mm mm di3

Parallel shank with clamping surface % A3000-25-Q25-130 25 Q25 130 100 235 G1l/4 0.9

dig, X A3000-25-025-180 25 Q25 180 100 285 G1/4 11

an 4 A3000-32-032-160 32 032 160 128 293 G1/4 18

L — ] ¥ A3000-32-032-224 32 032 224 128 357 G1/4 23

I E}) — A3000-40-0c0-208 40 Q40 208 160 374 G 1/4 38

A3000-40-Q40-288 40 Q40 288 160 454 G 1/4 456

A3000-50-050-268 50 Q50 268 200 475 G1/4 75

A3000-50-050-368 50 Q50 368 200 575 G1/4 91

Parallel shank without * A3000-25-025-230-CS 25 Q25 230 75 310 M8X1 17

Clamp'”g surface drs, % A3000-32-032-288-CS 32 032 288 98 389 M8x1 27

P i 3, A3000-40-040-368 40 Q40 368 160 534 G1/4 55

f Fl44|><f|54> WT A3000-50-050-468 50 Q50 468 200 675 G1/4 1
1 QuadFit

QuadFit exchangeable heads — see the “Turning” section
A3000...-CS = Carbide-reinforced version
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

dyp Q25 Q32 Q40 Q50
Hook wrench SD9000-Q25 SD9000-Q32 SD9000-Q40 SD9000-Q50
Tightening torque 25Nm 25 Nm 35Nm 55Nm
Coolant adaptor for CS variant CN3001-M8-G1/4 CN3001-M8-G1/4
Accessories
dqp Q32 Q40 Q50
Torque wrench with hook SD4000-Q32-25 SD4000-Q40-35 SD4000-Q50-55
Tightening torque 25Nm 35Nm 55Nm
@ Hook for torque wrench SD6000-Q32 SD6000-Q40 SD6000-Q50

@S B/« New addition to the product range
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Plain cylindrical adaptor — vibration-damped

A3000

Accure-tec

— For QuadFit exchangeable heads
— With preset vibration damping

Tool dy ls Is !
Designation inch dyg inch inch inch di3

Parallel shank with clamping surface A3000.16-025-133 1.000 025 5.250 4.000 9.430 G 1/4 437
dip, % A3000.16-025-184 1.000 025 7.250 4.000 11430 G 1/4 536
P 4, A300020-032-165 1.250 032 6.500 5.000 11713 G 1/4 397
L — T A300020-032-229 1.250 032 9.000 5.000 14213 G 1/4 5.07
h B! As000.24-060-203 1.500 Q40 8.000 6.000 14.252 G 1/4 772
A3000.24-Q40-279 1.500 Q40 11.000 | 6000 17.252 G 1/4 9.48
A3000.32-050-267 2.000 Q50 10500 | 8000 18.791 G 1/4 16.76
A3000.32-050-368 2.000 050 144% | 8000 | 22791 G 1/4 20.28
Parallel shank without * A3000.16-025-235-CS 1.000 025 9.250 3.000 12430 | MB8X1 875
clamping surface diy , * A300020-032-292-CS 1.250 032 11500 3.750 15.463 MBX1 13.12
T4, A3000.24-040-356 1.500 Q40 14000 | 6000 | 20252 G 1/4 1146
— { A3000.32-Q50-470 2.000 050 18500 | 8000 | 26791 G 1/4 2469

1 'QuadFit

QuadFit exchangeable heads — see the “Turning” section
A3000...-CS = Carbide-reinforced version
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

dyp Q25 Q32 Q40 Q50
Hook wrench SD9000-Q25 SD9000-Q32 SD9000-Q40 SD9000-Q50
Tightening torque 220in1b 220in1b 310in1lb 485in b
Coolant adaptor for CS variant CN3001-M8-G1/4 CN3001-M8-G1/4
Accessories
dyp Q32 Q40 Q50
Torque wrench with hook SD4000-Q32-25 SD4000-Q40-35 SD4000-Q50-55
Tightening torque 220in1b 310in1b 485in |b
@" Hook for torque wrench SD6000-Q32 SD6000-Q40 SD6000-Q50

DS B/« New addition to the product range
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Walter Capto™ boring bar — vibration-damped

A3000-C[ mm |

Accure-tec

- For QuadFit exchangeable heads
— With preset vibration damping

Tool diz lg hg h7
Designation dp dyg mm mm mm mm Dmax

Walter Capto™ in acc. with I1SO 26623 * A3000-C4-Q25-130 Cé4 Q25 25 130 107 110 10000 0.8
* A3000-C4-Q25-180 Cé4 Q25 25 180 157 160 8000 1

W * A3000-C4-Q32-160 Ca4 Q32 32 160 137 140 10000 1.2
4 c * A3000-C4-Q32-224 C4 Q32 32 224 201 204 8000 17
* A3000-C5-Q25-130 c5 Q25 25 130 107 110 10000 0.9

* A3000-C5-Q25-180 c5 Q25 25 180 157 160 8000 11
* A3000-C5-Q25-230 c5 Q25 25 230 207 210 6000 13

* A3000-C5-Q32-160 c5 Q32 32 160 136 140 10000 1.4

* A3000-C5-Q32-224 c5 Q32 32 224 200 204 8000 18

* A3000-C5-Q32-288 5 Q32 32 288 264 268 6000 2.2

* A3000-C5-Q40-208 5 Q40 40 208 184 188 8000 2.5

* A3000-C5-Q40-288 5 Q40 40 288 264 268 6000 33

* A3000-C5-Q40-368 5 Q40 40 368 344 348 5000 43

* A3000-C6-Q25-130 C6 Q25 25 130 102 105 10000 13

* A3000-C6-Q25-180 C6 Q25 25 180 152 155 8000 15

* A3000-C6-Q25-230 C6 Q25 25 230 202 205 6000 17
A3000-C6-Q32-160 C6 Q32 32 160 129 135 10000 18
A3000-C6-Q32-224 C6 Q32 32 224 193 199 8000 2.1
A3000-C6-Q32-288 C6 Q32 32 288 257 263 6000 2.6
A3000-C6-Q40-208 C6 Q40 40 208 177 183 8000 2.9
A3000-C6-Q40-288 C6 Q40 40 288 257 263 6000 37
A3000-C6-Q40-368 C6 Q40 40 368 337 343 5000 4.5
A3000-C6-Q50-268 C6 Q50 50 268 238 243 6000 5
A3000-C6-Q50-368 C6 Q50 50 368 338 343 4000 6.6
A3000-C6-Q50-468 C6 Q50 50 468 438 443 2500 8.5
A3000-C8-Q32-224 C8 Q32 32 224 181 191 8000 32
A3000-C8-Q32-288 C8 Q32 32 288 245 255 6000 3.6
A3000-C8-Q40-288 C8 Q40 40 288 245 255 6000 4.7
A3000-C8-Q40-368 C8 Q40 40 368 325 335 5000 5.6
A3000-C8-Q50-268 C8 Q50 50 268 225 235 6000 5.9
A3000-C8-Q50-368 C8 Q50 50 368 325 335 4000 7.5
A3000-C8-Q50-468 C8 Q50 50 468 425 435 2500 9.4

QuadFit exchangeable heads — see the “Turning” section
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

dqp Q25 Q32 Q40 Q50

Hook wrench SD9Y000-Q25 SD9000-Q32 SD9000-Q40 SD9000-Q50

Tightening torque 25 Nm 25 Nm 35Nm 55 Nm
Accessories

dyp Q32 Q40 Q50

Torque wrench with hook SD4000-Q32-25 SD4000-Q40-35 SD4000-Q50-55

Tightening torque 25Nm 35Nm 55Nm
@ﬂ Hook for torque wrench SD6000-Q32 SD6000-Q40 SD6000-Q50

@S B/« New addition to the product range
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HSK-T boring bar - vibration-damped
A3000-HSK-T[ mm |

Accure-tec

— For QuadFit exchangeable heads
— With preset vibration damping

Tool dp dip lg I li7
Designation mm dip mm mm mm mm Nmax

HSK-T DIN 69893-7 * A3000-H63T-Q25-130 63 Q25 25 130 101 104 10000 11

di2 * A3000-H63T-Q25-180 63 Q25 25 180 151 154 8000 13

i i rm * A3000-H63T-Q25-230 63 Q25 25 230 201 204 6000 15

d11 E d1

7 7 mi{ * A3000-H63T-Q32-160 63 Q32 32 160 128 134 10000 16

||11°7 mi,l * A3000-H63T-Q32-224 63 Q32 32 224 192 198 8000 2

" ) % A3000-H63T-Q40-208 63 Q40 40 208 176 182 8000 2.7

* A3000-H63T-Q40-288 63 Q40 40 288 256 262 6000 35

* A3000-H63T-Q50-268 63 Q50 50 268 241 242 6000 4.8

* A3000-H63T-Q50-368 63 Q50 50 368 341 342 4000 6.4

A3000-H100T-Q32-224 100 Q32 32 224 189 195 8000 3.4

A3000-H100T-Q32-288 100 Q32 32 288 253 259 6000 38

A3000-H100T-Q40-288 100 Q40 40 288 253 259 6000 49

A3000-H100T-Q40-368 100 Q40 40 368 333 339 5000 5.8

A3000-H100T-Q50-268 100 Q50 50 268 234 239 6000 6.2

A3000-H100T-Q50-368 100 Q50 50 368 334 339 4000 7.8

A3000-H100T-Q50-468 100 Q50 50 468 434 439 2500 9.7

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

Assembly parts

dn Q25 Q32 Q40 Q50

Hook wrench SD9000-Q25 SD9000-032 SD9000-Q40 SD9Y000-Q50

Tightening torque 25 Nm 25 Nm 35Nm 55 Nm
Accessories

dyp Q32 Q40 Q50

Torque wrench with hook SD4000-Q32-25 SD4000-Q40-35 SD4000-Q50-55

Tightening torque 25Nm 35Nm 55 Nm
@" Hook for torque wrench SD6000-Q32 SD6000-Q40 SD6000-Q50

DS B/« New addition to the product range
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Exchangeable head - rigid clamping

Q...-DCLN [ mm |

Walter Turn

- QuadFit
— For Accure-tec boring bars

CN.. |[CN..
I:Jmin f |l. |:)min f |A
Designation ] d; in in in mm mm  mm % As Type
* Q32-DCLNR/L-22032-12 12 Q32 1.576 | 0.867 | 1.261 40 22 32 -6° -10°
* QUO-DCLNR/L-27032-12 | 12 | Q40 | 1970 | 1064 | 1261 | 50 | 27 | 32 | 6 | -10° [N~
* Q50-DCLNR/L-32032-12 12 Q50 2.482 | 1261 | 1.261 63 32 32 -6° -8°
* 050-DCLNR/L-32037-16 N 54
16 Q50 2.482 | 1.261 | 1.458 63 32 37 -5° -14° N v 16b6

Measured with master insert: CN .. 432 / CN .. 543

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle A, see “Technical information - ISO turning”
Ordering example, right-hand tool: Q32-DCLNR-22032-12/ordering example, left-hand tool: Q32-DCLNL-22032-12

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

Assembly parts CN .. 43. CN .. 54.
Type CN .. 1204 .. CN .. 1606 ..
Shim AP354-CN12 AP302-CN16

Screw for shim

FS1461 (Torx 15IP)

FS1463 (Torx 20IP)

Tightening torque 22 in Ibs (2.5 Nm) 44in Ibs (5.0 Nm)
Clamp PK241 PK242
Clamp screw FS1473 (Torx 15IP) FS1474 (Torx 201P)

Tightening torque

35inIbs (3.9 Nm)

57 in Ibs (6.4 Nm)

Pressure spring FS1470 FS1471
Pin RS117 RS117
Torx key FS1465 (Torx 15IP /SW 3.5) FS1464 (Torx 20IP)
Accessories CN .. 43. CN .. 54.
Type CN .. 1204 .. CN .. 1606 ..
Clamp set PK241-SET PK242-SET
@ (standard assembly parts)
Carbide clamp set
[E Insert with drilled hole PK45-SET PKa4d-SET
Carbide clamp set PK254-SET

Insert without drilled hole
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Exchangeable head - rigid clamping

Q...-DDUN [ mm |

Walter Turn

- QuadFit
- For Accure-tec boring bars

g
DN.. |[DN..
Dmin f I, Dmin F Iy
Designation e d; in in in mm mm mm Y As Type
* Q32-DDUNR/L-22032-11 11 Q32 |1572|0865|1258 | 40 | 22 | 32 | -6° | -10° [pN. 33
* Q40-DDUNR/L-27032-11 11 Q40 |1.965| 1061|1258 | 50 | 27 | 32 | -5° | -10° [DN..1104.
Q32-DDUNR/L-22032-15 15 Q32 | 1575|0862 | 1260 | 40 | 219 | 32 | -6° | -14°
Q40-DDUNR/L-27032-15 15 Q40 | 1969 |1.063|1260| 50 | 27 | 32 | -6° | -12° Bm:[fébs_
Q50-DDUNR/L-32032-15 15 Q50 | 2480|1260 |1260| 63 | 32 | 32 | -6° | -12°

Measured with master insert: DN .. 442

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information - ISO turning”
Ordering example, right-hand tool: Q32-DDUNR-22032-15/ordering example, left-hand tool: Q32-DDUNL-22032-15

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

Assembly DN .. 33. DN .. 44.
Type DN .. 1104 .. DN .. 1506 ..
Shim AP305-DN11 AP304-DN15
Screw for shim FS1462 (Torx 9IP) FS1461 (Torx 15IP)
Tightening torque 13inIbs (1.5 Nm) 22 in Ibs (2.5 Nm)
Clamp PK240 PK241
Clamp screw FS1472 (Torx 9IP) FS1473 (Torx 15IP)

Tightening torque

15inlbs (1.7 Nm)

35inIbs (3.9 Nm)

Pressure spring FS1469 FS1470
Pin RS116 RS117
Torx key FS1466 (Torx 9IP) FS1465 (Torx 15IP /SW 3.5)
Accessories DN .. 33. DN .. 44.
Type DN .. 1104 .. DN .. 1506 ..
Carbide clamp set
% Insert with drilled hole PKe4s-SET
Clamp set PK240 SET PK241-SET
(standard assembly parts)
Carbide clamp set PK254-SET

N

Insert without drilled hole

Shim for DN .. 44./ DN .. 1504 ..

AP304-DN1504

DS B/« New addition to the product range
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Exchangeable head - rigid clamping

Q...-DWLN [ mm |

Walter Turn

- QuadFit
— For Accure-tec boring bars

WN..|[WN..
TOOI Drmin f I Dmin f g
Designation -] d; in in in mm mm mm Y As Type
o . |WN. 33

* Q32-DWLNR/L-22032-06 6 Q32 | 1.572 | 0.866 | 1.258 | 40 22 32 -5 -12 WN . 0604
Q32-DWLNR/L-22035-08 8 Q32 | 1.575 | 0.866 | 1.378 | 40 22 35 -5° -14°
Q40-DWLNR/L-27037-08 8 Q40 | 1.969 | 1.063 | 1.457 | 50 27 37 -5° -12° wu h 3204
Q50-DWLNR/L-32038-08 8 Q50 | 2.480 | 1.260 | 1.496 | 63 32 38 -5° -12°

Measured with master insert: WN .. 432

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information - ISO turning”
Ordering example, right-hand tool: Q32-DWLNR-22035-08/ordering example, left-hand tool: Q32-DWLNL-22035-08

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

Assemb|y parts WN .. 33. WN .. 43.
Type WN .. 0604 .. WN .. 0804 ..
Shim AP306-WNO6 AP331-WNO08
Screw for shim FS1462 (Torx SIP) FS1461 (Torx 15IP)
Tightening torque 13inlbs (1.5 Nm) 22 in lbs (2.5 Nm)
Clamp PK240 PK241
Clamp screw FS1472 (Torx 9IP) FS1473 (Torx 15IP)
Tightening torque 15inIbs (1.7 Nm) 35in Ibs (3.9 Nm)
Pressure spring FS1469 FS1470
Pin RS116 RS117

D=' Torx key FS1466 (Torx 9IP) FS1465 (Torx 15IP /SW 3.5)

Accessories WN .. 33. WN .. 43.

Type WN .. 0604 .. WN .. 0804 ..
(lamp set PK240 SET PK241-SET
(standard assembly parts)
Carbide clamp set

gﬁ Insert with drilled hole PK245-SET
Carbide clamp set
Insert without drilled hole PK254-SET

DS B/« New addition to the product range
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Exchangeable head - screw clamping

Q...-SCLC[ mm |

Walter Turn

- QuadFit
- For Accure-tec boring bars

7°
Iy
CC..
Tool Din ~ F It Dmn A
Designation dp in in in mm mm mm Y As  Type
[ * Q25-SCLCR/L-17020-09 9 Q25 | 1.258 | 0668 | 0.786 | 32 17 20 0° -3°
Q32-SCLCR/L-22032-09 9 Q32 | 1575 | 0.866 | 1.260 | 40 22 32 0° -2° |cc.3es).
Q40-SCLCR/L-27032-09 9 Q40 | 1.969 | 1.063 | 1.260 | 50 27 32 0° -2¢ | CC..09T3..
Q50-SCLCR/L-32032-09 9 Q50 | 2.480 | 1.260 | 1.260 | 63 32 32 0° -2
Q32-SCLCR/L-22032-12 12 Q32 | 1575 | 0.866 | 1.260 | 40 22 32 0° -8°
Qu0-SCLCRL-27032-12 | 12 | Q40 | 1969 [ 1063 | 1260 | 50 | 27 | 32 | o | & |9
Q50-SCLCR/L-32032-12 12 Q50 | 2.480 | 1.260 | 1.260 | 63 32 32 0° -9°

Measured with master insert: CC.. 3(2.5)2 / CC .. 432

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information - I1SO turning”
Ordering example, right-hand tool: Q32-SCLCR-22032-09/ordering example, left-hand tool: Q32-SCLCL-22032-09

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

Assembly parts

Type

Clamping screw for indexable
insert tightening torque

(@€ . @D
EENU9 IS

FS1461 (Torx 15IP)
22in Ibs (2.5 Nm)

(@€ - S@ZD)
CC..09T3 ..

FS2062 (Torx 15IP)
27 in Ibs (3.0 Nm)

CC..43.
CC.. 1204 ..

FS2281 (Torx 20IP)
44 in Ibs (5.0 Nm)

Shim

AP364-CC1208

Screw for shim

FS2592 (SW 5)

Torx key

FS1465 (Torx 15IP /SW 3.5)

FS1465 (Torx 15IP /SW 3.5)

Allen key

FS1464 (Torx 20IP)

Allen key for shim

1S02936-5 (SW 5)

DS B/« New addition to the product range
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Exchangeable head - screw clamping

Q...-SDUC [ mm |

Walter Turn

- QuadFit
— For Accure-tec boring bars

7
Yy
DC..

Dmin f |1. IJmin f |1.

Designation d; in in in mm mm mm Y As Type

* Q25-SDUCR/L-17020-11 11 Q25 | 1.258 | 0.668 | 0.786 | 32 17 20 0° -6°

Q32-SDUCR/L-22032-11 11 Q32 | 1.575 | 0.866 | 1.260 | 40 22 32 0° 5° |pC.3(2.5).

Q40-SDUCR/L-27032-11 11 Q40 | 1.969 | 1.063 | 1.260 | 50 27 32 0° -5° | DC..11T3..

Q50-SDUCR/L-32032-11 11 Q50 | 2.480 | 1.260 | 1.260 | 63 32 32 0° -5°

Measured with master insert: DC .. 3(2.5)2

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information — ISO turning”
Ordering example, right-hand tool: Q32-SDUCR-22032-11/ordering example, left-hand tool: Q32-SDUCL-22032-11

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

Assembly parts DC.. 3(2.5).
Type DC..11T3 ..
Clamping screw for indexable insert FS1461 (Torx 15IP)
Tightening torque 22 inIbs (2.5 Nm)
Torx key FS1465 (Torx 15IP /SW 3.5)

Walter Turn turning tools - Internal machining 41
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Exchangeable head - screw clamping

Q...-SDUC...-X [_mm |

Walter Turn

- QuadFit
- For Accure-tec boring bars

7°
Iy
= DC..
Tool Dmin f I, oo X1 Dmin f i 2o X
Designation ~— d in in in in in mm mm mm mm mm Yy As Type

* Q25-SDUCR/L-17012-11X [ 11 | Q25 | 1.258 | 0.668 | 0.472 | 0.963 | 0.177 | 32 | 17 | 12 | 245| 45 |0° | -6°
032-SDUCR/L-22018-11X | 11 | Q32 | 1.575 | 0.862 | 0.709 | 1.476 | 0.232 | 40 | 21.9| 18 |375| 59 | 0°| -5° |pc . 3(2.5).
Q40-SDUCR/L-27017-11X | 11 | Q40 | 1.969 | 1.059 | 0.669 | 1.594 [0.272| 50 | 26.9 | 17 | 405| 6.9 |0° | -5° |DC.11T3..
Q50-SDUCR/L-32017-11X | 11 | Q50 | 2.480 | 1.260 | 0.669 | 1.673 |0.272| 63 | 32 | 17 | 425| 6.9 |0°| -5°

e,

°

Measured with master insert: DC .. 3(2.5)2

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information - I1SO turning”
Ordering example, right-hand tool: Q32-SDUCR-22018-11X/ordering example, left-hand tool: Q32-SDUCL-22018-11X

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

Assembly parts DC.. 3(2.5).
Type DC.. 1173 ..
Clamping screw for indexable insert FS1461 (Torx 15I1P)
Tightening torque 22 in Ibs (2.5 Nm)
Torx key FS1465 (Torx 15IP /SW 3.5)

DS B/« New addition to the product range
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Exchangeable head - screw clamping

Q...-SDXC[ mm |

Walter Turn

- QuadFit
— For Accure-tec boring bars

62°30] 7°

DC..

Tool Dmin ~ f lg 2o X1 Dmin f lu l20 Xy

Designation — d in in in in in mm mm mm mm mm y As Type
k\\QiuadFit

 * 025-SDXCR/L-17018-11 | 11 | Q25 |1.258 | 0.668 | 0.709 | 0.955 | 0.177 | 32 | 17 |18 | 243 | 45 |0°|-6°

032-SDXCR/L-22025-11 | 11 | Q32 | 1.575 | 0.862 | 0.984 | 1.476 | 0.232 | 40 | 219 | 25 | 37.5 | 5.9 | 0° | -5° | pc . 3(2.5).
Q40-SDXCR/L-27025-11 | 11 | Q40 | 1.969 | 1.059 | 0.984 | 1.594 | 0.272 | 50 | 26.9 | 25 | 40.5 | 6.9 | 0° | -5°|DC.. 11T3 ..
Q50-SDXCR/L-32025-11 | 11 | Q50 | 2.480 | 1.256 | 0.984 | 1.673 | 0.272 | 63 | 31.9| 25 | 42.5| 6.9 | 0° | -5°

!
f
l62°30'

Measured with master insert: DC .. 3(2.5)2

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information - ISO turning”
Ordering example, right-hand tool: Q32-SDXCR-22025-11/ordering example, left-hand tool: Q32-SDXCL-22025-11

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

Assembly parts DC.. 3(2.5).
Type DC..11T3 ..
Clamping screw for indexable insert FS1461 (Torx 15IP)
Tightening torque 22 inIbs (2.5 Nm)
Torx key FS1465 (Torx 15IP /SW 3.5)
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Exchangeable head - screw clamping

Q...-STFC[ mm |

Walter Turn

- QuadFit
- For Accure-tec boring bars

L 91 7°
- Iy
TC..
Tool Dn  f W Dun  F
Designation d; in in in mm mm mm Y As Type
* Q25-STFCR/L-17020-11 | 11 Q25 1.258 | 0.668 | 1.002 32 17 255 0° -3° iE h i(ll(]g) '
Q32-STFCR/L-22032-16 | 16 Q32 1575 | 0.866 | 1.260 40 22 32 0° -10°
Q40-STFCR/L-27032-16 | 16 Q40 1969 | 1.063 | 1.260 50 27 32 0° -8° E h T(GZT??) '
Q50-STFCR/L-32032-16 | 16 Q50 2.480 | 1.260 | 1.260 63 32 32 0° -8°
Measured with master insert: TC .. 3(2.5)2
For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle A, see “Technical information - ISO turning”
Ordering example, right-hand tool: Q32-STFCR-22032-16/ordering example, left-hand tool: Q32-STFCL-22032-16
Bodies and assembly parts are included in the scope of delivery.
Assembly parts TC..2(1.5). TC .. 3(2.5).
Type TC..1102 .. TC..16T3 ..
Clamping screw for indexable insert FS2061 (Torx 7IP) FS2063 (Torx 15IP)
Tightening torque 8inlbs (0.9 Nm) 27 in Ibs (3.0 Nm)
Shim AP317-TC1612
for radius r<l.2mm
Screw for shim FS2068 (SW 3.5)
Torx key FS1490 (Torx 7IP) FS1465 (Torx 15IP /SW 3.5)

DS B/« New addition to the product range
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Exchangeable head - screw clamping

Q...-SVUB [ mm |

Walter Turn

- QuadFit
— For Accure-tec boring bars
LR
d 5° 7°
] VEDy | vty
VB.. VC..
Drin  f i Dmn F It
Designation — dy in in in mm mm mm Y As Type
VB. 22.
o ., |VvB.1103.
* Q25-SVUBR/L-17020-11 11 Q25 1.258 | 0.668 | 0.786 32 17 20 0 -4 VC . 22
VC.. 1103 ..
Q32-SVUBR/L-22032-16 16 Q32 1575 | 0.866 | 1.260 40 22 32 0° -3° | VB.. 33
Qu0-SVUBR/L-27032-16 | 16 | Q40 | 1969 | 1059 | 1260 | 50 | 269 | 32 | o | -3 |/2-1004-

Q50-SVUBR/L-32032-16 16 Q50 | 2.480 | 1.256 | 1.260 63 319 32 0° -3° VC::lS-OA..

Measured with master insert: VB .. 332

For information on the rake angle y (for indexable inserts without chip groove) and on the inclination angle As, see “Technical information — ISO turning”
Ordering example, right-hand tool: Q32-SVUBR-22032-16/ordering example, left-hand tool: Q32-SVUBL-22032-16

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

VB .. 22. VB .. 33.
VB .. 1103 .. VB .. 1604 ..
Assembly parts vC .. 22. vC..33.
Type VC..1103.. VC.. 1604 ..
'!%ﬁ. Clamping screw for indexable insert FS2061 (Torx 7IP) FS2063 (Torx 15IP)
= Tightening torque 8 in Ibs (0.9 Nm) 27 in Ibs (3.0 Nm)
Shim AP316-VB1608
for radius r<0.8mm
-
Ef== Screw for shim FS2068 (SW 3.5)
D=' Torx key FS1490 (Torx 7IP) FS1465 (Torx 15IP /SW 3.5)
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Grooving

Product range overview of cutting inserts and cutting tool materials:

Grooving

Cutting inserts

-

Insert shape Description Page
Parting off/grooving

Walter Cut
‘!"/‘ "Q,I DX DX grooving inserts, 47

double-edged

Walter Cut

GX grooving inserts,

g g 50

double-edged/
single-edged

46 Cutting inserts

Cutting tool materials: Carbide

Range of applications

01 10 20 30 40
Application  Coating 05 15 25 35 L5
VD WKP13S
I
T
cvD WKP23S |
I
|
cVD WKP335 |
ISO P ‘
]
PVD WSM23s
I
|
PVD WSM33s |
I
—|
PVD WsM43s ]
| — 1
PVD WSM13S
I
]
PVD WSM235 |
IS0 M —
PVD WSM33s |
I
|
PVD WsMa3s ]
L — |
cvD WKP13S
I
1
1ISO K CvD WKP23S
eS|
|
cvD WKP33S |
L — |
— WK1
ISON ]
PCD WDN10
I
PVD WSM13S
I
|
PVD WsM23s |
I
|
ISO S PVD WSM33s |
I
—|
PVD WsMa3s |
| —
CBN WBS10
|
ISOH CBN WBH20
| | |

Wear resistance

A

Toughness

\




Grooving — |IUJI:I LTER

DX..N DX.R DX..L

Grooving and parting off

H H ‘ ITol. i
DX cutting inserts M % % ! i

Tiger-tec® Silver —_— : A\

Cutting inserts

P M K 5
HC HC |HC| HC
21822158882
s s r | f Stol W |EIEF 35 EREE
Designation mm in in K in in in in A
DX18-1E150N01-CF6 15 | 0059 0.006 0.709 |0.001-0.005| +0.002 | +0.006 S S
DX18-2E200N02-CF6 2 0.079 0.008 0.709 |0.001-0.006| +0.002 | +0.006 S S
DX18-2E250N02-CF6 25 | 0.098 0.008 0.709 |0.001-0.007| +0.002 | +0.006 S S
DX18-3E300N02-CF6 3 0.118 0.008 0.709 |0.002-0.009| +0.002 | +0.006 S S
DX18-1E150L10-CF6 15 | 0.059 0 10° | 0709 |0.001-0.004| +0.002 | +0.006 S S
DX18-2E200L6-CF6 2 0.079 0.008 6° 0.709 |0.001-0.005| +0.002 | +0.006 o o
DX18-2E200L15-CF6 2 0.079 0 15° | 0720 |0.001-0.005| +0.002 | +0.006 S S
DX18-2E250L6-CF6 25 | 0098 | 0.008 6° 0.709 |0.001-0.006| +0.002 | +0.006 S S
DX18-3E300L6-CF6 3 0118 | 0008 6° 0.709 |0.002-0.007 | +0.002 | +0.006 S S
DX18-1E150R10-CF6 15 | 0.059 0 10° | 0709 |0.001-0.004| +0.002 | +0.006 S S
DX18-2E200R6-CF6 2 0.079 0.008 6° 0.709 |0.001-0.005| +0.002 | +0.006 S SN
% DX18-2E200R15-CF6 2 0.079 0 15° | 0720 |0.001-0.005| +0.002 | +0.006 S S
DX18-2E250R6-CF6 25 | 0098 | 0.008 6° 0.709 |0.001-0.006| +0.002 | +0.006 S S
DX18-3E300R6-CF6 3 0118 | 0.008 6° 0.709 |0.002-0.007 | +0.002 | +0.006 S S
DX18-1E150N01-CF5 15 | 0059 0.006 0.709 |0.001-0.005| +0.002 | +0.006 S S
DX18-2E200N00-CF5 2 0.079 0 0.709 |0.001-0.005| +0.002 | +0.006 S S
§ DX18-2E200N02-CF5 2 0.079 0.008 0.709 |0.002-0.006| +0.002 | +0.006 S S
\ DX18-2E250N02-CF5 25 | 0.098 0.008 0.709 |0.002-0.007| +0.002 | +0.006 S S
DX18-3E300N02-CF5 3 0.118 0.008 0.709 |0.003-0.009| +0.002 | +0.006 S S
DX18-1E150L10-CF5 15 | 0.059 0 10° | 0709 |0.001-0.002| +0.002 | +0.006 S S
DX18-2E200L6-CF5 2 0.079 0.008 6° 0.709 |0.001-0.005| +0.002 | +0.006 S S
DX18-2E200L7-CF5 2 0.079 0 7° 0.709 |0.001-0.005| +0.002 | +0.006 1G] 1G]
DX18-2E200L15-CF5 2 0.079 0 15° | 0709 |0.001-0.005| +0.002 | +0.006 S S
DX18-2E250L6-CF5 25 | 0098 | 0.008 6° 0.709 |0.001-0.006| +0.002 | +0.006 S S
DX18-3E300L6-CF5 3 0118 | 0.008 6° 0.709 |0.002-0.007 | +0.002 | +0.006 S S
DX18-3E300L7-CF5 3 0118 0 7° 0.740 |0.002-0.006| +0.002 | +0.006 S S
DX18-3E300L15-CF5 3 0118 0 15° | 0740 |0.002-0.006| +0.002 | +0.006 S S
DX18-1E150R10-CF5 15 | 0059 0 10° | 0709 |0.001-0.002| +0.002 | =0.006 S S
DX18-2E200R6-CF5 2 0079 | 0008 6° 0.709 [0.001-0.005| +0.002 | +0.006 S S
DX18-2E200R7-CF5 2 0.079 0 7° 0.709 |0.001-0.005| +0.002 | +0.006 1G] 1)
DX18-2E200R15-CF5 2 0.079 0 15° | 0709 |0.001-0.005| +0.002 | =0.006 S S
DX18-2E250R6-CF5 25 | 0098 | 0.008 6° 0.709 |0.001-0.006| +0.002 | +0.006 S S
DX18-3E300R6-CF5 3 0118 | 0.008 6° 0.709 |0.002-0.007 | +0.002 | +0.006 S S
DX18-3E300R7-CF5 3 0118 0 7° 0.740 |0.002-0.006| +0.002 | +0.006 S S
DX18-3E300R15-CF5 3 0.118 0 15° | 0740 |0.002-0.006| +0.002 | +0.006 S S
DX18-1E150N01-CE4 15 | 0059 | 0.006 0.709 [0.001-0.005| +0.002 | +0.006 S S
DX18-2E200N02-CE4 2 0.079 0.008 0.709 |0.002-0.007 | +0.002 | +0.006 @& & S W DD S ™
< DX18-2E250N02-CE4 25 | 0098 | 0.008 0.709 |0.003-0.008| +0.002 | +0.006 |@ OV S
= DX18-3E300N02-CE4 3 0118 | 0.008 0.709 |0.004-0.013| +0.002 | +0006 & & S WV DD S W
Itol = Repeat accuracy when changing indexable inserts within the same indexable insert batch HC = Coated carbide
Radius tolerance ryo = £0.002 in (+0.05 mm)
insert for

Optimum indexable

o © B

e
@S B/« New addition to the product range Good Averag "
conditions

machining
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- H DX..N DX..R DX..L
Grooving and parting off o
H H | | | r r "y
DX cutting inserts o 7 — 7 T
J > S / S S
BN L5 i
- ® - \ J 7 .
Tiger-tec® Silver r N\
S| K
Cutting inserts
P K
HC HC |HC| HC
0ni n un 0ni unoun
B E
oSS S22 (=
s s r | f Stol Itol ¥ X n|lhh x|lnnd
Designation mm in in K in in in in A
DX18-2E200L6-CE4 2 0.079 0.008 6° 0.709 | 0.002-0.005 | +0.002 | +0.006 S S B
DX18-2E250L6-CE4 25 | 0098 | 0.008 6° 0.709 | 0.002-0.006 | +0.002 | +0.006 S S
DX18-3E300L6-CE4 3 0.118 0.008 6° 0.709 | 0.004-0.011 | +0.002 | +0.006 S B S B
A\
N
DX18-2E200R6-CE4 2 0079 | 0.008 6° 0.709 | 0.002-0.005 | +0.002 | +0.006 S )
DX18-2E250R6-CE4 25 | 0098 | 0.008 6° 0.709 | 0.002-0.006 | +0.002 | +0.006 S S
= DX18-3E300R6-CE4 3 0118 | 0.008 6° 0.709 | 0.004-0.011 | +0.002 | +0.006 S S
\ 0.000
> DX18-2E200N02-GD3 2 0.079 0.008 0.709 | 0.002-0.006 | +0.002 | +0.006 |@ n S B
DX18-2E250N02-GD3 25 | 0.098 0.008 0.709 | 0.002-0.007 | +0.002 | +0.006 |@ nN S B
oV DX18-3E300N03-GD3 3 0118 0.012 0.709 | 0.002-0.008 | +0.002 | +0.006 |@ n S B
DX18-2E200N02-GD6 2 0.079 0.008 0.709 | 0.002-0.006 | +0.002 | +0.006 G CIC0)
© DX18-2E250N02-GD6 25 | 0098 0.008 0.709 | 0.002-0.008 | =0.002 | +0.006 S S
i DX18-3E300N03-GD6 3 0.118 0.008 0.709 | 0.003-0.008 | +0.002 | +0.006 G DS
\
Itol = Repeat accuracy when changing indexable inserts within the same indexable insert batch HC = Coated carbide

Radius tolerance ryp = +0.002 in (+0.05 mm)

Optimum indexable insert for \

Average Poor

Good N
machining conditions
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DX..N

ITol, r
! 77
fi I\
j-r | B A2

Grooving and recessing
DX cutting inserts

Tiger-tec® Silver

Cutting inserts

M K 5
HC HC |HC| HC

niunun niwnun

23183333832

s s r | f ap Stol W |EIEIE ZEEEGED

Designation mm in in in in in in in AR

> DX18-2E200N02-UF4 | 2 0.079 | 0.008 | 0.709 |0.004-0.007 |0.012-0.047 | +0.002 | +0.006 S OB/ W SHB/H®
DX18-2E250N02-UF4 | 25 | 0.098 | 0.008 | 0.709 |0.004-0.008|0.012-0.051| +0.002 | +0.006 S O S

DX18-3E300N03-UF4 | 3 0.118 | 0.012 | 0.709 |0.004-0.009|0.016-0.079| +0.002 | +0.006 S OBVW SN

DX18-2E200N02-UD4 2 0.079 | 0.008 | 0.709 |0.004-0.007 |0.012-0.047| +0.002 | +0.006
DX18-3E300N03-UD4 3 0.118 | 0.012 | 0.709 |0.004-0.009|0.016-0.079| +0.002 | +0.006
0.000 | 0.000

88
88
88
88

DX18-2E200N02-UA4 2 0.079 | 0.008 | 0.709 |0.003-0.007|0.012-0.047 | +0.002 | +0.006 |&
DX18-3E300N03-UA4 3 0.118 | 0.012 | 0.709 |0.004-0.010|0.016-0.079| +0.002 | +0.006 |@& S

Ito1 = Repeat accuracy when changing indexable inserts within the same indexable insert batch HC = Coated carbide
Radius tolerance ryo = +0.002 in (+0.05 mm)

@S B/« New addition to the product range
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Grooving and copy turning

DX cutting inserts ol
’ ey (E8

Tiger-tec® Silver :

Cutting inserts

P M K S
HC HC HC HC
nnlvauvnnalanwn
RN R IR RS
s s r | f ap Stol (SIS EEEE D
Designation mm in in in in in in in A
DX18-2E200N10-RF7 2 0.079 | 0.039 0.720 |0.031-0.010 | 0.004-0.039 | +0.002 | +0.006 S S
DX18-3E300N15-RF7 3 0.118 | 0.059 0.720 |0.004-0.014 | 0.004-0.059 | +0.002 | +0.006 S S
DX18-2E200N10-RD4 2 0.079 | 0.039 0.720 | 0.031-0.011 | 0.008-0.039 | +0.002 | +0.006 (@& S S S
DX18-3E300N15-RD4 3 0.118 | 0.059 0.720 |0.004-0.015|0.020-0.059 | +0.002 | +0.006 S S
Itol = Repeat accuracy when changing indexable inserts within the same indexable insert batch HC = Coated carbide
Radius tolerance ryp = +0.002 in (+0.05 mm)
GX..N

Grooving and copy turning

GX cutting inserts ol
; BN

Tiger-tec® Silver

Cutting inserts

M K S
HC HC HC HC
288880810889 888
sl r % | sw | w £|53|8|8|25|5 32|80
Designation mm| in in in in in in in |||z (===
GX24-2E300N15-RF7 | 3 |0.118|0.059 |0.945|0.004-0.013|0.004-0.059 | +0.002 | +0.006 CCYG0) CG0) G0
GX24-3E400N20-RF7 | 4 |0.157|0.079|0.945|0.005-0.019|0.004-0.079| +0.002 | +0.006 SS S S DS
GX24-3E500N25-RF7 | 5 |0.197|0.098 |0.945|0.005-0.021|0.004-0.098 | +0.002 | +0.006 SS DS DS
GX24-2F300N15-RF7 | 3 |0.118|0.059|0.945|0.004-0.013|0.004-0.059| +0.002 | +0.006 S S
GX24-3F400N20-RF7 | 4 |0.157|0.079|0.945|0.005-0.019|0.004-0.079| +0.002 | +0.006 S S
GX24-3F500N25-RF7 | 5 |0.197 |0.098|0.945|0.005-0.021 | 0.004-0.098 | +0.002 | +0.006 S S
|
Ito1 = Repeat accuracy when changing indexable inserts within the same indexable insert batch HC = Coated carbide

Radius tolerance ryp = +0.002 in (+0.05 mm)

Ooptimum indexable insert for \

o & 8

or
Good Average po
ing conditions

machin

DS B/« New addition to the product range
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Grooving

Walter Cut grooving tools product range overview

Shank tools/ parting blades/ boring bars

— |ILUIZILTEI=!

RER/

Machining ﬂ .L\i

t t
pe
Designation G4014 G4014...-P 64011 G4011...-P 64041 G4041...-P
Insert width s [mm] 1.5-3 2-3 2-3 2-3 15-3 2
Cutting depth Tpay [mm] 10-18 12-18 10-17 17 17-21 17-21
Coolant supply External Precision cooling External Precision cooling External Precision cooling
Shank size h [mm] 10-20 12-20 25 25 26-32 26-32
Shank size h [inch] 0.394-0.787 0.472-0.787 0.984-1.000 0.984-1.000 1.024-1.260 1.024-1.260
Page 56 57 63 64 67 68

Machining

Type

Designation G4041...C G4041..C-P
Insert width s [mm] 1.5-3 2
Cutting depth Tray [mm] 17-21 17
Coolant supply External Precision cooling
Shank size h [mm] 26-32 26

Shank size h [inch] 1.024-1.260 1.024

Page 69 70
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Designation key for Walter Cut grooving tools — INCH

Example:

G|11/11- 16 R - 3|T33 - 090 GX24—-C |- P

1 2 3 4 5 6 7 8 9 10 11 12
1 2 3 4
Tool group Generation Tool type Tool type
G Grooving 1 ox 0 Radial grooving tool 11 Angled at 0°,
straight clamping screw
2 SX/UX 1 Axial grooving tool 12 Angled at 0°,
3 MX 5 Grooving tool without support self-clamping system
14 Angled at 0°,
4 DX 6 Modular external clamping screw from the side
radial grooving (SmartLock)
16 Angled at 0°,
clamping screw from the front
21 Angled at 90°,
straight clamping screw
22 Angled at 90°,
self-clamping system
32  Grooving module,
self-clamping system
41  Parting blade,
clamping screw
42 Parting blade,
self-clamping system
51 Angled,
straight clamping screw
61  Clamping block/split
8 9 10
Cutting depth/ Minimum axial grooving diameter/ . .
parting off diameter blade height Type of indexable insert
\
T06 0.236in Minimum axial grooving diameter 03451336
GX (9-34 mm)
T12 0.472in 034 ©034mm ?1.339in Drnin E g
D
121 0827 in 042 ©42mm  01653in i

0.709"

132 12601n 054 ©@54mm  02126in  _ DX %ag

067 ©67mm @2.368in

133 1.299in 090 ©90mm  ©3543in

T35 13781n 130 0130mm 051180 SX Q

D16 @0.630in ﬁ L \© 220 ©220mm  @8661in

NI T
D32 @1.260in ﬁma* ) (VANY,
(/\Dmax \) Blade height MX “
; 26 1.024in

32 1.260in UX @
52 2047 in
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5 6 7
Shank size Toolholder design Insert width
|-~ h — .
1.5 0059in
Square shank Module size h; )
. inch 2 0.078in
3 0118in
1010 0.393x0.393 E12 0.472 - s =
4 0157in
1212  0472x0472 E16 0.630
5 0197in
1616  0630x0.630 E20 0.787
6 0236i
2020  0.787x0.787 E25 0984 "
2525  0984x0984 E32 1260 %/ \% 8 03150n
3225  1.260 x0.984 L R 10 039%in
= h1~|
3232  1.260x1.260
4032  1.575x1.260 R Right-hand
L  Left-hand
Shank dimensions N Neutral
inch
h;=b
06 = 0.375"
08=05"
10 = 0.625"
12=075"
16=10"
20=125"
24 = 150"
11 12
Version Cooling

—C Contra -P oling
¢
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Designation key for Walter Cut grooving tools — METRIC

Example:

G|11|11-2020 R - 3|T1T33 - 090/ GX24—-C|—-P

1 2 3 4 5 6 7 8 9 10 11 12
1 2 3 4
Tool group Generation Tool type Tool type
G Grooving 1 ox 0 Radial grooving tool 11 Angled at 0°,
straight clamping screw
2 SX/UX 1 Axial grooving tool 12 Angled at 0°,
3 MX 5 Grooving tool without support self-clamping system
14 Angled at 0°,
4 DX 6 Modular external clamping screw from the side
radial grooving (SmartLock)
16 Angled at 0°,
clamping screw from the front
21 Angled at 90°,
straight clamping screw
22 Angled at 90°,
self-clamping system
32  Grooving module,
self-clamping system
41  Parting blade,
clamping screw
42 Parting blade,
self-clamping system
51 Angled,
straight clamping screw
61  Clamping block/split
8 9 10
Cutting depth/ Minimum axial grooving diameter/ . .
parting off diameter blade height Type of indexable insert
T06 6 mm Minimum axial grooving diameter 03451359
GX (9-34 mm)
T12 12 mm 034 @ 34 mm Drmin E §
Dmax
T21 21 mm 042 @ 42 mm
0.709"
054 @ 54 mm ~ e mm
T32 32 mm DX
067 067 mm
T33 33mm
090 @90 mm
T35 35 mm 130 @130 mm SX Q
D16 @16 mm © 220 @220 mm
AN T'
max ' '
D32 0 32 mm /4 \ Blade height MX “
! Dmax )
/ 26 26 mm
32 32 mm
Ux
52 52 mm
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Grooving
5 6 7
Shank size Toolholder design Insert width
Square shank " 15 1.5mm
2 2 mm
1010 10x 10 mm
1212 12x12 mm 3 3mm ]
1616 1616 mm 4 4 mm
2020 2020 mm 5 5 mm
2525 25x 25 mm 6 6 mm
3225 32x25mm ©/ \©O 8 8 mm
3232 32x32 mm 10 10 mm
4032 40x32 mm -ty L R
Module size h; R Right-hand
L  Left-hand
E12 12 mm
N  Neutral
E16 16 mm
E20 20 mm
E25 25 mm
E32 32 mm
11 12
Version Cooling
- C Contra

Walter Cut grooving tools
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> >

Shank tool - Radial grooving
G4014 [ mm |

Walter Cut

- Side screw clamping

n “ox
-L DX
Tool s s Dmax h=hy b f1 I hg I,
Designation mm in mm mm mm mm mm mm mm  Type
A [ ] G4014-1010R/L-1.5T10DX18 20 10 10 9.4 110 4 21
SmartLock LL G4014-1212R/L-1.5T12DX18 15 0.059 25 12 12 11.4 110 3 22 DX18-1E1 ..
1] G4014-1616R/L-1.5T12DX18 25 16 16 15.4 120 4 24
$1—=[*~  (4014-1010R/L-2T10DX18 20 10 10 9.2 110 4 21
—h—~f b~ G4014-1212R/L-2T12DX18 2 0.079 25 12 12 11.2 110 3 22 DX18-2E2 ..
G4014-1616R/L-2T12DX18 25 16 16 15.2 120 4 24
G4014-1616R/L-3T17DX18 35 16 16 14.8 120 4 30
3 0.118 DX18-3E3 ..
G4014-2020R/L-3T17DX18 35 20 20 18.8 120 3 30

r
I

l fy—=|

l~h1—| e f ]

f=f+s/2
Ordering example, right-hand tool: G4014-1010R-1.5T10DX18/ordering example, left-hand tool: G4014-1010L-1.5T10DX18
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = h; [mm] 10-12 16-20
Clamping screw for grooving insert FS2586 (Torx 15IP) FS2585 (Torx 151P)
Tightening torque 2.0 Nm 3.0Nm
Screw plug FS2589 FS2589
Torx key FS1465 (Torx 15IP /SW 3.5) FS1465 (Torx 15IP /SW 3.5)
Accessories
h = h; [mm] 10-20
@] Torque screwdriver, analogue FS2003
Tightening torque 1.5-5.0Nm
—— -y Interchangeable blade FS2014 (Torx 15IP)
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Shank tool — Radial grooving

G4014...-P[ mm |
Walter Cut

- Side screw clamping
- Precision cooling

— |ILUIZILTEI=!

n i
t e DX
Tool S S Dmax h=Mh b f1 h hg I
Designation mm in mm mm mm mm mm mm mm  Type
E G4014-1212R/L-2T12DX18-P 2 0.079 25 12 12 11.2 110 3 22
@ &7 DX18-2E2 ..
SmartLock G4014-1212R/L-2.5T12DX18-P| 2.5 0.098 25 12 12 11 110 3 22
s1 G4014-1212R/L-3T12DX18-P 3 0.118 25 12 12 10.8 110 3 22 DX18-3E3 ..
h
M8x1Jt *17 |= b >
M8x1
— |« hg
1 Ay H
lg Ve
Dmax/ S |
v ~f1
hy | [~ f ]
f=f+s/2

For the connection set for coolant supply with G1/8" thread, see “Assembly parts and accessories”
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example, right-hand tool: G4014-1212R-2T12DX18-P/ordering example, left-hand tool: G4014-1212L-2T12DX18-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h =h; [mm] 12
Clamping screw for grooving insert FS2586 (Torx 15IP)
Tightening torque 2.0 Nm
Screw plug FS2589
M8x1 threaded plug FS2587

Torx key FS1465 (Torx 15IP /SW 3.5)
Accessories

h =h; [mm] 12

Torque screwdriver, analogue FS2003

Tightening torque 1.5-5.0 Nm

'

Al
@&

Q &

Interchangeable blade

FS2014 (Torx 15IP)

M8x1 angle connection FS2596
M8x1 connection element FS2597
Copper gasket FS2598

Walter Cut grooving tools
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Shank tool - Radial grooving

G4014...-P [ mm |

Walter Cut

- Side screw clamping
- Precision cooling

Grooving

L

@ )
SmartLock

>

G1/8"

vy
DX
s s Dmax h=h b i Iy hy Iy
Designation mm in mm mm mm mm mm mm mm  Type
G4014-1616R/L-2T12DX18-P 25 16 16 15.2 120 4 24
G4014-1616R/L-2T17DX18-P ¢ 0.079 35 16 16 15.2 120 4 30 | DX18-2E2 ..
G4014-1616R/L-2.5T17DX18-P | 25 0.098 35 16 16 15 120 4 30
G4014-1616R/L-3T17DX18-P 3 0.118 35 16 16 14.8 120 4 30 | DX18-3E3.

f=Ff+s/2

For the connection set for coolant supply with G1/8" thread, see “Assembly parts and accessories”
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example, right-hand tool: G4014-1616R-2T12DX18-P/ordering example, left-hand tool: G4014-1616L-2T12DX18-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = h; [mm] 16
Clamping screw for grooving insert FS2585 (Torx 15IP)
Tightening torque 3.0 Nm
Screw plug FS2589

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

Torx key FS1465 (Torx 15IP /SW 3.5)
Accessories

h = hy [mm] 16
@] Torque screwdriver, analogue FS2003

Tightening torque 1.5-5.0 Nm
-y FS2014 (Torx 15IP)

Interchangeable blade
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Shank tool — Radial grooving

G4014...-P[ mm |
Walter Cut

- Side screw clamping
- Precision cooling

IL\ vy
t e DX
TOOI S S Dmax hi= hl b f1 |1 h4 |1.
Designation mm in mm mm mm mm mm mm mm  Type
G4014-2020R/L-2T17DX18-P 2 0.079 35 20 20 19.2 120 3 30 DX18-2E2 ..
SmartLock G4014-2020R/L-3T17DX18-P 3 0.118 35 20 20 18.8 120 3 30 DX18-3E3 ..

f=f+s/2

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

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

Ordering example, right-hand tool: G4014-2020R-2T17DX18-P/ordering example, left-hand tool: G4014-2020L-2T17DX18-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = h; [mm] 20
Clamping screw for grooving insert FS2585 (Torx 151P)
Tightening torque 3.0Nm
Screw plug FS2589

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

D=| Torx key FS1465 (Torx 15IP /SW 3.5)
Accessories
h = hy [mm] 20
@] Torque screwdriver, analogue FS2003
Tightening torque 1.5-5.0 Nm
——— FS2014 (Torx 15IP)

Interchangeable blade
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Grooving

Shank tool - Radial grooving
G4014

Walter Cut

- Side screw clamping

Tool

Designation
[ g G4014.08R/L-1.5T12DX18

|
inch

0.059

Dmax
inch

0.984

h=h;
inch

0.500

b

f1 h

inch inch inch

0.500 0.476 4.331

hg
inch

0.091

I
inch

0.866

> >

DX

Type
DX18-1E1 ..

Y :
SmartLock

1= |-

r
I

l fy—=|

l~h1—| e f ]

f=f+s/2

Ordering example, right-hand tool: G4014.08R-1.5T12DX18/ordering example, left-hand tool: G4014.08L-1.5T12DX18

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

Assembly parts h = hy [inch]

Clamping screw for grooving insert
Tightening torque

0.500

FS2586 (Torx 15IP)
13inlb (2.0 Nm)

Screw plug FS2589

Torx key FS1465 (Torx 15IP /SW 3.5)
Accessories

h = hy [inch] 0.500

Torque screwdriver, analogue FS2003

Tightening torque

13-44in |bs (1.5-5.0 Nm)

Interchangeable blade

FS2014 (Torx 15IP)
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Shank tool — Radial grooving
G4014...-P

Walter Cut

- Side screw clamping
- Precision cooling

— |ILUIZILTEI=!

5 i
t e DX
Tool S Dmax  h=hy b f1 h hg I
Designation inch inch inch inch inch inch inch inch  Type
G4014.08R/L-2T12DX18-P 0.079 0.984 0.500 0.500 0.469 4.331 0.091 0.866 | DX18-2E2 ..
¢
SmartLock G4014.08R/L-3T12DX18-P 0.118 0.984 0.500 0.500 0.453 4.331 0.091 0.866 | DX18-3E3..
$1
5/16"-24 UNF
|« b+
h—{ -
Q
B
R
c
gl
— |« hg
ﬁ ‘\k I(
lg Ve
Dmax/ S |
v ~f1
hy | [~ f ]
f=f+s/2
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example, right-hand tool: G4014.08R-2T12DX18-P/ordering example, left-hand tool: G4014.08L-2T12DX18-P
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
h = hj [inch] 0.500

Clamping screw for grooving insert
Tightening torque

FS2586 (Torx 15IP)
18in b (2.0 Nm)

Screw plug

i

FS2589

UNF 5/16-24 threaded plug

FS2593

D=| Torx key FS1465 (Torx 15IP /SW 3.5)
Accessories )

h = hj [inch] 0.500

Torque screwdriver, analogue FS2003

Tightening torque

13-44in Ibs (1.5-5.0 Nm)

'

Interchangeable blade

FS2014 (Torx 15IP)

"5 5/16" UNF angle connection FS2594
% 5/16" UNF connection element FS2597
Copper gasket FS2598

Walter Cut grooving tools
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Shank tool - Radial grooving
G4014...-P BLE)
Walter Cut
- Side screw clamping
- Precision cooling
» “ox
-4 DX
Tool S Dmax  h=h; b f h hg I
Designation inch inch inch inch inch inch inch inch  Type
E G4014.10R/L-2T17DX18-P 1.378 0.625 0.625 0.594 4.724 0.161 1.181
@ &2 0.079 DX18-2E2 ..
SmartLock * G4014.12R/L-2T17DX18-P 1378 | 0750 | 0.750 | 0717 | 4.724 | 0.118 | 1.181
G4014.10R/L-3T17DX18-P 1.378 0.625 0.625 0.579 4724 0.161 1.181
0.118 DX18-3E3 ..
* G4014.12R/L-3T17DX18-P 1.378 0.750 0.750 0.701 4.724 0.118 1.181

G1/8"

f=Ff+s/2

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

Ordering example, right-hand tool: G4014.10R-2T17DX18-P/ordering example, left-hand tool: G4014.10L-2T17DX18-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = hy [inch] 0.625 0.750
Clamping screw for grooving insert FS2585 (Torx 15IP) FS2585 (Torx 15I1P)
Tightening torque 27 in1b (3.0 Nm) 27 inlb (3.0 Nm)
Screw plug FS2589 FS2589
G 1/8" threaded plug FS2258 (SW 5) FS2258 (SW 5)
M6 threaded plug FS2288 (SW 3)
D=| Torx key FS1465 (Torx 15IP /SW 3.5) FS1465 (Torx 15IP /SW 3.5)
Accessories
h = hy [inch] 0.625-0.750
@] Torque screwdriver, analogue FS2003
Tightening torque 13-44in1b (1.5-5.0 Nm)
———— FS2014 (Torx 15IP)

Interchangeable blade

DS B/« New addition to the product range
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"

Shank tool — Radial grooving
G4011[ mm |

Walter Cut

- Screw clamping

n i
t e DX
Tool S S Tmax Dz h=h;y b f1 h I S1
Designation mm in mm mm mm mm mm mm mm mm  Type
* G4011-2525R/L-2T10DX18 5 0079 10 25 25 242 125 28 16
* G4011-2525R/L-2T17DX18 ' 17 35 25 25 24.2 125 335 1.6 |DX18-2E2 ..
» * (G4011-2525R/L-2.5T17DX18| 2.5 | 0.098 17 35 25 25 24 125 335 2.1
S1 ™[~ % G4011-2525R/L-3T10DX18 10 25 25 23.8 125 28 2.4
3 0.118 DX18-3E3 ..
l«— h —| le— b —| * G4011-2525R/L-3T17DX18 17 35 25 25 238 125 335 2.4

S - |[j=

[P —

f— f —

f=f+s/2

If no D or Dinay is specified, the tool has no diameter limit.

Ordering example, right-hand tool: G4011-2525R-2T10DX18/ordering example, left-hand tool: G4011-2525L-2T10DX18
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = h; [mm] 25
"=E C!amping screw for grooving insert FS2118 (Torx 20IP)
Tightening torque 5.0 Nm

D=| Torx key ‘ FS1464 (Torx 20IP)
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55

Shank tool - Radial grooving
G4011...-P [ mm |

Walter Cut

- Screw clamping
- Precision cooling

n “ox
S DX
Tool S S Tmax Dmax h=hy b f hh I S1
Designation mm in mm mm mm mm mm mm mm mm Type
* G4011-2525R/L-2T17DX18-P 2 0079 | 17 35 25 25 242 | 125 | 335 16
@ DX18-2E2 ..

* G4011-2525R/L-2.5T17DX18-P| 25 | 0.098 | 17 35 25 25 24 125 | 335 2.1
* G4011-2525R/L-3T17DX18-P 3 0118 | 17 35 25 25 238 | 125 | 335 2.4 | DX18-3E3..

f=Ff+s/2

If no D or Diay is specified, the tool has no diameter limit.

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

Ordering example, right-hand tool: G4011-2525R-2T17DX18-P/ordering example, left-hand tool: G4011-2525L-2T17DX18-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = h; [mm] 25
{’EE C_Iamping screw for grooving insert FS2118 (Torx 20IP)

Tightening torque 5.0 Nm

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

M6 threaded plug FS2288 (SW 3)
D=| Torx key FS1464 (Torx 20IP)

DS B/« New addition to the product range
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Shank tool — Radial grooving
G4011

Walter Cut

- Screw clamping

R o
t = DX
Tool S Tmax Dmax h=h b f [} I S1
Designation inch inch inch inch inch inch inch inch inch Type
* G4011.16R/L-2T10DX18 0.079 | 0.394 1.000 | 1.000 | 0.969 | 4921 | 1.102 | 0.063 | DX18-2E2..
* G4011.16R/L-3T10DX18 0.394 1.000 | 1.000 | 0.953 | 4921 | 1.102 | 0.094
0.118 DX18-3E3 ..
» * G4011.16R/L-3T17DX18 0.669 | 1.378 | 1.000 | 1.000 | 0.953 | 4921 | 1.319 | 0.094
S1 = |+

le h —] le— b —]

S - |[j=

[P —

f— f —

f=f+s/2

If no D or Dinay is specified, the tool has no diameter limit.

Ordering example, right-hand tool: G4011.16R-2T10DX18/ordering example, left-hand tool: G4011.16L-2T10DX18
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

h = hy [inch] 1.000
"=E C!amping screw for grooving insert F521_18 (Torx 20IP)
Tightening torque 44in|b (5.0 Nm)

D=| Torx key ‘ FS1464 (Torx 20IP)
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Grooving

Shank tool - Radial grooving
G4011...-P

Walter Cut

- Screw clamping
- Precision cooling

75

» “ox
-4 DX
TOOl S Tmax Dmax h=h; b f1 I I S1
Designation inch inch inch inch inch inch inch inch inch Type
@ * G4011.16R/L-2T17DX18-P 0.079 | 0.669 | 1.378 | 1.000 | 1.000 | 0.969 | 4.921 | 1.319 | 0.063 |DX18-2E2 ..
* G4011.16R/L-3T17DX18-P 0.118 | 0.669 | 1.378 | 1.000 | 1.000 | 0.953 | 4921 | 1.319 | 0.094 | DX18-3E3..

f=Ff+s/2
If no D or Dinay is specified, the tool has no diameter limit.
The maximum recommended coolant pressure is 150 bar (2175 psi)

Ordering example, right-hand tool: G4011.16R-2T17DX18-P/ordering example, left-hand tool: G4011.16L-2T17DX18-P

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

Assembly parts

h = hy [inch] 1.000
l’=g Clamping screw for grooving insert FS2118 (Torx 20IP)
\ Tightening torque 44in1b (5.0 Nm)

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

M6 threaded plug FS2288 (SW 3)

D=| Torx key FS1464 (Torx 20IP)

DS B/« New addition to the product range
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Reinforced parting blade
G4041 [ mm |

Walter Cut

- Screw clamping

— |ILUIZII_TEI=!

vy
t t DX
Tool S S Tmax Dmax hg h hy S1
Designation mm in mm mm mm mm mm mm Type
* G4041-26R/L-1.5T17DX18 15 0.059 17 35 26 110 213 12 DX18-1E1 ..
* G4041-26R/L-2T17DX18 17 35 26 110 213 16
2 0.079 DX18-2E2 ..
* (G4041-32R-2T21DX18 21 42 32 110 25 2.5
s1—+ = % G4041-26R/L-3T17DX18 3 0.118 17 35 26 110 213 2.5 DX18-3E3 ..
l«— hg —
It
F
ms ©
: N
Tmax //& \ \ 1
™\ -
* Dmax / s ’I‘t‘
le—h1 —
Ordering example, right-hand tool: G4041-26R-1.5T17DX18/ordering example, left-hand tool: G4041-26L-1.5T17DX18
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
hg [mm] 26-32
l’=§ Clamping screw for grooving insert FS2164 (Torx 15IP)
\ Tightening torque 31inlb(3.5Nm)

Accessories

e

hg [mm]

Screwdriver for grooving insert |

26-32

FS1485 (Torx 15IP)
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Reinforced parting blade
G4041..-P[ mm |

Walter Cut

- Screw clamping
- Precision cooling

vy
t DX
Tool S S Tmax Dmax hg h m S1
Designation mm in mm mm mm mm mm mm  Type
* G4041-26R/L-2T17DX18-P 17 35 26 110 213 16
2 0.079 DX18-2E2 ..
@ * G4041-32L-2T21DX18-P 21 42 32 110 25 16

$1

le— hg —»

Ordering example, right-hand tool: G4041-26R-2T17DX18-P/ordering example, left-hand tool: G4041-26L-2T17DX18-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts
hs, [mm] 26-32

"EE Clamping screw for grooving insert FS2164 (Torx 15IP)
Tightening torque 31inlb(3.5Nm)

Accessories
h [mm] 26-32

@3 Screwdriver for grooving insert | FS1485 (Torx 15IP)

DS B/« New addition to the product range
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Reinforced parting blade — Contra

G4041...C[ mm |

Walter Cut : A2
- Screw clamping

vy
t t DX
Tool S S Tmax Dmax hg h m S1
Designation mm in mm mm mm mm mm mm  Type

* G4041-26R/L-1.5T17DX18C 15 0.059 17 35 26 110 213 12 DX18-1E1 ..
* G4041-26R/L-2T17DX18C 17 35 26 110 213 16

2 0.079 DX18-2E2 ..
* G4041-32R/L-2T21DX18C 21 42 32 110 25 16

s1 =~ % G4041-26R/L-3T17DX18C 3 0.118 17 35 26 110 213 2.5 DX18-3E3 ..

le— hy —=]

b1/

4

AE

Ordering example, right-hand tool: G4041-26R-1.5T17DX18C/ordering example, left-hand tool: G4041-26L-1.5T17DX18C
Bodies and assembly parts are included in the scope of delivery.

b hy —

Assembly parts

hg [mm] 26-32
l’=§ Clamping screw for grooving insert FS2164 (Torx 15IP)
\ Tightening torque 31inlb(3.5Nm)

Accessories
hy [mm] 26-32

@=— Screwdriver for grooving insert | FS1485 (Torx 15/P)
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Reinforced parting blade — Contra
G4041..C-P [ mm |

Walter Cut

- Screw clamping
- Precision cooling

vy
t DX
Tool S S Tmax Dmax hg hh U} S1
Designation mm in mm mm mm mm mm mm  Type
@ > * G4041-26R/L-2T17DX18C-P 2 0.079 17 35 26 110 213 16 DX18-2E2 ..
G

s1

le— hg —|

Ordering example, right-hand tool: G4041-26R-2T17DX18C-P/ordering example, left-hand tool: G4041-26L-2T17DX18C-P
Bodies and assembly parts are included in the scope of delivery.

Assembly parts

hs [mm] 26
"EE Clamping screw for grooving insert FS2164 (Torx 15IP)
Tightening torque 31inlb(3.5Nm)

Accessories
h [mm] 26

@3 Screwdriver for grooving insert | FS1485 (Torx 15IP)

DS B/« New addition to the product range
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Walter NTS threading tools product range overview
Thread turning tools - Internal machining

Type E> NTS..

Designation Q...-T1820...-P
Clamping system Toggle
Coolant supply Precision cooling
QuadFit size Q25-Q50
Insert size 16-22
Page 73
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Exchangeable head - internal thread

Q...-T1820...-P [ mm |
Walter NTS

- QuadFit
- Precision cooling

=
NTS-I
TOOI Dmin f g Dmin f A
Designation d; in in in mm mm mm B Type
* T1820-Q25R/L-16I-P| 16 Q25 1.142 0.642 0.984 29 16.3 25 1°
™ d * T1820-Q32R/L-161-P| 16 Q32 1.417 0.780 1.260 36 19.8 32 1° NTS-I 16
C — 1 -1.-16 ..
@ ® _ * T1820-Q40R/L-16l-P| 16 Q40 1.732 0.937 1.260 44 238 32 1°
f
© * T1820-Q50R/L-16I-P| 16 Q50 2.126 1.134 1.260 54 28.8 32 1°
|44.1 * T1820-Q32R/L-22I-P| 22 Q32 1.496 0.839 1.260 38 213 32 1°
* T1820-Q40R/L-22I-P| 22 Q40 1811 0.996 1.260 46 253 32 1° NTS-I. -22 ..
/: J
/, % * T1820-Q50R/L-22I-P| 22 Q50 2.205 1193 1.260 56 30.3 32 1°
/fp Drmin ( \
( 1 J
s/ /
\\v_, e N ’
For information on the inclination angle § and compatible shim. see “Technical information — Thread turning”
The maximum recommended coolant pressure is 150 bar (2175 psi)
Ordering example. right-hand tool: T1820-Q25R-16I-P/ordering example. left-hand tool: T1820-Q25L-16I-P
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
Type NTS-I.-16 .. NTS-I.-22 ..
Shim GXA16-1 NXA22-1
E@ Clamping screw FS2615 (Torx 15IP) FS2616 (Torx 25IP)
Tightening torque 18inlb (2.0 Nm) 44 in1b (5.0 Nm)
& Lever KN129 KN130
ﬁ Pin RS123 RS124
D=| Torx key FS1465 (Torx 15IP /SW 3.5)
% Allen key FS1592 (Torx 25IP)
@S B/« New addition to the product range
Walter NTS threading tools 73
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Geometry overview of turning inserts — Negative basic shape

Finishing operation

Material groups

P MK N S H|O
_ £y
g £5 &
2 1 al28 5 :
21 s| 8|28 ® Section
2| 2| |89 E

T E|2|E %5 o | & [ Main cutting Section

Geometry Remarks/field of applications Gla|S| 2|23 2|8 edge Corner radius ap [in] f [in]
FW5 0.012-0.118 | 0.004-0.024

- Finishing with wiper technology

— Double the feed rate — the same high
surface quality o0 (o0 o0 L4

- Reduced cutting pressure thanks to
short wiper curved cutting edge

Medium machining

MW5 0.031-0.157 | 0.006-0.030
- Medium machining with wiper technology
— Double the feed rate — the same high
surface quality e *C° = ©
— Maximum feeds thanks to long wiper
curved cutting edge
ee Primary application Note: Sectional views show CNMG432 . .

e  Additional application

Geometry overview of turning inserts — Positive basic shape

Finishing operation

Material groups

(V]
-
o

P M| K| N

Section Section
Main cutting edge| Corner radius ap [in] f [in]

Steel

Stainless steel

Cast iron

NF metals

Materials with difficult
cutting properties
Hard materials

Other

Geometry Remarks/field of applications

FP2 0.005-0.098 0.001-0.013

- Finishing insert with fully ground
circumference

- Long, small-diameter shafts with [ ®®| ®® | ee  ® | ®
a tendency to vibrate

- Low cutting forces

_~

7

ee Primary application Note: Sectional views show CCMT3(2.5)2 . . or CCGT3(2.5)2 . .
e  Additional application
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Geometry overview of system inserts — WL

Medium machining

Material groups
P MK/ N S H|O
E
£38
3 £5 @
a w |28 &
1 ER
3| E |y £ 25| = | & | Section Section
Geometry Remarks/field of applications Ala|8| 2|28 £ |8 | Main cutting edge| Corner radius ap [in] f [in]
? MM4 0.016- 0.003-
- Medium machining - with a large range 0.098 0.014
of applications . &
- Machining for long-chipping materials 120
— Specially developed for copy turning
— Chip breaking during forward and reverse B *C = o0
turning
7Z 7
? MP4 0.016- 0.003-
- Medium machining - with a large range 0.098 0.014
of applications ” o
- Machining for long-chipping materials 120
— Specially developed for copy turning
— Chip breaking during forward and reverse [ ®®| ® | ©® S
turning
7 _
MU6 0.016- 0.004-
— Full-radius geometry for copy turning 0.098 0.016
- Soft cutting action with excellent chip
breaking
- Chip breaking during forward and reverse
turning o0 (00 oo o0 o
ee Primary application Note: Sectional views show WL25-VC0708 . . and WL25-RC0420 . .

e  Additional application
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ISO turning

Application information:

W1011-P Walter Turn copy turning system

W1011-P Walter Turn copy turning system

On W1011-P copy turning tools, four different indexable insert types

can be fitted in the same tool.

This means that different profiling angles/approach angles can be

achieved with the same tool.

1. Application area and profiling angle

Full radius

2. Fitting options and approach angle

Four different indexable inserts can be fitted in the same tool.
The approach angles are formed by fitting the different indexable inserts.

Example:

Left-hand tool:
W1011-2525L-WL25-P
Neutral indexable insert:
WL25-VC0708N-MP4 WPP20S

Example:

Left-hand tool:
W1011-2525L-WL25-P
Left-hand indexable insert:
WL25-VC0708L-MP4 WPP20S

76 Technical information — ISO turning

Example:
Left-hand tool:
W1011-2525L-WL25-P

Right-hand indexable insert:

WL25-VC0708R-MP4 WPP20S

Example:

Left-hand tool:
W1011-2525L-WL25-P
Neutral indexable insert:
WL25-RC0420N-MU6 WPP20S
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A2

3. Maximum feed WL25 indexable inserts/W1011-P

Example — left-hand tool A3

+ +

4. Cutting data

Geometry/corner radius MM4. /MP4 — R 0.016 inches
Reverse turning (f3) Forward turning (f;)
Approach angle 31°/35° 50° 72.5° 93° 107.5/113°
Apmin__[in] 0.008 0.012 0.016 0.016 0.016
Apmax_ [in] 0.055 0.075 0.094 0.098 0.094
fmin  [in] 0.006 0.004 0.003 0.003 0.003
fmax  lin] 0.016 0.013 0.010 0.010 0.010
Geometry/corner radius MM4 /MP4 — R 0.031 inches
Reverse turning (f2) Forward turning (f1)
Approach angle 31°/35° 50° 72.5° 93° 107.5/113°
Apmin__[in] 0.012 0.016 0.020 0.020 0.020
Apmax_ [in] 0.055 0.075 0.094 0.098 0.094
fmin ~ lin] 0.008 0.006 0.005 0.005 0.005
fmax  [in] 0.020 0.017 0.013 0.013 0.013 f, = forward turning
f, = reverse turning
f3 = plunging
Geometry/corner radius MUG - R 0.079 inches A feed of f 0.008" is recommended for
Reverse turning (f) Forward turning (f7) plunging into the workpiece (-X).
Approach angle 31°/35° 50° 72.5° 93° 107.5/113°
@min _[in] 0.012 0.016 0.020 0.020 0.020
Apmax [in] 0.043 0.059 0.075 0.079 0.075
fmin  lin] 0.008 0.006 0.005 0.005 0.005
fmax  [in] 0.024 0.020 0.017 0.016 0.017

These values correspond to the depths of cut and feed values on the catalogue ordering page.
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Application information for wiper indexable inserts

Wiper

Application area:

Wiper geometry for longitudinal
turning and facing

- Double the surface quality with the same feed compared to the
standard corner radius

- Same surface quality with double the feed rate compared to the
standard corner radius

- Increased productivity — the higher feeds reduce the machining time

— Fewer tools — there is the option to combine roughing and finishing
in a single operation

New wiper curved cutting edge — - Longer tool life as the higher feed reduces the contact time with
for consistently good surfaces the workpiece

1. Surface quality that can be achieved with wiper indexable inserts

R, [pm(p-in)]

30(1181) 1
= Standard corner|radius FP5 )
Material: AISI 4140
20 (787) Indexable insert:  CNMG432-FP5 WPP20S
CNMG432-FW5 WPP20S
15 (590) | CNMG432-MW5 WPP20S
iper

10 (394) —P——FW‘5

5(197) #E MW5

0 1 } The surface finish values are available in R, (not Ry)
0 01 0.2 03 0.4 0.5 0.6 0.7

There is no direct coversion from R, to R, possible
(0.004) (0.008) (0.012) (0.016) (0.020) (0.024) (0.028) f[mm(in)]

2. Edge formation: Comparison of wiper indexable inserts and standard indexable inserts

The specified maximum feeds [frax] should not be Wiper geometry: Standard geometry with corner radius:
exceeded with wiper geometries. They approximately Example of CNMG432-FW5/ Example of CNMG432-FP5
correspond to the wiper curved cutting edge length. CNMG432-MW5

Corner radius

R FW5 MW5
[mm(in)] fmax [mm(in)]  fax [mm(in)]

0.4(0.016) 0.45(0.018) -

0.8(0.031) 0.55(0.022) 0.65(0.026) a
1.2(0.047) 0.65 (0.026) 0.75(0.030)

bS = fI'T'IEX
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A2

3. Turning toolholder for using wiper geometries

To achieve the wiper effect, the wiper indexable insert has to be used A 3
in a toolholder with the correct lead angle.

CNMG/CCMT - 80° corner CNMG/CCMT - 100° corner DNMG / DCMT TNMG/TCMT WNMG / WCMT

= = Wiper effect

Comments:

- The standard CNC range can be used with CNMG, CCMT, WNMG and WCMT indexable inserts

— The wiper effect is not achieved when profiling and turning inclined surfaces with DNMG, DCMT, TNMG and TCMT indexable inserts

- Please note that compensation is required in the area of radii/inclined surfaces; otherwise contour distortions may occur (see point 4).

4. Effects on the workpiece dimensions when machining with
DNMG/DCMT and TNMG/TCMT wiper indexable inserts

When using D and T basic shapes with wiper edge, radius compensation
can ensure that the correct workpiece dimensions are maintained.

e = Wiper effect

== = Nominal corner radius contour
----- = Wiper contour

=== = No wiper effect

s = Length of wiper

curved cutting edge

Indexable insert designation Dimensions Compensation dimensions
1. Chamfer with 2. Profiling 27° 3. Profiling 22°
45° inclined surface D basic shape T basic shape

ANSI Designation Designation rz [in] ae [in] bs [in] be [in] 155 [in] 11 [in] 11 [in]
DNMG331-FW5 DNMG110404-FW5 0.012 0.017 0.007 0.016 0.0004 0.0035

@ DNMG332-FW5 DNMG110408-FW5 0.016 0.029 0.017 0.022 0.0024 0.0016

DNMG431-FW5 DNMG150404-FW5 0.012 0.017 0.007 0.016 0.0004 0.0035
DNMG432-FW5 DNMG150408-FW5 0.016 0.029 0.017 0.022 0.0024 0.0016
DNMG441-FW5 DNMG150604-FW5 0.012 0.017 0.007 0.016 0.0004 0.0035
DNMG4&42-FW5 DNMG150608-FW5 0.016 0.029 0.017 0.022 0.0024 0.0016
DNMG332-MW5 DNMG110408-MW5 0.014 0.032 0.022 0.024 -0.0004 0.0094

@ DNMG333-MW5 DNMG110412-MW5 0.018 0.041 0.028 0.029 0.0043 0.0024

- DNMG432-MW5 DNMG150408-MW5 | 0.012 0.032 0.022 0.024 -0.0004 0.0094
DNMG433-MW5 DNMG150412-MW5 | 0.018 0.041 0.028 0.029 0.0043 0.0024
DNMG442-MW5 DNMG150608-MW5 | 0.014 0.032 0.022 0.024 -0.0004 0.0094
DNMG443-MW5 DNMG150612-MW5 | 0.018 0.041 0.030 0.029 0.0043 0.0024
TNMG331-FW5 TNMG160404-FW5 0.012 0.017 0.007 0.013 0.0004 0.0039
TNMG332-FW5 TNMG160408-FW5 0.016 0.030 0.015 0.022 0.0024 0.0028
TNMG332-MW5 TNMG160408-MW5 0.014 0.033 0.022 0.023 0.0008 0.0094
TNMG333-MW5 TNMG160412-MW5 0.022 0.043 0.028 0.028 0.0059 0.0028
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Geometry overview of cutting inserts

DX system: Grooving and parting off

Material groups

P M K NS H O
3
b}
52
@ ==t )
21 5| =288 ® View
@ = @ =2 E . . .
Remarks/ T|E| 3| E |2 s - & | Section Main cutting s s f
5| © oS} . . . .
Geometry field of applications A 5|8 2238 £ 8| Main cutting edge | edge [mm] [in] [in]
CF6 15 0.059 0.001-0.005
- Low feeds

19°
— Low burr/centre pip formation 2 0.079 0.001-0.006
- Low cutting force oo oo oo oo L !

o 25 0.098 0.001-0.007

3 0.118 0.002-0.009

CF5 15 0.059 0.001-0.005
- Grooving and parting off 15 > 0.079 0.002—0.006

operations
- Light to moderate feeds SRl °° BRI J 2.5 0.098 0.002-0.007
- Good chip control 6° 3 0118 0.003-0.009

- Low burr/centre pip formation

.
==

CE4 15 0.059 0.001-0.005
2 0.079 0.002-0.007
25 0.098 0.003-0.008
3 0.118 0.004-0.013

- Grooving and parting off
operations

— Moderate to high feeds 0| o 60 0 o o

- Good chip constriction

- Stable cutting edge

2 0.079 0.002-0.006
25 0.098 0.002-0.007
0.118 0.002-0.008

GD3
- Extremely soft cutting action % 3

6] _Zﬁ
9
- Light to moderate feeds
- General parting off and UM Y ©

grooving operations

2 0.079 0.002-0.006
25 0.098 0.002-0.008
3 0.118 0.003-0.008

GD6
— Moderate feeds 260 \15°

- Long-chipping materials
- Medium machining conditions | ®® | ®® | & | © | ee®
5~

ee Primary application
e  Additional application

AR R R

[ | O | o
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DX system: Grooving, parting off and recessing

Material groups
P M| K N| S| H|O
3
tE wn
5.2
@ c gl v
2416 | = = = ‘g View
Remarks/ TIE|R £ 85 o & | Section Main cutting| s s ap f
© 2 5
Geometry field of applications A| 5| 8| % |23 £ |8 |Maincutting edge | edge [mm]| [in] [in] [in]
UF4 2 |0.079| 0.012-0.047 | 0.004-0.007
— All grooving operations = 25 |0.098| 0.012-0.051 | 0.004-0.008
— Good chip control 3 [0.118| 0.016-0.079 | 0.004-0.009
.\\ - Average feed range 00 60 o0 o o D
- Positive cut o
UD4 2 |0.079| 0.012-0.047 | 0.004-0.007
- Large chip breaking range . 3 |0.118| 0.016-0.079 | 0.004-0.009
— Optimum chip breaking V;
when machining forged i ’ \X ]/
o0 o oo
parts
- Stable cutting edge [N
— For moderate to high
feeds
UAL 2 /0079 0.012-0.047 | 0.003-0.007
- For cast iron machining 3 |0.118| 0.016-0.079 | 0.004-0.010
— For middle to high
machining parameters 0 O %
— For maximum process X
reliability in cast iron e
machining

DX system: Full radius cutting inserts for grooving and copy turning

Material groups
P MK N S H O
= wn
5 .2
@ 2l »
ﬁ 5 = g = é View
Remarks/ TIE|Y £ 35 o & | Section Main cutting| s s ap f
3 k= S
Geometry field of applications Gla|8|2|=23 £|8 [Main cutting edge edge [mm]| [in] [in] [in]
RF7 2 |0.079| 0.004-0.039 | 0.003-0.010
- For copy and relief turning /e 3 |0.118| 0.004-0.059 | 0.004-0.014
- High surface quality T
- - Stable cutting edge 00 60 o o oo
6
RD4 2 10.079| 0.008-0.039 | 0.003-0.011
- For copy turning Y 3 |0.118| 0.020-0.059 | 0.004-0.015
- Outstanding chip control
when grooving se) ¢ oo ®
— For moderate to high feeds| 6
- Circumference-sintered

ee Primary application
e  Additional application
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Grooving

Assembly instructions for Walter Cut DX

Purpose: The tool activation side can be converted as required.

The Torx 15IP clamping screw is delivered fitted on the left-hand side of the
toolholder. To fit this screw on the other side, follow the instructions below:

Important: Conversion is only possible when the indexable insert is fitted.

1. Remove the screw plug on the right-hand side of the toolholder
using a slotted screwdriver.

2. Unscrew the Torx 15IP clamping screw from the left-hand side
and screw it into the right-hand side at the prescribed torque.

3. Screw the screw plug back into the left-hand side of the toolholder,
which is now free, to protect against contamination.

82 Technical information — Grooving
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Screw plug

Clamping screw

) Yl

Screw plug

Link to the video with conversion instructions
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Application information:
Thread turning with Walter NTS

Thread turning — Shims

Shims fitted in the tool holder exchangeable head

The table shows the shims that are fitted in the tool holder as standard and are used when cutting in the direction of the head stock.

By replacing the shim, the inclination
angle can be selected between +5
and —2. The same shims should be
used for right-hand and left-hand
threads. The centre height dimension
always remains constant.

QuadFit Q...-T1820... exchangeable head

Tool adapter with precision cooling

Tool adaptor

Internal thread

To achieve the best possible profile
accuracy and even wear, the indexable
insert inclination angle (\) must be

Type of indexable insert Single-tooth
indexable insert

Shi @ correspond to the thread inlclination A
m -\Ellé angle (@) as closely as possible.
Indexable insert size 16 | GXA 16-1 \
22 |NXA22-1

Selecting a shim

QuadFit Q...-T1820... exchangeable head

feelEtoptey with precision cooling

Tool adaptor

Internal thread

Type of indexable insert Single-tooth indexable insert
Shim @ @
\ )
-\il\:) -\§IIQ
Direction of cut towards Direction of cut towards
the head stock the tail stock
Indexable insert size 16 GXA16-0,-1,-2, -3, -4 GXA16-0, -99, -98
22 NXA22-0, -1, -2, -3, -4 NXA22-0, -99, -98
Selecting a shim @

Use the diagram below to select the right shim. The diagram shows you the last
digit in the shim designation.
Example: GX16-1

Production method

Direction of cut towards the head stock = see right-hand triangle on the diagram
Direction of cut towards the tail stock = see left-hand triangle on the diagram

Vertical rows — pitch

Single-start thread, pitch height (Ph) = pitch (P)
Multi-start thread, pitch height (Ph) = pitch (P) x number of starts
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ith Walter NTS

ing wi

Thread turn

Application information

(continued)

|
<

Horizontal rows = thread diameter [D;]
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Feed in the direction of the head stock - internal thread

Feed in the direction of the tail stock — internal thread

Left-hand thread
Left-hand tool holder
Left-hand insert

Right-hand thread
Right-hand tool holder

Left-hand thread
Right-hand tool holder
Right-hand insert

Right-hand thread

Left-hand tool holder
Left-hand insert

hand insert

Right

Opposite inclination angle

Opposite inclination angle
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I

I
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;

I
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Application information:
Standard values for thread turning with Walter NTS

Feed types and their influence on machining

Radial feed

Recommended for:
- Short-chipping materials

— Hard materials

IN
B

— Formation of V-shaped chips

- Both cutting edges engaged

- High cutting temperature

— Even indexable insert wear on both flanks

- Suitable for small pitches

Feed via flank 27°-29°

Recommended for:
- Pitches greater than 1.5 mm or 16 TPI

— The manufacture of trapezoidal threads

7\

27°

— Good chip formation

- Formation of helical chips

- One cutting edge engaged

— Chips are guided away from the thread

A2

Alternating feed A3

Recommended for:
- Steep pitches

- Long-chipping materials

S

— Good chip formation
- Formation of flat helical chips

— Both cutting edges are evenly
engaged, ensuring even wear

- Thread flanks with excellent surface quality

Standard values for the number of radial infeeds
for each thread turning pass on manual lathes

The recommended cutting passes are only to be regarded as standard values. They were determined under good operating conditions with medium-strength steel materials.
In the case of high-strength steel materials, the number of feeds must be increased. It is important to reduce the initial threading cuts in this case.
If the operating conditions are different, the feeds should be modified accordingly. This applies to internal thread turning with a projection length of more than

2.5 x the boring bar diameter.

Whitworth (WH), external and internal machining

Pitch [TPI]
No. of feeds 28 26 20 19 18 16 14 12 11 10 9 8 7 6 5
Total depth [mm] 0.64 0.68 0.87 0.91 1.07 1.12 1.23 1.42 1.54 1.69 1.87 2.09 2.41 2.80 3.34
16
15
14 0.10 0.10
13 0.12 0.12
12 0.08 0.08 0.14 0.15
11 0.08 0.12 0.12 0.14 0.17
10 0.08 0.12 0.12 0.14 0.15 0.18
9 0.08 0.12 0.12 0.13 0.15 0.16 0.19
8 0.08 0.08 0.08 0.12 0.13 0.13 0.14 0.16 0.17 0.20
7 0.08 0.10 0.11 0.13 0.13 013 0.14 0.15 0.18 0.19 0.22
6 0.08 0.08 0.11 0.10 0.12 0.14 0.14 0.15 0.15 0.16 0.19 0.20 0.24
5 0.08 0.08 0.11 0.12 0.13 0.12 0.13 0.15 0.16 0.16 0.17 0.18 021 0.21 0.27
4 0.11 0.11 0.13 0.13 0.14 0.14 0.15 017 0.18 0.18 0.19 0.20 0.23 0.24 0.30
3 0.12 0.14 0.15 0.16 0.17 0.16 0.18 021 021 021 0.22 0.23 0.27 0.28 0.36
2 0.15 0.16 0.19 0.20 021 0.20 0.22 0.26 0.25 0.26 0.27 0.28 0.33 0.34 0.41
1 0.18 0.19 0.21 0.22 0.23 0.22 0.24 0.28 0.27 0.27 0.28 0.30 0.35 0.36 0.43
Radial infeed [mm] <
Reduce the cutting speed
Technical information — Thread turning 85
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Application information: Standard values for thread turning with Walter NTS

(continued)

Internal machining, metric 60°

Pitch [mm]
A3 No. of feeds 05 06 07 075 08 10 125 15 175 20 25 30 35 40 45 50 55 6.0
Total depth [mm] | 0.34 | 0.38 | 0.44 | 0.48 | 0.51 | 0.63 | 0.77 | 0.90 | 1.07 | 1.20 | 1.49 | 1.77 | 2.04 | 2.32 | 2.62 | 2.89 | 3.20 | 3.46
16 0.10 | 0.10
15 012 | 012
14 008 | 010 | 010 | 012 | 013
13 0.10 | 011 | 012 | 0.13 | 0.14
12 0.08 | 008 | 010 | 012 | 0.14 | 0.14 | 0.15
11 009 | 010 | 011 | 012 | 014 | 0.14 | 0.15
10 008 | 010 | 011 | 012 | 013 | 015 | 015 | 0.16
9 010 | 010 | 012 | 012 | 014 | 015 | 0.16 | 0.18
8 0.08 | 008 | 010 | 011 | 013 | 013 | 015 | 016 | 0.17 | 0.19
7 009 | 010 | 011 | 012 | 014 | 014 | 016 | 017 | 0.18 | 0.20
6 008 | 008 | 009 | 011 | 012 | 013 | 015 | 015 | 019 | 020 | 020 | 0.22
5 008 | 009 | 011 | 010 | 012 | 013 | 014 | 017 | 0.18 | 021 | 022 | 022 | 0.24
4 007 | 007 | 007 | 007 | 007 | 009 | 010 | 013 | 0.13 | 0.14 | 015 | 0.16 | 019 | 021 | 023 | 0.25 | 0.26 | 0.28
3 007 | 008 | 008 | 010 | 011 | 011 | 013 | 015 | 0.15 | 0.17 | 0.18 | 020 | 023 | 024 | 027 | 030 | 032 | 035
2 009 | 011 | 013 | 014 | 015 | 016 | 017 | 021 | 021 | 023 | 025 | 026 | 030 | 031 | 033 | 038 | 038 | 0.41
1 011 | 012 | 016 | 017 | 018 | 019 | 020 | 022 | 022 | 025 | 027 | 028 | 032 | 033 | 036 | 041 | 041 | 044
Radial infeed [mm] < _
Reduce the cutting speed
Internal machining, UN 60°
Pitch [TPI]
No. of feeds 32 28 24 20 18 16 14 13 12 11 10 9 8 7 6 5
Total depth [mm] | 0.49 | 0.59 | 0.66 | 0.78 | 0.86 | 0.95 | 1.10 | 1.17 | 1.26 | 1.38 | 1.49 | 166 | 1.86 | 2.11 | 2.44 | 293
16
15
14 010 | 010
13 011 | 012
12 008 | 008 | 011 | 014
11 0.08 0.10 0.11 0.12 0.14
10 008 | 009 | 010 | 012 | 012 | 015
9 008 | 010 | 010 | 011 | 012 | 013 | 0.16
8 008 | 008 | 008 | 010 | 010 | 011 | 011 | 013 | 014 | 017
9 0.08 0.09 0.10 0.10 0.11 0.11 0.12 0.12 0.14 0.15 0.18
6 008 | 008 | 009 | 010 | 011 | 011 | 012 | 012 | 013 | 013 | 015 | 016 | 0.20
5 008 | 008 | 009 | 010 | 010 | 011 | 012 | 013 | 013 | 013 | 014 | 015 | 017 | 018 | 022
4 008 | 010 | 010 | 011 | 012 | 012 | 013 | 013 | 015 | 015 | 015 | 016 | 017 | 020 | 020 | 025
3 0.10 0.10 0.14 0.13 0.14 0.14 0.15 0.16 0.18 0.18 0.18 0.19 0.21 0.23 0.24 0.30
2 014 | 014 | 016 | 017 | 019 | 020 | 021 | 022 | 024 | 024 | 025 | 026 | 028 | 028 | 032 | 038
1 017 | 017 | 018 | 020 | 023 | 022 | 023 | 025 | 027 | 027 | 027 | 028 | 030 | 034 | 035 | 042

A

Radial infeed [mm] ]
Reduce the cutting speed
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Product range overview of indexable inserts for drilling from solid

Insert
shape

Pl|,8[|. .. For drilling from solid 94

Machining Description Page

Drilling from solid

P284 . . For drilling from solid 96

@ L For drilling from solid 97

W For drilling from solid 98

90 Indexable inserts for drilling



Drilling from solid

Designation key

for square indexable inserts for drilling from solid

— |ILUIZILTEI=!

Designation key

for exchangeable-tip drills for drilling from solid

P 600

P284 0 S - 2 N - A57
1 2 3 4 6
1 2 3 4
Walter lntflexab_le insert Version Position Insert size
designation

P284  ForD3120 0 Fully ground circumference C Centre insert P284 | mm in
P484  ForD4120 and B421 . . 1 Circumference-sintered Outer insert 1 Dc=16.00-20.00 | Dc = 0.630-0.787
Centre insert and 2 D¢ =21.00-25.00 | Dc =0.827-0.984

S outer insert identical

3 Dc = 26.00-30.00 | D¢ = 1.024-1.181
/A Dc = 31.00-36.00 | D¢ =1.220-1.417
5 Dc = 37.00-42.00 | D¢ = 1.457-1.654

5 6 P484 | mm in
Cutting direction Walter geometry 1 Dc=13.50-16.00 | D¢ = 0.531-0.630
2 Dc = 16.50-20.00 | D¢ = 0.650-0.787

R RH-cutting AB7 The stable one

3 Dc = 20.50-24.00 | D¢ = 0.807-0.945
N Neutral E57 The universal one 4 Dc = 24.50-29.00 | Dc = 0.965-0.945
E67 The sharp one 5 Dc = 29.50-35.00 | D¢ = 1.161-1.378
6 Dc = 36.00-42.00 | D¢ = 1.417-1.654
7 Dc = 43.00-50.00 | D¢ = 1.693-1.969
8 Dc = 51.00-59.00 | D¢ = 2.008-2.323

| —

D 18,50

WKK45C

1 2 3 4 5
1 2 3 4
Walter exchéngea!hle-tlp drill Walter geometry Insert diameter Cutting direction
designation
P600xX For DA4140 / 1 For IS0 P D Inmm R RH-cutting

D4240 /

B401 .. 3 For ISO M and ISO S
/A ForISON
5 ForISO K

5

Coating

Indexable inserts for drilling 91
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Designation key in accordance with ISO 1832
for indexable inserts for drilling from solid

L C M X 06 T2 04 - D57

1 2 3

Insert shape Clearance angle Tolerances

: Permissible deviation in mm for
Ll ow e cl_ |, o :
N ~ d m s
T ;ﬁ/ ] E | +£0025 +0.025 +0.025
M | +0.05-0.15° +0.08-0.202 +0.130

*Q¢ !Inserts with ground planar cutting edges
2 Depending on the insert size (see ISO standard 1832)

oo
F|

4 5 6
Machining and fastening features Cutting edge length Insert thickness
I:I:I:I . . - A 02 s=238 s=0094
Drawing or precise description
A D:lj X' 4f the indexable insert is required T2 s=278 s=0109
[ —

B I 03 s=318 s=0125
B Raa T3 =397 s=015%

T/ 04 s=476 s=0187
05 s=556 s=0219
06 s$=635 s=0250

7 8

Corner radius Manufacturer specifications

02 r=02mm |r=0008in

04 r=04mm |r=0.0161in The IS0 code includes nine symbols. The eighth and/or ninth symbols should only be used when required.

" 08 r=08mm |r=003lin The manufacturer can add other symbols which can be combined with the ISO code by means of a hyphen
(e.g. for the chip breaker form).

Drilling from solid A57, B57, D57, E57, E67
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Drilling from solid

Designation key

for cutting material grades — Drilling

W S P

Walter 1 2

45 G

4

— |IUJIZII_TER

1

2

3

4

1. Primary application
or coating type

2. Primary application

ISO range of applications

Generation

P Steel

Steel

Wear
resistance

Tiger-tec® Silver

M  Stainless steel Stainless steel 01 Color Select
10
K Cast iron Cast iron Tiger-tec® Gold
15
N NF metals NF metals 20
Materials with difficult Materials with difficult 25
S cutting properties cutting properties
30
H Hard materials Hard materials
35
45
A CVD aluminium coating Tounhness
oughne
X PVD coating
Geometry designation key
for indexable inserts for drilling from solid
1 2 3
1 2 3

Chip breaker groove

Cutting edge

Flank face design

Smaller j Ao
B=6°
E=15
G=20°
Larger

Heavily
ground down

Sharp

Indexable inserts for drilling
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Square
P484 .

Tiger-tec® Gold

\e]
i =\

Indexable inserts — external

P M K N S
g HC HC HC HC HC
ué s 00 W o 0|0 o (&)
22 HE R R R A R H R A R R R AR
EB | s r o N [ o VA I W I W W I WO I WO I W o M Y W W o W W W I W I T
Designation Z § in in in a € é ; £ g ; g g ; é ; >§< £ 2 >§< £ g >§<
P484OP-1R-A57 4 0.179 | 0.077 | 0.011 | 11° 0° | BN (BB DS s
P484OP-2R-A57 4 0.217 | 0.090 | 0.013 | 11° 0 | (BB D 0
P484OP-3R-A57 4 0.256 | 0.110 | 0.016 | 11° 0° | BN (BB DS 0o
P484LOP-4R-A57 4 0307 | 0132 | 0.019 | 11° I BHWWT W D 0ns
P484OP-5R-A57 4 0376 | 0.162 | 0.023 | 11° 90 BHWWE BN DS 0N s
P484LOP-6R-A57 4 0.463 | 0.192 | 0.028 | 11° 0 | WN (BB O 0
P484OP-7R-A57 4 0.552 | 0.218 | 0.031 | 11° 0 | BN (BB DS 0
P484OP-8R-A57 4 0650 | 0218 | 0.039 | 11° 0 HEWWEE BN D "n®s
P484OP-1R-E57 4 0.179 | 0.077 | 0.011 | 11° 0 DM W D 0
P484OP-2R-E57 4 0217 | 0090 | 0013 | 11° | 90° BB W W WW/ SN E o3
P484OP-3R-E57 4 0.256 | 0.110 | 0.016 | 11° 0 DO W D 0
P4L8LOP-4R-E57 4 0.307 | 0132 | 0.019 | 11° I DO W D 0o s
P4840P-5R-E57 4 0.376 | 0.162 | 0.023 | 11° 0 S W (BB DS =5
P484OP-6R-E57 4 0.463 | 0192 | 0028 | 11° 0 DOHWE BB S 0o .
P484LOP-7R-E57 4 | 0552|0218 | 0031 | 11° | 90° BB W WN SN E3E
P4840P-8R-E57 4 0650 | 0.218 | 0.039 | 11° 0 HOHWE BN S 0o s
P48LOP-1R-E67 4 0.179 | 0.077 | 0.011 | 11° W OB B N D B
P484LOP-2R-E67 4 0.217 | 0.090 | 0.013 | 11° N DWW B R D B
P484OP-3R-E67 4 0.256 | 0.110 | 0.016 | 11° W0 OB B O DD B
P48LOP-4R-E67 4 0307 | 0.132 | 0.019 | 11° W OB B OB D B
P484OP-5R-E67 4 0.376 | 0.162 | 0.023 | 11° W DWW B B D B
P484OP-6R-E67 4 0.463 | 0.192 | 0.028 | 11° 0 DB BB OB DG W
P484LOP-7R-E67 4 0552 | 0.218 | 0.031 | 11° N DWW B OB D B
P484OP-8R-E67 4 0.650 | 0.218 | 0.039 | 11° 0 OB BB OB DG (W
e~ P4841P-1R-A57 4 0.179 | 0.077 | 0.011 | 11° I WM W D 0N s
{g P4841P-2R-A57 4 0.217 | 0.090 | 0.013 | 11° 0 | BN BB O (s
—_— P4841P-3R-A57 4 0.256 | 0.110 | 0.016 | 11° 0 W (W D 0o s
P4841P-4R-A57 4 0307 | 0132 | 0.019 | 11° I |BHWWT (W D 0" .
P4841P-5R-A57 4 0376 | 0.162 | 0.023 | 11° 90 BHWWE W IS E3E
P4841P-6R-A57 4 0.463 | 0.192 | 0.028 | 11° 0 HEWWEE W D o s
P4841P-7R-A57 4 0.552 | 0.218 | 0.031 | 11° 0° | BN (BB DS 0
P4841P-8R-A57 4 0650 | 0.218 | 0.039 | 11° 0 | (BB D g
P4841P-1R-E57 4 0.179 | 0.077 | 0.011 | 11° 0 DS WN (BB DS 0
@ P4841P-2R-E57 4 0217 | 0090 | 0013 | 11° W0 DS BN D "n®s
i : P4841P-3R-E57 4 0.256 | 0.110 | 0.016 | 11° 0 DO W D 0o s
' P4L841P-4R-E57 4 0307 | 0132 | 0.019 | 11° I DO (W D 0o s
P4841P-5R-E57 4 0.376 | 0.162 | 0.023 | 11° N DS (BN D 0o
P4841P-6R-E57 4 0463 | 0192 | 0028 | 11° 0 BDOHWE WN S 0N s
P4841P-7R-E57 4 0552 | 0.218 | 0.031 | 11° N DS WE BN D 0
P4841P-8R-E57 4 0.650 | 0.218 | 0.039 | 11° N DS W \3 o S 0o

HC = Coated carbide

DS B/« New addition to the product range
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Drilling from solid

Square
P484 .

Tiger-tec® Gold

Indexable inserts — internal

ﬁ

]

.'C—‘l
c‘s‘;g‘;g"

)

|

K~

P M K N S
g HC HC HC HC HC
"E E 0n|wn (Uz) (L) 0n|wn o (L)

28 | 88535723888 238325

Designation Z g in i?] i:1 a € ; ; £ 2 >§< g £ >§< ; ; ; 2 g ; £ 2 >3<
P4841C-1R-A57 4 0.193 | 0077 | 0.011 | 11° 90° S B\ BN WS o
P4841C-2R-A57 4 0.234 | 0094 | 0.013 | 11° 90° S BW BN WS o= m
P4841C-3R-A57 4 0.276 | 0.110 | 0.016 | 11° 90° S B\ BN WS o %s
P4841C-4R-A57 4 0331 | 0132 | 0.019 | 11° 90° S [_W BN OB o s
P4841C-5R-A57 4 0405 | 0162 | 0023 | 11° 90° S BB/ BVN WS o
P4841C-6R-A57 4 0482 | 0192 | 0.028 | 11° 90° S BB/ BN WS o
P4841C-7R-A57 4 0578 | 0218 | 0.031 | 11° 90° S BW BN WS o %m
P4841C-8R-A57 4L | 0689 | 0218 | 0.039 | 11° | 90° S |W/W/ BW B o
P4841C-1R-E57 4 0.193 | 0077 | 0.011 | 11° 90° S B/ BN O o
P4841C-2R-E57 4 | 0234|009 | 0013 | 11° | 90° S BW/ BN S o
P4841C-3R-E57 4 0276 | 0110 | 0016 | 11° 90° O BV BN S =S
P4841C-4R-E57 4 0331 | 0132 | 0019 | 11° 90° O BV BN S =mes
P4841C-5R-E57 4 0405 | 0162 | 0023 | 11° 90° O BV BN OB =™
P4841C-6R-E57 4 0482 | 0192 | 0028 | 11° 90° S BW/W BN S Ecak
P4841C-7R-E57 4 | 0578 | 0218 | 0.031 | 11° | 90° S VW BN S o
P4841C-8R-E57 4 0.689 | 0.218 | 0.039 | 11° 90° S BV BW S =® s
P4840C-1R-E67 4 0193 | 0077 | 0011 | 11° | 90° S BW [N OB HS BN
P4840C-2R-E67 4 0234 | 0.094 | 0013 | 11° 90° S BB BN OB S BE
P4840C-3R-E67 4 | 0276 | 0110 | 0016 | 11° | 90° S BW [N OB OHS B
P484LOC-4R-EB7 4 0331 | 0132 | 0019 | 11° 90° S BV BN OB HS BN
P4840C-5R-E67 4 0405 | 0162 | 0023 | 11° 90° S BB BN OB S B
P4840C-6R-E67 4 0482 | 0192 | 0028 | 11° 90° S BB BN OB S BE®
P4840C-7R-E67 4 0578 | 0.218 | 0.031 | 11° 90° S BV [N OB OHS B
P4840C-8R-E67 4 0.689 | 0.218 | 0.039 | 11° 90° S BB BN OB OO B

HC = Coated carbide

exable insert for

o

Poor

opﬂmum Il'\d

S O

Good Average

machining conditions

Indexable inserts for drilling and reaming 95
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Square
P284..

Tiger-tec® Gold

Indexable inserts

P M K N s
g HC HC HC HC HC

4 olulnlelolalelclalalel |8 |28le
a £ N Mg (T F | IF N Flo(FolF || F
ES | E SISIHIGEHESEEESFEFH S
Designation Z 0 in in a € AR A A
P2840S-1N-A57 4 0250 | 0.094 14° 90 DRSS CoEE
P2840S-2N-A57 4 0307 | 0125 14° 90°  |HIIRIT W WS W WD BN CoEE
P2840S-3N-A57 4 0375 | 0.156 11° % | B DN D CoEE
P2840S-4N-A57 4 0433 | 0156 11° 9%6° || WD D W Rk
P2840S-5N-A57 4 0500 | 0.187 11° 9% | W WS W NS CoIE RS

P2840S-6N-A57 4 0591 | 0187 11° 96° I =n n .

P2840S-7N-A57 4 0693 | 0219 11° 96° I = n n
iEas P2840S-1N-E67 4 0250 | 0.094 14° 90° W W N BB (BB
tn‘.-; P2840S-2N-E67 4 0307 | 0125 14° 90° BWEW W BB (W)W, W
‘{-‘-‘ - | -"" P2840S-3N-E67 4 0375 | 0.156 11° 96° WW(B W B WWW BN BB
P2840S-4N-E67 4 0433 | 0.156 11° 96° ™MW W W W (BB (W
P2840S-5N-E67 4 0500 | 0.187 11° 96° BWE W (W W W

P2840S-6N-E67 4 0591 | 0.187 11° 96° [BW/E B ™ O(W W

P2840S-7N-E67 4 0693 | 0219 11° 96° nNW/E WS wW (W W
s P28415-1N-A57 4 0250 | 0.094 14° 0 DD WD NS N BB
w P28415-2N-A57 4 0307 | 0125 | 14° 0 | BHW BB S BB B S S BB
\:4 = } P28415-3N-A57 4 0375 | 0156 | 11° % | S W EBSBBS BN OB
P2841S-4N-A57 4 0433 | 0156 11° % QDB E D S T
P28415-5N-A57 4 0500 | 0.187 11° % QD W BB S B NS CoIEE S
P28415-6N-A57 4 0591 | 0.187 11° % OB B BNNSEsS ek
P2841S-7N-A57 4 0693 | 0219 11° % BB (BW/ (BVNS NS 3k
— P2841S-1N-E57 4 0250 | 0.094 14° 0° DD W WD n BB
m P28415-2N-E57 4 0307 | 0125 | 14° 90 O S W B BB BRSNS o8N8
P2841S-3N-E57 4 0375 | 0.156 11° % DD W WS BBEs
' P28415-4N-E57 4 0433 | 0.156 11° % QDWW BN ND Ww®W
P28415-5N-E57 4 0500 | 0.187 11° % QDWW BN NS E AR IE
P28415-6N-E57 4 0591 | 0.187 11° 96° S BW/ W)W B o8
P28415-7N-E57 4 0693 | 0219 11° 96° S BW/ W)W B os
A P28415-1N-E67 4 0250 | 0.094 14° 90° DWW W MWW B e
:\_“—E P2841S-2N-E67 4 0307 | 0125 14° 90° S |38|38|38 3B B W W Eogeak
fEEEE P28415-3N-E67 4 0375 | 0156 | 11° 96° O W W W BB W WS sk
! P28415-4N-E67 4 0433 | 0.156 11° 96° SN W W W T (N ™ W
P28415-5N-E67 4 0500 | 0.187 11° 96° SN B W/ W W T (W n W
P28415-6N-E67 4 0591 | 0.187 11° 96° & BW/W VW (W™ os
P28415-7N-E67 4 0693 | 0219 11° 96° S BB/ (W W 3k

HC = Coated carbide

Optimum indexable insert for

! Average Poor

Good -
machining conditions

DS B/« New addition to the product range
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Drilling from solid

Rectangular
LCMX

Tiger-tec® Gold

Indexable inserts

[ M K N S

o HC HC HC HC HC

-1

L2 ninl n v nlo 0nln niolnwvo
o D N o WwmioL o|n W o || wn o |’v (|| W o
ac N M ST I N[ F (SIS
EE| | I | s b SIS HB%G %28 %G00 %

. . = . . . .
Designation Z 0| in in in a in RS A A -
LCMX050203-B57 2 |0.157|0205|0094| 7° [0024] 90° | |CH |8 IW W W &S W BB W
LCMX06T204-B57 2 |0205|0260|0109| 7° |0031 90° |B)|S | MWW BV &S B WW®
LCMX050203-D57 2 |0157|0205|0094| 7° |0024 90° || |8 MW W/W S| B W®
LCMX06T204-D57 2 |0205]0260(0109| 7° [0031] 90° | |CH FH|EN|IEWIW(W/ W S W W 33
LCMX050203-E57 2 ]0157]0205|0094| 7° |0024 90° || H|E8 MWW W/ W SV WVSDW B S
LCMX06T204-E57 2 0205|0260 0109| 7° |0.031| 90° |B|H W W WV B DS W XN M®
HC = Coated carbide
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—_— |IUJI:l_TER Drilling from solid

Trigon
WOMX / WOEX

Tiger-tec® Gold

Indexable inserts

P M K N S
3 HC HC HC HC| HC
-
e nin unlv 0w 0nln oln|lv
Designation 2 g in in in in ; ; g g E g Q ; é ; ; ; g g g E
WOMX030204-B57 3 0.130 0.091 0.016 0.197 S B = = =
WOMX040304-B57 3 0.165 0.125 0.016 0.250 S | = = =
WOMX05T304-B57 3 0.208 0.150 0.016 0315 S |8 = = 3
WOMX06T304-B57 3 0.261 0.150 0.016 0.394 S | = 3 =
WOMX080408-B57 3 0.313 0.189 0.031 0.472 S | = = =
WOMX100508-B57 3 0.391 0.209 0.031 0.591 S | = = =
WOMX120608-B57 3 0.458 0.236 0.031 0.689 S | = 3 =
WOMX030204-D57 3 0.130 0.091 0.016 0.197 S B_/W (BB 0o s = s
WOMX040304-D57 3 0.165 0.125 0.016 0.250 S B_/W (B 0n s o
WOMX05T304-D57 3 0.208 0.150 0.016 0.315 S BB BRS B gh s
WOMX06T304-D57 3 0.261 0.150 0.016 03 DS VW BBNOSW/ S s
WOMX080408-D57 3 0313 0.189 0.031 0472 OB BB/ BVNOSW/ S o
WOMX100508-D57 3 0.391 0.209 0.031 0591 BB |WW/ BNSSNS® o
WOMX120608-D57 3 0.458 0.236 0.031 0689 BB VW BBNOSW/ S =
WOEX030204-E57 3 0.130 0.091 0.016 0.197 S B = S =
WOEX040304-E57 3 0.165 0.125 0.016 0250 S | = GG =
WOEX05T304-E57 3 0.208 0.150 0.016 0315 S | = o) =
WOEX06T304-E57 3 0.261 0.150 0.016 039 S |88 ® DSOS =
WOEX080408-E57 3 0.313 0.189 0.031 0472 S|SB (88 = S S =
WOEX100508-E57 3 0.391 0.209 0.031 0.591 S | = S =
WOEX120608-E57 3 0.458 0.236 0.031 0.689 S | = S =

HC = Coated carbide

Optimum indexable insert for \

Average Poor

Good -
machining conditions

DS B/« New addition to the product range
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Drilling from solid —] |IUJl=ILTEFI

Product range overview of boring tools with indexable inserts
Indexable insert drills

==y

Drilling depth 2 x D¢ 3 x D, 4 x D 5 x D¢
Designation D4120.02 D4120.03 D4120.04 D4120.05
Dia. range [mm] 13.5-413 13.5-413 16.7-413 16.7-41.3
Dia. range [in] 0.531-1.625 0.531-1.625 0.531-1.625 0.531-1.625
Page 100 104 108 112
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—_— |IUJIQI_TER Drilling from solid

Indexable insert drills

D4120.02 sy
ZXDC Z=1
l I D4120.02 oo o0 00 o oo
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.02-13 49F19-P41 0531 | 1062 | 1843 | 2031 | 0750 | 1125 | 051 }
1
| % D4120.02-13.89F19-P41 0547 | 1.094 | 1881 | 2031 | 0750 | 1.125 | 051 i
D E dp dg
: ; * D4120.02-14.27F19-P41 0562 | 1124 | 1911 | 2031 | 0750 | 1125 | 052 i
L
e e ] ] 1 | P84 P-1R-..
% D4120.02-14.68F19-P41 0578 | 1156 | 1.943 | 2031 | 0750 | 1125 | 052 1 |pess CaR.
* D4120.02-15.09F19-P41 0594 | 1188 | 1975 | 2031 | 0750 | 1.125 | 052 }
* D4120.02-15.47F19-P41 0609 | 1.218 | 2005 | 2031 | 0750 | 1.125 | 053 }
% D4120.02-15.88F19-P41 0625 | 1.250 | 2037 | 2031 | 0750 | 1125 | 054 1
Parallel shank with flat * D4120.02-16.66F26-P42 0656 | 1312 | 2310 | 2281 | 1.000 | 1375 | 093 i
1
! % D4120.02-17.04F26-P42 0671 | 1342 | 2340 | 2281 | 1.000 | 1375 | 094 i
D E dp dg
: ; % D4120.02-17.45F26-P42 0687 | 1374 | 2370 | 2281 | 1.000 | 1375 | 077 }
L
s * D4120.02-17.86F26-P42 0703 | 1406 | 2410 | 2281 | 1.000 | 1375 | 0.95 !
1 | Pug4.P-2R-..
1 | P484.C-2R-.
% D4120.02-18.24F26-P42 0718 | 1436 | 2440 | 2281 | 1.000 | 1375 | 098 !
% D4120.02-19.05F26-P42 0750 | 1500 | 2500 | 2281 | 1.000 | 1375 | 0.99 }
% D4120.02-19.43F26-P42 0765 | 1530 | 2530 | 2281 | 1.000 | 1375 | 1.00 i
% D4120.02-19.84F26-P42 0781 | 1562 | 2560 | 2.281 | 1.000 | 1.375 | 0.88 i
Parallel shank with flat * D4120.02-20.62F26-P43 0812 | 1624 | 2620 | 2281 | 1.000 | 1375 | 1.03 %
1
! % D4120.02-21.41F26-P43 0.843 | 1686 | 2690 | 2281 | 1.000 | 1375 | 1.04 }
D [ d dg
Fp % D4120.02-22.23F31-P43 0875 | 1750 | 2880 | 2281 | 1.250 | 1625 | 1.8 !
L, 1 1 | P484 . P-3R-.
DI P 1 | P484.C-3R-.
4 5 % D4120.02-23.01F31-P43 0906 | 1812 | 2940 | 2.281 | 1250 | 1625 | 151 .
% D4120.02-23.39F31-P43 0921 | 1842 | 2970 | 2281 | 1250 | 1625 | 153 i
% D4120.02-23.80F31-P43 0937 | 1874 | 3000 | 2281 | 1.250 | 1625 | 1.50 i

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

DS B/« New addition to the product range
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Drilling from solid —] |IUJl:II_TER

Assembly
¢ [inc .531-0. .656-0. .812-0. .968-1. 171-1. 421-1.
arts D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.375 1.421-1.625
y— Clamping screw for
i =} indexable insert FS2120 (Torx 6IP) | FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)

i : ; . A ; -
Tightening torque 35inIb(0.4Nm) | 80inIb(0.9Nm) | 10.6inlb(1.2Nm) | 17.7inlb (2.0Nm) | 22.1inlb (2.5 Nm) | 31.0inIb (3.5 Nm)

Accessories
D¢ linch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2002 FS2004 FS2004
. gtemn e s 35-10.6inlb 35-10.6in b 35-10.6in Ib 133-443inlb 13.3-443in b
ghtening torq (0.4-1.2 Nm) (0.4-1.2 Nm) (0.4-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
Torque screwdriver, digital F5224§ FSZZA& FSZZ[‘&
Tightening toraue 8.9-53.1in Ib 8.9-53.1in b 8.9-53.1inlb
(1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— -y Interchangeable blade FS2085 (Torx 6IP) | FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2013 (Torx 9IP) | FS2014 (Torx 15IP)
@: Screwdriver FS2086 (Torx 61P) | FS2088 (Torx 7IP) | FS1483 (Torx 81P) | FS1484 (Torx 9IP) | FS1485 (Torx 15IP)
Indexable inserts
P M K N s
HC HC HC HC HC
0n | n (L] (L] 0n | n (L) (L)
NiWnimin oln o ;i o|n | v o ;v ;o
NN (TN M (3|3
= W T W I W YR I YA WA A I Y N I W o WY o WO Y I W Y Y Y T
X X N N IX N WO X X X X nuowmwx un owmvH x
Designation Size 2222222222222\
Pf\ P4B4OP- R-A57 1-3 OBB/W BB OB Lt
@ P484OP-R-E57 1-3 OHW/B B/B OB 8B
P484OP-R-E67 1-3 OOWB VBB OB S BN
P4841P- R-AS7 1-3 OBNB/E BB SN Ladhs]
P4841P-R-E57 1-3 OO W BN OB Ll
P484OC- R-E67 1-3 S BV BB OB S W
P48L1C-R-A57 1-3 CIRE eI bk
P4841C- R-E57 1-3 S BW/W BEN OB k]
HC = Coated carbide
o0
i kpiece imary
iy of machine, WOT Primary
St:tr’\“d‘g:mping arrangement application
[ ]
Other'
Moderate application
Very good Good
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—_— |IUJIQI_TER Drilling from solid

Indexable insert drills

D4120.02 sy
Zch Z=1
l I D4120.02 oo o0 00 o oo
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.02-2459F31-P4é 0968 | 1936 | 3070 | 2281 | 1250 | 1625 | 157 }
1
| % D4120.02-24.99F31-Pht 0984 | 1968 | 3.100 | 2281 | 1.250 | 1625 | 1.59 i
D E dp dg
: ; % D4120.02-25.40F31-Ph4 1000 | 2.000 | 3130 | 2281 | 1250 | 1625 | 161 i
L
e e ] ] 1 | P484 . P-4R- ..
% D4120.02-26.57F31-P4t 1046 | 2.092 | 3220 | 2281 | 1250 | 1625 | 159 L | Pass Coar.
% D4120.02-26.97F31-Pht 1062 | 2124 | 3250 | 2281 | 1250 | 1625 | 161 }
* D4120.02-28.17F31-P44 1109 | 2218 | 3.350 | 2281 | 1.250 | 1625 | 166 }
% D4120.02-28.58F31-Pht 1125 | 2.250 | 3380 | 2281 | 1250 | 1625 | 172 1
Parallel shank with flat * D4120.02-29.74F31-P45 1171 | 2342 | 3470 | 2281 | 1250 | 1625 | 1.70 i
1
! % D4120.02-30.15F31-P45 1187 | 2.374 | 3500 | 2281 | 1250 | 1625 | 174 i
D E dp dg 1
F % DA4120.02-31.75F31-P45 1250 | 2.500 | 3.630 | 2281 | 1250 | 1625 | 181
L ¥ 1 | P4B4.P-5R- .
P484 . C-5R- .
s * D4120.02-33.32F31-P45 1312 | 2.624 | 3.750 | 2281 | 1250 | 1625 | 190 i
% D4120.02-34.11F31-P45 1343 | 2.686 | 3.820 | 2281 | 1250 | 1625 | 195 }
% D4120.02-34.93F31-P45 1375 | 2750 | 3.880 | 2281 | 1.250 | 1625 | 1.99 }
Parallel shank with flat * D4120.02-36.09F31-P46 1421 | 2842 | 3970 | 2281 | 1.250 | 1625 | 197 %
1
! * D4120.02-36.50F38-P46 1437 | 2.874 | 4250 | 2688 | 1500 | 1940 | 286 i
" o 1 | Pus4. P-6R
] Fs % D4120.02-38.10F38-P46 1.500 | 3.000 | 4380 | 2688 | 1500 | 1.940 | 3.00 1 |pass coer.
~<—Lc
s * D4120.02-39.67F38-P46 1562 | 3.124 | 4500 | 2688 | 1500 | 1940 | 3.10 }
* D4120.02-41.28F38-P46 1625 | 3250 | 4630 | 2688 | 1500 | 1940 | 338 }

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

DS B/« New addition to the product range
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Drilling from solid —] |IUJl:II_TER

Assembly
¢ [inc .531-0. .656-0. .812-0. .968-1. 171-1. 421-1.
arts D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.375 1.421-1.625
y— Clamping screw for
i =} indexable insert FS2120 (Torx 6IP) | FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)

i : ; . A ; -
Tightening torque 35inIb(0.4Nm) | 80inIb(0.9Nm) | 10.6inlb(1.2Nm) | 17.7inlb (2.0Nm) | 22.1inlb (2.5 Nm) | 31.0inIb (3.5 Nm)

Accessories
D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2002 FS2004 FS2004
T gtemn e s 35-106inlb 35-106inlb 3.5-106in b 133-443inlb 13.3-44.3
g gtorg (0.4-1.2 Nm) (0.4-1.2 Nm) (0.4-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
Torque screwdriver, digital Fo2248 Fo2248 FS2248
Tightoning torque 8.9-53.1in Ib 8.9-53.1in b 8.9-53.1inlb
(1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— -y Interchangeable blade FS2085 (Torx 6IP) | FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2013 (Torx 9IP) | FS2014 (Torx 15IP)
@: Screwdriver FS2086 (Torx 61P) | FS2088 (Torx 7IP) | FS1483 (Torx 81P) | FS1484 (Torx 9IP) | FS1485 (Torx 15IP)
Indexable inserts
P M K N s
HC HC HC HC HC
0n | n (L] (L] 0n | n (L) (L)
NiWnimin oln o ;i o|n | v o ;v ;o
AN | T T TN T | |||
= W T W I W YR I YA WA A I Y N I W o WY o WO Y I W Y Y Y T
X X N N IX N WO X X X X nuowmwx un owmvH x
Designation Size 2222222222222\
Pf\ P4B4OP- R-A57 4-6 BB/W/WE BN S 88
@ P484OP-R-E57 4-6 OHW/B B/B OB 8B
P484OP-R-E67 4-6 OOWB VBB OB S BN
P4841P- R-AS7 4-6 OBNB/E BB SN Ladhs]
P4841P-R-E57 4-6 OO W BN OB Ll
P484OC- R-E67 4-6 S BV BB OB S W
P48L1C-R-A57 4-6 CIRE eI bk
P4841C- R-E57 46 S BW/W BEN OB k]
HC = Coated carbide
o0
i kpiece imary
iy of machine, WOT Primary
St:tr’\“d‘g:mping arrangement application
[ ]
Other'
Moderate application
Verygood  ©0°
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—_— |IUJIQI_TER Drilling from solid

Indexable insert drills

D4120.03 W=y
3><Dc Z=1
=9 |7 | ) | F0)| |sww R
l I D4120.03 oo o0 00 o oo
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.03-13 49F19-P41 0531 | 1593 | 2380 | 2031 | 0750 | 1125 | 052 }
‘ 4¢i - % D4120.03-1389F19-P41 0547 | 1641 | 2428 | 2031 | 0750 | 1.125 | 053 %
Dc L 5 1dg
B 1L
) FT D4120.03-1427F19-P41 0562 | 1686 | 2473 | 2031 | 0750 | 1125 | 053 i
~—Lc
- [ B 1 |P484 . P-1R-..
D4120.03-14.68F19-P41 0578 | 1734 | 2521 | 2031 | 0750 | 1.125 | 054 1 |pess CaR.
* D4120.03-15.09F19-P41 059 | 1782 | 2569 | 2031 | 0750 | 1.125 | 055 }
* D4120.03-15.47F19-P41 0.609 | 1.827 | 2614 | 2031 | 0750 | 1.125 | 055 }
D4120.03-15.88F19-P41 0625 | 1875 | 2662 | 2031 | 0750 | 1.125 | 056 i
Parallel shank with flat D4120.03-16.66F26-P42 0656 | 1.968 | 2.970 | 2281 | 1.000 | 1375 | 095 i
' 4¢i o, % DU12003-17.04F26-PA2 0671 | 2013 | 3010 | 2281 | 1.000 | 1375 | 098 %
c - 104
0] 1L
. T % D4120.03-17.45F26-P42 0687 | 2061 | 3060 | 2281 | 1000 | 1375 | 097 }
~—Lc
I YR S
* D4120.03-17.86F26-P42 0.703 | 2109 | 3110 | 2281 | 1.000 | 1375 | 1.02 !
1 |P484 . P-2R-..
1 | P484.C-2R-..
% D4120.03-18.24F26-P42 0718 | 2154 | 3150 | 2281 | 1.000 | 1375 | 101 !
D4120.03-19.05F26-P42 0750 | 2250 | 3.250 | 2281 | 1.000 | 1.375 | 1.01 i
* D4120.03-19.43F26-P42 0.765 | 2295 | 3300 | 2281 | 1.000 | 1375 | 1.04 %
D4120.03-19.84F26-P42 0781 | 2343 | 3340 | 2281 | 1.000 | 1375 | 104 i
Parallel shank with flat D4120.03-20.62F26-P43 0812 | 2436 | 3.440 | 2281 | 1.000 | 1.375 | 1.04 i
i
‘ P D4120.03-21.41F26-P43 0843 | 2529 | 3530 | 2281 | 1.000 | 1.375 | 1.06 %
Dc L l: 1dg
B 1L
FT Da12003-22.23F31-P43 0875 | 2625 | 3760 | 2281 | 1.250 | 1625 | 1.56 !
L 1 |P484 . P-3R-..
— e 1 | P484.C-3R-..
* D4120.03-23.01F31-P43 0.906 | 2718 | 3.850 | 2.281 | 1250 | 1625 | 160 .
* D4120.03-23.39F31-P43 0921 | 2763 | 3.890 | 2.281 | 1250 | 1625 | 162 i
* D4120.03-23.80F31-P43 0937 | 2811 | 3940 | 2281 | 1250 | 1625 | 164 %

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

DS B/« New addition to the product range
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Drilling from solid —] |IUJl:II_TER

Assembly
¢ [inc .531-0. .656-0. .812-0. .968-1. 171-1. 421-1.
arts D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.375 1.421-1.625
y— Clamping screw for
i =} indexable insert FS2120 (Torx 6IP) | FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)

i : ; . . : :
Tightening torque 35inIb(0.4Nm) | 80inIb(0.9Nm) | 10.6inlb(1.2Nm) | 17.7inlb (2.0Nm) | 22.1inlb (2.5 Nm) | 31.0inIb (3.5 Nm)

Accessories
D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2002 FS2004 FS2004
T gtemn e s 35-106inlb 35-106inlb 3.5-106in b 133-443inlb 13.3-44.3
g gtorg (0.4-1.2 Nm) (0.4-1.2 Nm) (0.4-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
Torque screwdriver, digital F5224§ FSZZA& FSZZ[‘&
Tightoning torque 8.9-53.1in Ib 8.9-53.1in b 8.9-53.1inlb
(1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— -y Interchangeable blade FS2085 (Torx 6IP) | FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2013 (Torx 9IP) | FS2014 (Torx 15IP)
@: Screwdriver FS2086 (Torx 61P) | FS2088 (Torx 7IP) | FS1483 (Torx 81P) | FS1484 (Torx 9IP) | FS1485 (Torx 15IP)
Indexable inserts
P M K N s
HC HC HC HC HC
0n | n (L] (L] 0n | n (L) (L)
NiWnimin oln o ;i o|n | v o ;v ;o
AN | T T TN T | |||
= W T W I W YR I YA WA A I Y N I W o WY o WO Y I W Y Y Y T
X X N N IX N WO X X X X nuowmwx un owmvH x
Designation Size 2222222222222\
Pf\ P4B4OP- R-A57 1-3 OBB/W BB OB Lt
@ P484OP-R-E57 1-3 OHW/B B/B OB 8B
P484OP-R-E67 1-3 OOWB VBB OB S BN
P4841P- R-AS7 1-3 OBNB/E BB SN Ladhs]
P4841P-R-E57 1-3 OO W BN OB Ll
P484OC- R-E67 1-3 S BV BB OB S W
P48L1C-R-A57 1-3 CIRE eI bk
P4841C- R-E57 1-3 S BW/W BEN OB k]
HC = Coated carbide
o0
i kpiece imary
iy of machine, WOT Primary
St:tr’\“d‘g:mping arrangement application
[ ]
Other'
Moderate application
Very good Good
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—_— |IUJIQI_TER Drilling from solid

Indexable insert drills

D4120.03 W=y
3><Dc Z=1
l I D4120.03 oo o0 00 o oo
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.03-2450F31-P4é 0968 | 2904 | 4030 | 2281 | 1250 | 1625 | 169 }
‘ 4¢i - % D4120.03-24.99F31-Pud 0984 | 2952 | 4080 | 2281 | 1.250 | 1625 | 170 i
Dc L 5 1dg
B 1L
) FT D4120.03-25.40F31-Ps4 1000 | 3.000 | 4130 | 2281 | 1250 | 1625 | 168 i
~—Lc
. [ . 1 | P4B4 . P-4R-..
* D4120.03-26.57F31-P44 1046 | 3.138 | 4270 | 2281 | 1250 | 1625 | 173 L | Pass Coar.
D4120.03-26.97F31-P44 1062 | 3.186 | 4320 | 2281 | 1250 | 1625 | 176 i
* D4120.03-28.17F31-P44 1109 | 3327 | 4459 | 2281 | 1250 | 1625 | 183 }
D4120.03-28.58F31-P44 1125 | 3375 | 4509 | 2281 | 1250 | 1625 | 186 i
Parallel shank with flat * D4120.03-29.74F31-P45 1171 | 3513 | 4640 | 2281 | 1250 | 1625 | 1.90 i
' 4¢i o, * D412003-3015F31-P45 1187 | 3.561 | 4690 | 2281 | 1250 | 1625 | 192 i
c - 104
FT D4120.03-31.75F31-P45 1250 | 3.750 | 4880 | 2281 | 1250 | 1625 | 206 !
—Lc 1 | P48 . P-5R- ..
-~ [5—] 1 P484 . C-5R- ..
D4120.03-33.32F31-P45 1312 | 3936 | 5070 | 2281 | 1250 | 1625 | 220 .
% D4120.03-34.11F31-P45 1343 | 4029 | 5160 | 2281 | 1250 | 1625 | 227 }
D4120.03-34.93F31-P45 1375 | 4125 | 5260 | 2281 | 1250 | 1625 | 234 i
Parallel shank with flat * D4120.03-36.09F31-P46 1421 | 4263 | 5390 | 2281 | 1.250 | 1625 | 233 %
Lt
= % DA120.03-36.50F38-P46 1437 | 4311 | 5690 | 2.688 | 1500 | 1.940 | 331 i
Dc E g 1d4
: 1° 1 | Pu84 . P-6R-..
1 . FT % D4120.03-38.10F38-P46 1.500 | 4.500 | 5.880 | 2.688 | 1500 | 1.940 | 349 1 |pess CeR.
ISR S —
* D4120.03-39.67F38-P46 1562 | 4686 | 6.070 | 2688 | 1500 | 1940 | 368 }
* D4120.03-41.28F38-P46 1625 | 4875 | 6.260 | 2688 | 1500 | 1940 | 3.89 }

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

DS B/« New addition to the product range

106 Boring tools with indexable inserts
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Assembly
¢ [inc .531-0. .656-0. .812-0. .968-1. 171-1. 421-1.
arts D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.375 1.421-1.625
y— Clamping screw for
i =} indexable insert FS2120 (Torx 6IP) | FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)

i : ; . . : :
Tightening torque 35inIb(0.4Nm) | 80inIb(0.9Nm) | 10.6inlb(1.2Nm) | 17.7inlb (2.0Nm) | 22.1inlb (2.5 Nm) | 31.0inIb (3.5 Nm)

Accessories
D¢ [inch] 0.531-0.625 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2002 FS2004 FS2004
T gtemn e s 35-106inlb 35-106inlb 3.5-106in b 133-443inlb 13.3-44.3
g gtorg (0.4-1.2 Nm) (0.4-1.2 Nm) (0.4-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
Torque screwdriver, digital Fo2248 Fo2248 FS2248
Tightoning torque 8.9-53.1in Ib 8.9-53.1in b 8.9-53.1inlb
(1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— -y Interchangeable blade FS2085 (Torx 6IP) | FS2011 (Torx 7IP) | FS2012 (Torx 8IP) | FS2013 (Torx 9IP) | FS2014 (Torx 15IP)
@: Screwdriver FS2086 (Torx 61P) | FS2088 (Torx 7IP) | FS1483 (Torx 81P) | FS1484 (Torx 9IP) | FS1485 (Torx 15IP)
Indexable inserts
P M K N s
HC HC HC HC HC
0n | n (L] (L] 0n | n (L) (L)
NiWnimin oln o ;i o|n | v o ;v ;o
AN | T T TN T | |||
= W T W I W YR I YA WA A I Y N I W o WY o WO Y I W Y Y Y T
X X N N IX N WO X X X X nuowmwx un owmvH x
Designation Size 2222222222222\
Pf\ P4B4OP- R-A57 4-6 BB/W/WE BN S 88
@ P484OP-R-E57 4-6 OHW/B B/B OB 8B
P484OP-R-E67 4-6 OOWB VBB OB S BN
P4841P- R-AS7 4-6 OBNB/E BB SN Ladhs]
P4841P-R-E57 4-6 OO W BN OB Ll
P484OC- R-E67 4-6 S BV BB OB S W
P48L1C-R-A57 4-6 CIRE eI bk
P4841C- R-E57 46 S BW/W BEN OB k]
HC = Coated carbide
o0
i kpiece imary
iy of machine, WOT Primary
St:tr’\“d‘g:mping arrangement application
[ ]
Other'
Moderate application
Verygood  ©0°
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—_— |IUJIQI_TER Drilling from solid

Indexable insert drills

D4120.04 WL
IDXDC Z=1
=9 ()| T |5 v it
l I D4120.04 e o o0 o o
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.04-16.66F26-P42 0656 | 2624 | 3620 | 2281 | 1000 | 1375 | 103 | |
y 1
) 4rg, * D4120.04-17.04F26-P42 0671 | 2684 | 3680 | 2281 | 1.000 | 1375 | 1.04 i
C
7 ;
«*LCA "V D4120.04-17.45F26-P42 0687 | 2748 | 3750 | 2.281 | 1000 | 1375 | 1.00 i
Iy |5 —=|
* D4120.04-17.86F26-P42 0.703 | 2812 | 3.810 | 2281 | 1.000 | 1375 | 1.05 !
1 |P484 . P-2R-..
P48L . C-2R- .
% D4120.04-18.24F26-P42 0718 | 2872 | 3.870 | 2.281 | 1000 | 1375 | 1.03 }
* D4120.04-19.05F26-P42 0.750 | 3.000 | 4000 | 2281 | 1.000 | 1375 | 1.10 }
* D4120.04-19.43F26-P42 0.765 | 3.060 | 4060 | 2281 | 1.000 | 1375 | 1.07 1
% D4120.04-19.84F26-P42 0781 | 3124 | 4120 | 2281 | 1000 | 1375 | 113 i
Parallel shank with flat D4120.04-20.62F26-P43 0812 | 3248 | 4250 | 2281 | 1.000 | 1.375 | 1.08 i
1
g ., * D4120.04-2141F26-P43 0.843 | 3372 | 4370 | 2281 | 1000 | 1375 | 119 }
c E -
%ch.l Y D4120.04-22.23F31-P43 0875 | 3500 | 4630 | 2281 | 1250 | 1625 | 165 1
I Iy —] P48L . P-3R- .
P48L . C-3R- ..
* D4120.04-23.01F31-P43 0.906 | 3624 | 4750 | 2281 | 1250 | 1625 | 171 }
% D4120.04-23.39F31-P43 0.921 | 3684 | 4810 | 2281 | 1250 | 1625 | 172 }
D4120.04-23.80F31-P43 0937 | 3748 | 4880 | 2281 | 1.250 | 1625 | 174 i
Parallel shank with flat * D4120.04-24.59F31-Ph4 0968 | 3.872 | 5000 | 2281 | 1.250 | 1625 | 181 i
y 1
[j’ T, D4120.04-24.99F31-P4s 0984 | 3936 | 5070 | 2281 | 1.250 | 1625 | 1.79 i
C
7 ;
R Y D412004-25.40F31-Pss 1000 | 4000 | 5130 | 2281 | 1250 | 1625 | 181 i
Iy |5 —=|
1 |P484. P-4R- ..
* D4120.04-26.57F31-P44 1.046 | 4184 | 5309 | 2281 | 1.250 | 1625 | 1.90 U |pass car.
D4120.04-26.97F31-P44 1062 | 4248 | 5380 | 2281 | 1250 | 1625 | 192 i
% D4120.04-28.17F31-P4é4 1109 | 4436 | 5570 | 2281 | 1250 | 1625 | 202 i
* D4120.04-28.58F31-P44 1125 | 4500 | 5630 | 2281 | 1250 | 1625 | 197 i

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

D¢ [inch] 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.375 1.421-1.625
(i ‘ﬁ. Clamping screw for indexable insert | FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)
- Tightening torque 8.0inIb(0.9Nm) | 10.6inlb(1.2Nm) | 17.7inlb (2.0Nm) | 22.1inlb(2.5Nm) | 31.0in Ib (3.5 Nm)
Accessories _
D¢ [inch] 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.625
Toraue screwdriver analoaue FS2002 FS2002 FS2004 FS2004
orque s »analog 3.5-106inIb 35-106in b 133-443inlb 13.3-44.3
Tightening torque
(0.4-1.2 Nm) (0.4-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
Torque screwdriver, digital F52248 F52248 F52248
I . ggenm e 9 8.9-53.1inIb 8.9-53.1inIb 8.9-53.1inlb
ghtening torgq (1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— -y Interchangeable blade FS2011 (Torx 7IP) FS2012 (Torx 8IP) FS2013 (Torx 9IP) FS2014 (Torx 15IP)
@: Screwdriver FS2088 (Torx 7IP) FS1483 (Torx 8IP) FS1484 (Torx 9IP) FS1485 (Torx 15IP)
Indexable inserts
P M K N s
HC HC HC HC HC
0n i n (L] (L] wniwn (L] ()
OiWnimin oln| o w’miw o|n| v o ;v ;o
AN | T F|F | TN F | T | F ||
[~ 1 o T [ W I W W I WO I WO W Y o M (W W o W W I W I W o T
X X N W X N nxxX XXX X nuowmwxuwnwuwmw|x
Designation Size A A A
P—\ﬁ P4B4OP- R-A57 2-4 OBV/W BB OB Lt
@ PugtP-R-E57 4 sonn nm ©N e
P484OP-R-E67 2-4 OOWB VBB OB S BN
P4841P-R-AST 2-4 OBW/E BB O Ladks]
P4841P-R-E57 2-4 OO WE BN OB s
P4840C-R-E67 2-4 S BV BB OB S BB
P4841C-R-A57 2-4 S (WW BN W)W 0%
P4841C-R-E57 2-4 S BV BB O 3k
HC = Coated carbide
o0
i kpiece imary
L4y of machine, Wor Priman)
St:tr’\“d‘gamping arrangement application
[ ]
Other
ication
t appllca
4 Good  Moderate
Very goo
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—_— |IUJQI_TER Drilling from solid

Indexable insert drills

D4120.04 WL
IDXDC Z=1
l I D4120.04 e o o0 o o
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.04-29.74F31-P45 1171 | 4684 | 5810 | 2281 | 1250 | 1625 | 213 | |
'
o 4g,  D4120.04-30.15F31-PuS 1187 | 4748 | 5.880 | 2281 | 1250 | 1625 | 216 %
7 ;
RLCA Y D412004-31.75F31-P45 1250 | 5.000 | 6130 | 2281 | 1250 | 1625 | 231 !
. - 1 | P48k P-5R- ..
1 | P484.C-5R- ..
% D4120.04-33.32F31-P45 1312 | 5248 | 6380 | 2281 | 1250 | 1625 | 251 .
% D4120.04-3411F31-P45 1343 | 5372 | 6496 | 2281 | 1250 | 1625 | 236 }
D4120.04-34.93F31-P45 1.375 | 5500 | 6630 | 2281 | 1250 | 1625 | 269 }
Parallel shank with flat % D4120.04-36.09F31-P46 1421 | 5684 | 6810 | 2281 | 1.250 | 1625 | 239 1
g
g T g, * D4120.04-36.50F38-P4 1437 | 5748 | 7.130 | 2688 | 1500 | 1940 | 365 i
C I
1 1 |P484 . P-6R- ..
RLC% | * D4120.04-38.10F38-P46 1.500 | 6.000 | 7.380 | 2.688 | 1500 | 1940 | 3.88 L |pess CoeR.
4 5—>|
% D4120.04-39.67F38-P46 1562 | 6.248 | 7.630 | 2688 | 1500 | 1940 | 414 1
* D4120.04-41.28F38-P46 1625 | 6.500 | 7.880 | 2688 | 1500 | 1940 | 442 %

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

D [inch] 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.375 1.421-1.625
(i ‘ﬁ. Clamping screw for indexable insert | FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)
- Tightening torque 8.0inIb(0.9Nm) | 10.6inlb(1.2Nm) | 17.7inlb (2.0Nm) | 22.1inlb(2.5Nm) | 31.0in Ib (3.5 Nm)
Accessories _
D¢ [inch] 0.656-0.781 0.812-0.937 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2004 FS2004
. ﬂtemn e 9 35-10.6in Ib 35-10.6in Ib 133-443in1b 13.3-44.3
ghtening torq (0.4-1.2 Nm) (0.4-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
o FS2248 FS2248 FS2248
C o Torque screwdriver. digital 8.9-53.1in Ib 8.9-531inlb 8.9-531inlb
Tightening torque (1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— -y Interchangeable blade FS2011 (Torx 7IP) FS2012 (Torx 8IP) FS2013 (Torx 9IP) FS2014 (Torx 15IP)
@: Screwdriver FS2088 (Torx 7IP) FS1483 (Torx 8IP) FS1484 (Torx 9IP) FS1485 (Torx 15IP)
Indexable inserts
P M K N s
HC HC HC HC HC
0n i n (L] (L] wniwn (L] ()
OiWnimin oln| o w’miw o|n| v o ;v ;o
AN | T F|F | TN F | T | F ||
[~ 1 o T [ W I W W I WO I WO W Y o M (W W o W W I W I W o T
X X N W X N nxxX XXX X nuowmwxuwnwuwmw|x
Designation Size A A A
P—\ﬁ P4B4OP- R-A57 5-6 OBV/W BB OB Lt
@JJ P4840P- R-E57 5-6 DOWE BN D g
| —r=
P48L4LOP- R-E67 5-6 DOBVT®’ BN OB &S B
P4841P- R-A57 5-6 OBV B B S o s
P4841P- R-E57 5-6 DOWT/ BN S g
P4840C- R-E67 5-6 S BB BN OB OO B
P4841C- R-A57 5-6 S _/W BN WS o
P4841C-R-E57 5-6 S BW/ BN S o

HC = Coated carbide

[ X ]
i kpiece Oy
<ty of machine, Wor priman
St:tr’\“d‘tcyl:mping arrangement apphcatlon
[
Other
ication
d Good Moderate applica
Very goo
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—_— |IUJIQI_TER Drilling from solid

Indexable insert drills

D4120.05 ey
5XDC Z=1
=9 |7 | ) | F0)| |sww R
l I D4120.05 Y e o
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.05-16 66F26-P42 0656 | 3280 | 4280 | 2281 | 1000 | 1375 | 103 }
p 1
EC : T g, * D4120.05-17.04F26-P42 0671 | 3355 | 4355 | 2281 | 1.000 | 1375 | 1.05 %
é
‘7Lc4’l bk D412005-17.45F26-P42 0687 | 3435 | 4435 | 2281 | 1000 | 1375 | 1.07 i
Iy |5 —»|
* D4120.05-17.86F26-P42 0.703 | 3515 | 4515 | 2281 | 1.000 | 1375 | 1.05 !
1 |P484 . P-2R-..
P48L . C-2R- .
* D4120.05-18.24F26-P42 0718 | 3590 | 4590 | 2281 | 1000 | 1375 | 111 1
* D4120.05-19.05F26-P42 0.750 | 3.750 | 4750 | 2.281 | 1.000 | 1375 | 1.18 }
* D4120.05-19.43F26-P42 0.765 | 3.825 | 4.825 | 2.281 | 1.000 | 1375 | 112 i
* D4120.05-19.84F26-P42 0.781 | 3.905 | 4905 | 2281 | 1000 | 1375 | 114 i
Parallel shank with flat * D4120.05-20.62F26-P43 0.812 | 4060 | 5060 | 2281 | 1.000 | 1.375 | 1.8 %
3t
gc =3k T g, * D4120.05-21.41F26-P43 0.843 | 4215 | 5215 | 2281 | 1000 | 1375 | 124 1
.‘r
<—Lc——l bk D412005-22.23F31-P43 0.875 | 4375 | 5505 | 2281 | 1250 | 1625 | 177 %
I I P48L . P-3R- .
P484 . C-3R- ..
* D4120.05-23.01F31-P43 0.906 | 4530 | 5660 | 2281 | 1250 | 1625 | 177 1
* D4120.05-23.39F31-P43 0921 | 4605 | 5735 | 2281 | 1.250 | 1625 | 1.80 }
* D4120.05-23.80F31-P43 0937 | 4685 | 5815 | 2281 | 1250 | 1625 | 188 %
Parallel shank with flat * D4120.05-24.59F31-Ph4 0968 | 4840 | 5970 | 2281 | 1.250 | 1625 | 1.96 i
p 1
Eci : T g, * D4120.05-24.99F31-Phs 0.984 | 4920 | 6.050 | 2281 | 1.250 | 1625 | 1.98 %
«—LC—J * D4120.05-25.40F31-P44 1.000 | 5.000 | 6130 | 2362 | 1250 | 1625 | 201 1
Iy |5 —»|
1 |P484. P-4R- ..
* D4120.05-26.57F31-P44 1.046 | 5230 | 6359 | 2281 | 1250 | 1625 | 206 L | Pass Coar.
* D4120.05-26.97F31-P44 1062 | 5310 | 6440 | 2281 | 1250 | 1625 | 210 i
* D4120.05-28.17F31-P44 1109 | 5545 | 6.675 | 2281 | 1250 | 1625 | 222 i
* D4120.05-28.58F31-P44 1125 | 5625 | 6755 | 2281 | 1250 | 1625 | 227 %

Bodies and assembly parts are included in the scope of delivery.
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Assembly
parts D¢ linch] 0.656-0.781 0.812-0.937 0.906 0.968-1.125 1.171-1.375 1.421-1.625
8 T—) ﬂg;‘;‘;ﬁefg‘;‘:’tfo’ FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15IP)
(= dexabl 8.0in1b (0.9Nm) | 106in1b(1.2Nm) | 10.6inilb (1.2 Nm) | 17.7 inlb (2.0 Nm) | 22.1in b (2.5 Nm) | 31.0in Ib (3.5 Nm)
Tightening torque
c———l——= Interchangeable FS2012
blade (Torx 8IP)
Accessories
D¢ linch] 0.656-0.781 0.812-0.937 0.906 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2002 FS2004 FS2004
5 ﬂtemn e 9 35-106inlb 35-10.6inlb 35-10.6in Ib 133-443inlb 13.3-443in b
gntening torg (0.4-1.2 Nm) (04-1.2 Nm) (04-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
Toraue screwdriver. dicital FS2248 FS2248 FS2248 FS2248
. gtemn e s 8.9-53.1in b 8.9-53.1inlb 8.9-53.1inlb 8.9-53.1inlb
gntening torq (1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— - Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) FS2013 (Torx 9IP) | FS2014 (Torx 15IP)
@:. Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1483 (Torx 81P) | FS1484 (Torx 9IP) | FS1485 (Torx 15IP)

Indexable inserts

P M K N s

HC HC HC HC HC

wnln (L) () wnln (L] (L]
NmeeIe e IR Ie e e e s
[ YO 1 O [ W I W Y I W I WO I WA o WO T WA I W WY W [ W (W Y
X X N N X N X X X X nomwx un owmwH x
Designation Size 2T T2

Fw% P4B4OP- R-A57 2-4 OBVW BB OB Lt

@ P484OP-.R-E57 2-4 DOWTW BV S o]

P484OP- R-E67 2-4 OOW/B VBB SB S BN

P48L41P-.R-A57 2-4 OB/ W/B/ B O W%

P4841P-R-E57 2-4 OHW/B BV SN BB
P4840C- R-E67 2-4 S BB BB OB O W
P4841C-R-A57 2-4 S B\ BB/ B® bk
P4841C- R-ES7 2-4 S B\ BN O 0%

HC = Coated carbide
(X
. iece :
- machine, workpie Primary
St:tr’\“d‘tzl::\mng arrangement application
[ ]
Other'
Moderate application
Verygood  ©0°
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Indexable insert drills

D4120.05 ey
5XDC Z=1
l I D4120.05 Y e o
No. of
Tool D¢ Lc lg Is d; dg indexable
Designation inch inch inch inch inch inch inserts Type
Parallel shank with flat * D4120.05-29.74F31-P45 1171 | 5855 | 6985 | 2281 | 1250 | 1625 | 2.33 }
p 1
EC T, * D4120.05-30.15F31-P45 1187 | 5935 | 7.065 | 2281 | 1250 | 1625 | 237 %
3 1
L ——1 * D4120.05-31.75F31-P45 1250 | 6.250 | 7.380 | 2281 | 1.250 | 1625 | 258
‘L 5o 1 |Pugh . P-5R- .
P484 . C-5R- .
% D4120.05-33.32F31-P45 1312 | 6560 | 7.690 | 2281 | 1.250 | 1625 | 2.80 %
% D4120.05-34.11F31-P45 1343 | 6715 | 7.845 | 2281 | 1250 | 1.625 | 291 }
* D4120.05-34.93F31-P45 1375 | 6.875 | 8005 | 2281 | 1.250 | 1625 | 3.03 }
Parallel shank with flat * D4120.05-36.09F31-P46 1421 | 7.105 | 8235 | 2281 | 1250 | 1625 | 298 1
'
b drd, * D4120.05-36.50F38-P46 1437 | 7.185 | 8565 | 2.688 | 1500 | 1940 | 3.89 i
¥ _6R-
«—Lc——l b & D412005-38.10F36-P46 1.500 | 7.500 | 8.880 | 2688 | 1500 | 1940 | 427 % EZ:Z'ESE -
I I —| - =TORT
* D4120.05-39.67F38-P46 1562 | 7.810 | 9.190 | 2688 | 1500 | 1940 | 460 1
* D4120.05-41.28F38-P46 1625 | 8125 | 9505 | 2688 | 1500 | 1940 | 506 %

Bodies and assembly parts are included in the scope of delivery.
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Assembly
parts D¢ [inch] 0.656-0.781 0.812-0.937 0.906 0.968-1.125 1.171-1.375 1.421-1.625
g ﬂgg‘x’;'glifgz’tf"’ FS2111 (Torx 7IP) | FS1454 (Torx 8IP) | FS1454 (Torx 8IP) | FS1457 (Torx 9IP) | FS2080 (Torx 15IP) | FS1453 (Torx 15P)
[ Tightening torque | &0 1b(@9Nm) | 106inib (12Nm) | 106inilb (12Nm) | 17.7inlb(20Nm) | 221in1b (25 Nm) | 310in b (35 Nm)
«———Ml—== Interchangeable FS2012
blade (Torx 8IP)
Accessories ,
D¢ [inch] 0.656-0.781 0.812-0.937 0.906 0.968-1.125 1.171-1.625
Toraue screwdriver. analoaue FS2002 FS2002 FS2002 FS2004 FS2004
T ﬂtenm e g 35-10.6inlb 35-10.6inlb 3.5-10.6inlb 133-443inlb 133-443inlb
gntening torg (0.4-1.2 Nm) (04-1.2 Nm) (04-1.2 Nm) (1.5-5.0 Nm) (1.5-5.0 Nm)
G| ] Torque screwdriver. digital FSZZA& FSZZAS FSZZ[’& FSZZZ'S
Tightening torque 8.9-53.1inlb 8.9-53.1in b 8.9-53.1in b 8.9-53.1in b
(1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm) (1.0-6.0 Nm)
—— - Interchangeable blade FS2011 (Torx 7IP) | FS2012 (Torx 8IP) FS2013 (Torx 9IP) | FS2014 (Torx 15IP)
@=— Screwdriver FS2088 (Torx 7IP) | FS1483 (Torx 8IP) | FS1483 (Torx 8IP) | FS1484 (Torx 9IP) | FS1485 (Torx 15IP)
Indexable inserts
P M K N S
HC HC HC HC HC
0n | n (L) () wnln (L) (L]
NiWnmn o il o mmo|in m o ;i ;n o
NN (TN M (|
[ YO 1 O [ W I W Y I W I WO I WA o WO T WA I W WY W [ W (W Y
X X N N X N X X X X nomwx un owmwH x
Designation Size 2T T2
Fw% P4B4OP- R-A57 5-6 OBVW BB OB Lt
L(@J P484OP- R-E57 5-6 OOBWB /N S =N
P484OP- R-E67 5-6 OOW/B VBB SB S BN
P4841P- R-A57 5-6 OB B/ BB SN ]
P4841P- R-E57 5-6 DOWB BN D =5
P48L40C-.R-E67 5-6 S WW WV SN OO [ B®
P4841C- R-A57 5-6 S [/ BN O BE o s
P4841C- R-E57 5-6 S B[/ BN O =%
HC = Coated carhide
o0
i kpiece imary
L4y of machine, Wor Primary
St:tr’\“d‘gamping arrangement application
[ ]
Other
lication
Good Moderate app
Very good
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Boring and precision boring

Positive rhombic 80°

7\
S |-
Indexable inserts
P M K S
HE HC HC HC HC
nlnlavuunvuanlnpununvuan
SEEENEINEEREEE
! r f s |BEEESZF35 253383
ANSI Designation Designation in in in in 222222222222 (22
7] CCGT2(15)0.2M-FP2 | CCGT060201M-FP2 | 0.253 0.003 0.001-0.002 0.004-0.059 |&®
CCGT2(1.5)0.5M-FP2 | CCGT060202M-FP2 | 0.253 0.007 0.002-0.005 0.008-0.079 |&®
CCGT2(1.5)1IM-FP2 CCGT060204M-FP2 | 0.253 0.015 0.003-0.010 0.008-0.098 |&
CCGT3(2.5)0.2M-FP2 | CCGTO9T301M-FP2 | 0.380 0.003 0.001-0.002 0.004-0.059 @
CCGT3(2.5)0.5M-FP2 | CCGTOST302M-FP2 | 0380 | 0.007 | 0.002-0.005 | 0.008-0.079 |@&
CCGT3(2.5)1IM-FP2 CCGT09T304M-FP2 | 0.380 0.015 0.003-0.010 0.008-0.098 @
CCGT3(2.5)2M-FP2 CCGTO9T308M-FP2 | 0380 | 0.030 | 0.004-0.012 | 0.012-0.118 |@
See the IS0 1832 designation key for dimensions HE = Coated cermet
HC = Coated carbide
. . °
Positive rhombic 80
s |-
Indexable inserts
P M K S
HE HC HC HC HC
niunun v niulun
88 g885/82/5/5|8/8/2 8|8
| r f a olaaal 2SS X ===
p wao a2 2nnunxxunnn
ANSI Designation Designation in in in in A A A
— CPGT1.8(1.5)0.5M-FP2 | CPGT050202M-FP2 | 0.222 | 0.007 | 0.002-0.005 | 0.008-0.079 |@
CPGT1.8(1.5)1M-FP2 CPGT050204M-FP2 | 0.222 | 0.015 | 0.003-0.008 | 0.008-0.079 @

See the IS0 1832 designation key for dimensions

timum indexable insert for

op g
@ ! i Poor
e
Good Averag N
ditions

machining con

DS B/« New addition to the product range
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Boring and precision boring

Positive triangular 60°

_4|hucu:remq

TN/
TCGT IO )
7
S
Indexable inserts
P M K S
HE HC HC HC HC
nlunluulv 0nln|ln
SRS EEE
I r f ap AEEEEHERERE AR
ANSI Designation | Designation in in in in A A A
TCGT1.2(1.2)IM-FP2 | TCGTO6T104M-FP2 0.270 0.015 0.003-0.010 0.008-0.079 @
TCGT2(1.5)0.5M-FP2 | TCGT110202M-FP2 0.432 0.007 0.002-0.005 0.008-0.079 @
TCGT2(1.5)IM-FP2 TCGT110204M-FP2 | 0.432 0.015 0.003-0.010 0.008-0.098 |&
See the IS0 1832 designation key for dimensions HE = Coated cermet
HC = Coated carbide
- . °
CBN - Positive triangular 60 '
13
a
N
S
Indexable inserts
N|S H 0
2 CN| BH |DP|BH| BL |[DP
5%
g SHEEIBEERE
£ I r £ a Ci¥| X|Z @ T|T|T|Z
o o Es le | ) ap S|ln|0|o o xldx|e
ANSI Designation  Designation =30 in in a in in SRR
TCGW2(1.5)0.5TS-3 | TCGW110202TS-3 0.110 0.008 7° 0.002-0.006|0.004-0.012 S
TCGW2(1.5)1TS-3 TCGW110204TS-3 0.122 0.016 7° 0.002-0.008|0.004-0.012 @
TCGW2(1.5)1TM-3 | TCGW110204TM-3 3 0.122 0.016 7°  |0.002-0.008/0.004-0.012 Y
TCGW2(1.5)2TM-3 [ TCGW110208TM-3 3 0.110 0.031 7° 0.002-0.010|0.004-0.020 @ @ @

See the IS0 1832 designation key for dimensions

ble insert for \

8

Poor

optimum indexa

o O

Good Average
g conditions

machinin

DS B/« New addition to the product range

CN = Silicon nitride Si3Ng
BH = CBN with high CBN content
DP = Polycrystalline diamond

BL = CBN with low CBN content

Indexable inserts for boring and precision boring
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Cutting data for D4120

:ﬂ% = Wet machining (E = emulsion, 0 = oil) Indexable insert geometry
ﬂ = Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS Starting values for feed
* The classification of the machining groups can be found in the material group comparison table Flinfrevi
A 57
. Sizel|Size2 |Size3|Sized | orc o | ore k
T o *
g 8135 g D fin]
5 S8 |2
g E zé E 0.531-|0.650-0.807-|0.965-(1.161-|1.673
. . . [ B = N =[U. = U. —U. =1 =1 -
z Overview °::;“*C$Z"I‘e’t“tztr§”a' groups £ 5%| 8 =5 5%] usus | 0803|0961 | 1157 | 1669 | 2339
C<0.25% Annealed 125 62 Pl | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.005 | 0.005
C>0.25% to < 0.55% Annealed 190 93 P2 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007
C>0.25% to < 0.55% Heat-treated 210 | 103 P3 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007
Non-alloyed steel
C>0.55% Annealed 190 93 P4 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007,
C>0.55% Heat-treated 300 | 146 P5 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007
Free-machining steel (short-chipping) | Annealed 220 109 P6 | ee® | e | 0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007,
Annealed 175 86 P7 | @@ 0.003 | 0.004 | 0.005 | 0.006 | 0.008 | 0.008
P Heat-treated 285 | 139 P8 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006 | 0.006
Low-alloy steel
Heat-treated 380 | 186 P9 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006 | 0.006
Heat-treated 430 | 215 | P10 | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.005 | 0.005
. Annealed 200 99 P11l | @@ 0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007
Ei'grr“_‘;'l'gz fggf;f:edl Hardened and tempered 300 | 146 | P12 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006 | 0.006
Hardened and tempered 380 | 186 | P13 | @@ 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.006
Stainless steel Ferritic/martensitic, annealed 200 99 P14 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006 | 0.006
Martensitic, heat-treated 330 | 161 | P15 | @@ 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.006
Austenitic, quench hardened 200 99 Ml | e@® 0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006
M | Stainless steel Austenitic, precipitation hardened (PH) 300 146 M2 | e@ 0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006
Austenitic/ferritic, duplex 230 | 113 M3 | e@ 0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006
Malleable cast iron Ferritic 200 58 Kl | ee | e | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009
Pearlitic 260 | 102 K2 | ee | e |0.003|0.004 | 0.004 | 0.006 | 0.007 | 0.008
ey eEstian Low tensile strength 180 29 K3 | ee | e | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009
K High tensile strength/austenitic 245 51 K4 | e® | @ | 0.003 | 0.004 | 0.005 | 0.006 | 0.008 | 0.008
(et e i et i Ferrit.ic. 155 58 K5 | ee | e | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009
Pearlitic 265 | 102 K6 | e® 0.003 | 0.004 | 0.005 | 0.007 | 0.009 | 0.009
GGV (CGI) 230 58 K7 | ee | @ | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009
Wrought aluminium alloys Nothardenable 20 — L
Hardenable, hardened 100 49 N2 | eo®
< 12% Si, not hardenable 75 38 N3 | @@
Cast aluminium alloys < 12% Si, hardenable, hardened 90 45 N4 | @@
N > 12% Si, not hardenable 130 65 NS |e@ | @
Magnesium-based alloys 70 36 N6 | @@
Unalloyed, electrolytic copper 100 49 N7
Copper and copper alloys Brass, bronze, red brass 90 45 N8 | @@
(bronze/brass) Cu alloys, short-chipping 110 55 NG |e® | @
High tensile, Ampco 300 | 146 | N10 | e® | @ | 0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006
Annealed 200 99 Sl | ee®
Fe-based Hardened 280 | 136 | s2 | ee
Heat-resistant alloys Annealed 250 122 S3 | ee
Ni- or Co-based Hardened 350 171 S4 | e®
s Cast 320 | 157 S5 | ee®
Pure titanium 200 99 S6
Titanium alloys a and B alloys, hardened 375 183 S7 | ee®
B alloys 410 | 203 S8 | ee®
Tungsten alloys 300 | 146 S9 | ee 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005
Molybdenum alloys 300 | 146 | S10 | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005
Hardened and tempered 50HRC| — Hl | e® 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.004
H Hardened steel Hardened and tempered 55HRC| — H | e® 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.004
Hardened and tempered 60 HRC| — H3
Hardened cast iron Hardened and tempered 55HRC| — Hi | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.004
Thermoplastics Without abrasive fillers 0l |(ee@ | @
Thermosets Without abrasive fillers 02 |ee | @
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore| 06 | ee | e |0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009

ee Recommended application (the specified cutting data is regarded as starting values for the recommended application)
® Possible application. Limited to 2 x D¢ drilling depth. MQL (minimum quantity lubrication) or compressed air is recommended

When using drills > 3 x D, the following reductions are recommended:

>3 x D¢: Cutting speed v —20%, feed f —30% when spot drilling, feed f ~50% when spot drilling on inclined surfaces.
> 4 x D¢: Cutting speed ve —30%, feed f —40% when spot drilling
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The specified cutting data are average standard values.
For specific applications, adjustment is recommended.

Cutting material grade

Indexable insert geometry Outer insert [P484.P. ]

Starting values for feed Starting values for cutting speed
f [in/rev] Ve [sfm]
E 57 E 67 HC
’ ) Size 5 | Size 7 Size 5 | Size 7 WKP255 WKP35S WSP45 WSP456G
Size 1| Size 2 | Size 3 | Size & Size 6 | Size 8 Size 1| Size 2 | Size 3 | Size 4 Size 6 | Size 8 f [in/rev] f [in/rev] f [in/rev] f [in/rev]
D [in] De [in]

0.531-|0.650-|0.807-|0.965-|1.161-|1.673-0.531-|0.650-|0.807- | 0.965- |1.161-|1.673~

0646 | 0803 | 0961 | 1.161 | 1.669 | 2.339 | 0646 | 0.803 | 0.961 | 1.157 | 1.669 | 2.339 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006

0.002 | 0.002 | 0.002 | 0.004 | 0.005 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.005 | 0.005 | 1150 | 1050 980 | 890 820 720 820 | 730

0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 | 0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 | 850 790 720 720 660 | 590 560 530 | 490 560 530 500
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 790 720 660 660 590 | 490 490 | 460 | 430 500 | 460 430
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 720 | 660 590 590 | 490 | 460 460 | 430 | 390 460 | 430 400
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 620 | 560 490 490 | 430 | 390 430 390 | 360 430 | 400 370
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 720 | 660 590 590 | 430 | 460 460 | 430 | 390 460 | 430 400
0.002 | 0.003 | 0.004 | 0.005 | 0.007 | 0.008 | 0.002 | 0.003 | 0.004 | 0.006 | 0.008 | 0.008 | 850 790 720 720 660 | 590 560 530 | 530 560 530 530
0.002 | 0.003 | 0.003 | 0.004 | 0.006 | 0.006 750 | 690 620 620 560 | 460 460 | 430 390 460 | 430 400
0.002 | 0.003 | 0.003 | 0.004 | 0.006 | 0.006 690 | 620 560 590 530 | 430 460 390 | 360 460 | 400 370
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 620 | 560 530 560 | 460 | 430 460 390 | 360 460 | 400 370
0.002 | 0.003 | 0.004 | 0.005 | 0.007 | 0.007 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 720 | 660 590 660 560 | 490 460 | 430 | 390 460 430 400
0.002 | 0.003 | 0.003 | 0.004 | 0.006 | 0.006 660 | 560 490 590 | 460 | 430 430 390 | 360 430 | 400 370
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 620 | 530 460 560 | 430 | 390 390 360 | 330 400 | 370 330
0.002 | 0.003 | 0.003 | 0.004 | 0.006 | 0.006 | 0.002 | 0.003 | 0.003 | 0.004 | 0.006 | 0.006 620 560 | 490 460 | 430 | 390 460 | 430 400
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 490 | 430 | 390 390 360 | 330 400 | 370 330
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.006 720 660 | 590 590 560 | 490 600 560 500
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.006 490 | 430 | 360 430 360 330 430 370 330
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.006 390 330 | 260 330 260 | 230 330 270 230
0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.009 | 0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.008 | 690 | 620 560 620 590 | 530 560 | 460 | 390 560 460 400
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.007 | 0.002 | 0.003 | 0.004 620 | 460 390 430 390 | 360 430 390 | 360 430 | 400 370
0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 0.009 | 0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 0.009 | 720 | 660 590 660 620 | 560 590 530 | 430 600 530 430
0.002 | 0.003 | 0.004 | 0.005 | 0.007 | 0.008 590 | 490 430 490 | 430 | 360 490 | 430 360 500 | 430 370
0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 0.009 | 0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 0.009 | 490 | 460 430 460 390 | 360 490 | 430 | 390 500 430 400
0.002 | 0.003 | 0.004 | 0.005 | 0.009 | 0.009 | 0.002 | 0.003 460 | 430 390 390 360 | 330 390 360 | 360 400 | 370 370

0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.009 | 0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.008 | 590 | 490 430 490 | 430 | 360 490 | 430 | 360 500 430 370

0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007 | 0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.007 1480 | 1480 | 1480 | 1480 | 1480 | 1480
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 980 | 980 | 980 990 | 990 | 990
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 820 | 820 | 820 820 | 820 | 820
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 660 | 660 | 660 660 | 660 | 660
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.007 980 | 980 | 980 990 | 990 | 990
0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009 | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009 980 | 820 | 660 990 | 820 | 660
0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009 | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.009 1150 | 980 | 820 | 1150 | 990 | 820
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.006 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.006 490 | 430 | 360 430 | 360 | 330 430 | 370 | 330
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 330 | 330 330 | 330 300 | 300 300 | 300
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 260 | 260 260 | 260 230 | 230 230 | 230
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.005 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.005 | 200 | 200 200 | 200 160 160 170 | 170
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 160 | 160 160 160 130 130 140 | 140
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 160 | 160 160 160 130 130 140 | 140
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.005 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.005 160 160 160 160 170 | 150
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 160 160 130 130 140 | 140

0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 230 | 200

0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.005 | 230 | 200

0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.004 230 | 200 160
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.004 200 160 160
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.004 200 160 160
0.006 | 0.007 | 0.008 | 0.010 | 0.012 | 0.012 | 0.006 | 0.007 | 0.008 | 0.010 | 0.012 | 0.012 1310 | 1310 | 1310 | 1310 | 1310 | 1310 | 1320 | 1320 | 1320

0.002 | 0.002 | 0.007 | 0.008 | 0.010 | 0.010 | 0.005 | 0.006 | 0.007 | 0.008 | 0.010 | 0.010 | 980 | 980 | 980 980 | 980 | 980 980 980 | 980 990 | 990 990

0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.009 980 | 820 | 660 820 660 | 490 820 660 | 490 820 | 660 500

HC = Coated carbide
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Cutting data for D3120

:ﬂ% = Wet machining (E = emulsion, 0 = oil) Indexable insert geometry
ﬂ = Dry machining is possible (M = MQL, L = dry)
The cutting data must be selected from Walter GPS Starting values for feed
* The classification of the machining groups can be found in the material group comparison table Flinfrevi
A 57
Size 1l | Size2 | Size3 | Size4 | Size 5
2 | & *
g - g D [in]
= @ o
5 Elig| £
g . . . 3 | 7S = 0.630- | 0.827- | 1.024- | 1.220- | 1.457-
z Overview °::;“*C$Z"I‘e’t“tzt;”a' groups £ 55| 8 =% 07e7 | ooss | 1181 | 1417 | 165
C<0.25% Annealed 125 62 Pl | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.005
C>0.25% to < 0.55% Annealed 190 93 P2 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007
C>0.25% to < 0.55% Heat-treated 210 | 103 P3 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007
Non-alloyed steel
C>0.55% Annealed 190 93 P4 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007
C>0.55% Heat-treated 300 | 146 P5 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.007
Free-machining steel (short-chipping) | Annealed 220 109 P6 | e® | @ 0.003 | 0.004 | 0.004 | 0.005 | 0.007
Annealed 175 86 P7 | @@ 0.003 | 0.004 | 0.005 | 0.006 | 0.008
P Heat-treated 285 | 139 P8 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006
Low-alloy steel
Heat-treated 380 | 186 P9 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006
Heat-treated 430 | 215 | P10 | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.005
. Annealed 200 99 P11l | @@ 0.003 | 0.004 | 0.005 | 0.006 | 0.007
Ei'grr“_‘;'l'gz tsggle;f:edl Hardened and tempered 300 | 146 | P12 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006
Hardened and tempered 380 | 186 | P13 | @@ 0.002 | 0.003 | 0.004 | 0.005 | 0.006
Stainless steel Ferritic/martensitic, annealed 200 99 P14 | @@ 0.003 | 0.004 | 0.004 | 0.005 | 0.006
Martensitic, heat-treated 330 | 161 | P15 | @@ 0.002 | 0.003 | 0.004 | 0.005 | 0.006
Austenitic, quench hardened 200 99 Ml | e® 0.002 | 0.003 | 0.003 | 0.004 | 0.005
M | Stainless steel Austenitic, precipitation hardened (PH) 300 146 M2 | e@ 0.002 | 0.003 | 0.003 | 0.004 | 0.005
Austenitic/ferritic, duplex 230 | 113 M3 | e® 0.002 | 0.003 | 0.003 | 0.004 | 0.005
Malleable cast iron Ferritic 200 58 KI |ee | @ | 0004 | 0.005 | 0.006 | 0.007 | 0.009
Pearlitic 260 | 102 K2 |ee | @ | 0003 | 0.004 | 0.004 | 0.006 | 0.007
. Low tensile strength 180 29 K3 |ee | @ | 0004 | 0.005 | 0.006 | 0.007 | 0.009
Grey cast iron " - —
K High tensile strength/austenitic 245 51 Ki | e® | @ 0.003 | 0.004 | 0.005 | 0.006 | 0.008
(et e i et i Ferrit.ic. 155 58 K5 |ee | e | 0004 | 0.005 | 0.006 | 0.007 | 0.009
Pearlitic 265 | 102 K6 | @@ 0.003 | 0.004 | 0.005 | 0.007 | 0.009
GGV (CGl) 230 58 K7 | ee | @ | 0004 | 0.005 | 0.006 | 0.007 | 0.009
Wrought aluminium alloys Nothardenable L — nE
Hardenable, hardened 100 49 N2 | eo®
< 12% Si, not hardenable 75 38 N3 | @@
Cast aluminium alloys < 12% Si, hardenable, hardened 90 45 N4 | @@
N >12% Si, not hardenable 130 65 NS |e@ | @
Magnesium-based alloys 70 36 N6 | @@
Unalloyed, electrolytic copper 100 49 N7
Copper and copper alloys Brass, bronze, red brass 90 45 N8 | @@
(bronze/brass) Cu alloys, short-chipping 110 55 NG |e® | @
High tensile, Ampco 300 | 146 | N10 | e® | @ | 0.002 | 0.003 | 0.003 | 0.004 | 0.005
Annealed 200 99 Sl | e®
Fe-based Hardened 280 | 136 | s2 | ee
Heat-resistant alloys Annealed 250 122 S3 | ee
Ni- or Co-based Hardened 350 171 S4 | e®
s Cast 320 | 157 S5 | ee®
Pure titanium 200 99 S6
Titanium alloys a and B alloys, hardened 375 183 S7 | ee®
B alloys 410 | 203 S8 | ee®
Tungsten alloys 300 | 146 S9 | ee 0.002 | 0.002 | 0.002 | 0.004 | 0.004
Molybdenum alloys 300 | 146 | S10 | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.004
Hardened and tempered 50HRC| — Hl | e® 0.002 | 0.002 | 0.002 | 0.004 | 0.004
H Hardened steel Hardened and tempered 55HRC| — H | e® 0.002 | 0.002 | 0.002 | 0.004 | 0.004
Hardened and tempered 60 HRC| — H3
Hardened cast iron Hardened and tempered 55HRC| — Hi | @@ 0.002 | 0.002 | 0.002 | 0.004 | 0.004
Thermoplastics Without abrasive fillers 0l |(ee@ | @
Thermosets Without abrasive fillers 02 |ee® | @
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore| 06 |ee | e | 0.004 | 0.005 | 0.006 | 0.007 | 0.009

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

When using drills > 3 x D¢, the following reductions are recommended:
>3 x Dg: Cutting speed v —20%, feed f —30% when spot drilling, feed f —~50% when spot drilling on inclined surfaces.
> 4 x D¢: Cutting speed ve —30%, feed f —40% when spot drilling

120

Technical information — Boring tools with indexable inserts

Possible application. Limited to 2 x D¢ drilling depth. MQL (minimum quantity lubrication) or compressed air is recommended




Drilling from solid

— |IUJIZILTER

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

Indexable insert geometry

Cutting material grade

Starting values for feed

Starting values for cutting speed

f [in/rev] v [sfm]
E57 E 67 HC HW
Size 1|Size 2| Size 3| Size 4| Size 5 | Size 1| Size 2| Size 3| Size 4 | Size 5 ‘;V['I(n'j‘:':v? ‘;V['I(;fesv? ‘;V[slnslpj? ‘;V[?:f;? f“[’iﬁgg] f‘f‘i’r';gl]
D [in] D lin]
0.630-|0.827-|1.024-|1.220-|1.457-]10.630-|0.827-|1.024-|1.220-|1.457-
0787 | 0.984 | 1.181 | 1.417 | 1.654 | 0.787 | 0.984 | 1.181 | 1.417 | 1.654 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006 | 0.002 | 0.004 | 0.006
0.002 | 0.002 | 0.002 | 0.004 | 0.005 | 0.002 | 0.002 | 0.002 | 0.004 | 0.005 | 1150 | 1050 980 | 890 820 | 720 820 | 730 660 | 590 | 520
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 850 | 790 | 720 | 720 | 660 | 590 | 560 | 520 | 490 | 560 | 530 | 500 | 490 | 460 | 430
0.002 | 0.003 | 0.003 | 0.004 | 0.007 790 | 720 | 660 | 660 | 590 | 490 | 490 | 460 | 430 | 500 | 460 | 430 | 490 | 460 | 390
0.002 | 0.003 | 0.003 | 0.004 | 0.007 720 | 660 | 590 | 590 | 490 | 460 | 460 | 430 | 390 | 460 | 430 | 400 | 490 | 460 | 430
0.002 | 0.003 | 0.003 | 0.004 | 0.007 620 | 560 | 490 | 490 | 430 | 390 | 430 | 390 | 360 | 430 | 400 | 370 | 390 | 360 | 330
0.002 | 0.003 | 0.003 | 0.004 | 0.007 720 | 660 | 590 | 590 | 490 | 460 | 460 | 430 | 390 | 460 | 430 | 400 | 390 | 360 | 430
0.002 | 0.003 | 0.004 | 0.005 | 0.007 | 0.002 | 0.003 | 0.004 | 0.006 | 0.008 | 850 | 790 | 720 | 720 | 660 | 590 | 560 | 520 | 520 | 560 | 530 | 530 | 490 | 460 | 430
0.002 | 0.003 | 0.003 | 0.004 | 0.006 750 | 690 | 620 | 620 | 560 | 460 | 460 | 430 | 390 | 460 | 430 | 400 | 460 | 390 | 360
0.002 | 0.003 | 0.003 | 0.004 | 0.006 690 | 620 | 560 | 590 | 520 | 430 | 460 | 390 | 360 | 460 | 400 | 370 | 460 | 390 | 300
0.002 | 0.002 | 0.002 | 0.004 | 0.004 620 | 560 | 520 | 560 | 460 | 430 | 460 | 390 | 360 | 460 | 400 | 370 | 390 | 360 | 260
0.002 | 0.003 | 0.004 | 0.005 | 0.007 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 | 720 | 660 | 590 | 660 | 560 | 490 | 460 | 430 | 390 | 460 | 430 | 400 | 430 | 390 | 360
0.002 | 0.003 | 0.003 | 0.004 | 0.006 660 | 560 | 490 | 590 | 460 | 430 | 430 | 390 | 360 | 430 | 400 | 370 | 390 | 360 | 330
0.002 | 0.002 | 0.003 | 0.004 | 0.005 620 | 520 | 460 | 560 | 430 | 390 | 390 | 360 | 330 | 400 | 370 | 330 | 360 | 330 | 260
0.002 | 0.003 | 0.003 | 0.004 | 0.006 | 0.002 | 0.003 | 0.003 | 0.004 | 0.006 620 | 560 | 490 | 460 | 430 | 390 | 460 | 430 | 400 | 430 | 390 | 360
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005 490 | 430 | 390 | 390 | 360 | 330 | 400 | 370 | 330 | 360 | 330 | 300
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 720 | 660 | 590 | 590 | 560 | 490 | 600 | 560 | 500 | 520 | 490 | 390
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 490 | 430 | 360 | 430 | 360 | 330 | 430 | 370 | 330 | 360 | 330 | 250
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 390 | 330 | 260 | 330 | 260 | 230 | 330 | 270 | 230 | 260 | 230 | 200
0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 690 | 620 | 560 | 620 | 590 | 520 | 560 | 460 | 390 | 560 | 460 | 400 | 520 | 460 | 460
0.002 | 0.003 | 0.003 | 0.004 | 0.007 | 0.002 | 0.003 | 0.004 620 | 460 | 390 | 430 | 390 | 360 | 430 | 390 | 360 | 430 | 400 | 370 | 430 | 390 | 390
0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 720 | 660 | 590 | 660 | 620 | 560 | 590 | 520 | 430 | 600 | 530 | 430 | 520 | 460 | 390
0.002 | 0.003 | 0.004 | 0.005 | 0.007 590 | 490 | 430 | 490 | 430 | 360 | 490 | 430 | 360 | 500 | 430 | 370 | 430 | 390 | 330
0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 0.003 | 0.004 | 0.005 | 0.006 | 0.009 | 490 | 460 | 430 | 460 | 390 | 360 | 490 | 430 | 390 | 500 | 430 | 400 | 430 | 390 | 360
0.002 | 0.003 | 0.004 | 0.005 | 0.009 | 0.002 | 0.003 460 | 430 | 390 | 390 | 360 | 330 | 390 | 360 | 360 | 400 | 370 | 370 | 360 | 330 | 330
0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 0.003 | 0.004 | 0.004 | 0.006 | 0.008 | 590 | 490 | 430 | 490 | 430 | 360 | 490 | 430 | 360 | 500 | 430 | 370 | 430 | 390 | 330
1640 | 1640
0.003 | 0.004 | 0.004 | 0.005 | 0.007 | 0.003 | 0.004 | 0.004 | 0.005 | 0.007 1480 | 1480 | 1480 | 1480 | 1480 | 1480 1480 | 1310
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 980 | 980 | 980 | 990 | 990 | 990 1310 | 1310
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 820 | 820 | 820 | 820 | 820 | 820 980 | 980
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 660 | 660 | 660 | 660 | 660 | 660 660 | 660
0.003 | 0.004 | 0.005 | 0.006 | 0.007 | 0.003 | 0.004 | 0.005 | 0.006 | 0.007 980 | 980 | 980 | 990 | 990 | 990
980 | 850
0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 980 | 820 | 660 | 990 | 820 | 660 980 | 850
0.004 | 0.005 | 0.006 | 0.007 | 0.009 | 0.004 | 0.005 | 0.006 | 0.007 | 0.009 1150 | 980 | 820 | 1150 | 990 | 820 1310 | 1150
0.002 | 0.003 | 0.003 | 0.004 | 0.005 | 0.002 | 0.003 | 0.004 | 0.005 | 0.006 490 | 430 | 360 | 430 | 360 | 330 | 430 | 370 | 330
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005| 330 | 330 330 | 330 300 | 300 300 | 300 260 | 260 | 230 | 230 | 230
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 260 | 260 260 | 260 230 | 230 230 | 230 200 | 200 | 160 | 160 | 160
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005| 200 | 200 200 | 200 160 | 160 170 | 170 160 | 160 | 130 | 130 | 130
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 160 | 160 160 | 160 130 | 130 140 | 140 130 | 130 | 110 | 100 | 100
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 160 | 160 160 | 160 130 | 130 140 | 140 130 | 130 | 110 | 100 | 100
0.002 | 0.002 | 0.003 | 0.004 | 0.005 | 0.002 | 0.002 | 0.003 | 0.004 | 0.005 160 | 160 160 | 150 170 | 150
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 160 | 160 130 | 130 140 | 140
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 230 | 200
0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 0.002 | 0.002 | 0.002 | 0.004 | 0.004 | 230 | 200
0.002 | 0.002 | 0.002 | 0.004 | 0.004 230 | 200 | 160
0.002 | 0.002 | 0.002 | 0.004 | 0.004 200 | 160 | 160
0.002 | 0.002 | 0.002 | 0.004 | 0.004 200 | 160 | 160
0.006 | 0.007 | 0.008 | 0.010 | 0.012 | 0.006 | 0.007 | 0.008 | 0.010 | 0.012 1310 | 1310 | 1310 | 1310 | 1310 | 1310 | 1320 | 1320 | 1320 | 1310 | 1310 | 1310
0.002 | 0.002 | 0.007 | 0.008 | 0.010 | 0.005 | 0.006 | 0.007 | 0.008 | 0.010| 980 | 980 | 980 | 980 | 980 | 980 | 980 | 980 | 980 | 990 | 990 | 990 | 980 | 980 | 980
0.003 | 0.004 | 0.004 | 0.006 | 0.008 980 | 820 | 660 | 820 | 660 | 490 | 820 | 660 | 490 | 820 | 660 | 500 | 820 | 660 | 490
HC = Coated carbide
HW = Uncoated carbide
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Cutting data for B321.

:uﬁ o _ Indexable insert
= Wet machining (E = emulsion, O = oil) geometry
jx = Dry machining is possible (M = MQL, L = dr :
Th)(; cutting dgata Ewust be (selecteg from Waylzer GPS Sta;tol:ge‘;ﬂues
" L - ; . f [in/rev]
The classification of the machining groups can be found in the material group comparison table
@ £ « LCMX .. -B57
o " = [=%
3 £ |5 g
E} < e = .
@ g z =) E De [in]
% Overview of the main material groups E @ %_< 12 ﬁ ﬁ 039 | 0.476-
= and code letters 5 28 = 0.472 0.709
C<0.25% Annealed 125 62 P1 o0 0.002 0.002
C>0.25% to < 0.55% Annealed 190 93 P2 () 0.002 0.003
Nieeellyed] stz C>0.25% to < 0.55% Heat-treated 210 103 P3 ()
C>0.55% Annealed 190 93 P4 o0
C>0.55% Heat-treated 300 146 P5 ()
Free-machining steel (short-chipping) Annealed 220 109 P6 (X [
Annealed 175 86 P7 o0 0.002 0.003
P Low-alloy steel Heat-treated 285 139 P8 oo
Heat-treated 380 186 P9 o0
Heat-treated 430 215 P10 (1)
. Annealed 200 99 P11 (L)
ity sl el Hardened and tempered 300 146 P12 oo
high-alloy tool steel
Hardened and tempered 380 186 P13 (1)
Stainless steel Ferritic/martensitic, annealed 200 99 P14 o0
Martensitic, heat-treated 330 161 P15 o0
Austenitic, quench hardened 200 99 M1 (X} 0.002 0.002
M Stainless steel Austenitic, precipitation hardened (PH) 300 146 M2 o0 0.002 0.002
Austenitic/ferritic, duplex 230 113 M3 o0 0.002 0.002
Malleable cast iron Ferritic 200 58 K1 o0 ° 0.004 0.004
Pearlitic 260 102 K2 (1) ° 0.003 0.003
iy et Ty Low tensile strength 180 29 K3 o0 o 0.004 0.004
K High tensile strength/austenitic 245 51 K4 (1) [ 0.003 0.003
Cast iron with spheroidal graphite Ferrlt.lc. 1 %8 K9 X S 0.003 0.004
Pearlitic 265 102 K6 o0 0.002 0.003
GGV (CGI) 230 58 K7 o0 ° 0.004 0.004
Wrought aluminium alloys Nothardenable 0 — AT
Hardenable, hardened 100 49 N2 (X)
<12% Si, not hardenable 75 38 N3 [ 1)
Cast aluminium alloys <12% Si, hardenable, hardened 90 45 N4 (1)
N > 12% Si, not hardenable 130 65 N5 (1) [
Magnesium-based alloys 70 36 N6 (X)
Unalloyed, electrolytic copper 100 49 N7
Copper and copper alloys Brass, bronze, red brass 90 45 N8 (1)
(bronze/brass) Cu alloys, short-chipping 110 55 N9 oo °
High tensile, Ampco 300 146 N10 (1) [
Fo-based Annealed 200 99 S1 o0 0.002 0.002
Hardened 280 136 S2 (1)
Heat-resistant alloys Annealed 250 122 S3 (Y1)
Ni- or Co-based Hardened 350 171 S4 (1)
S Cast 320 157 S5 (X)
Pure titanium 200 99 S6
Titanium alloys a and B alloys, hardened 375 183 S7 (1) 0.002 0.002
B alloys 410 203 S8 o0 0.002 0.002
Tungsten alloys 300 146 S9 (X)
Molybdenum alloys 300 146 S10 [ X)
Hardened and tempered 50 HRC — H1 (1)
Hardened steel Hardened and tempered 55 HRC — H2 (1)
H Hardened and tempered 60 HRC — H3
Hardened cast iron Hardened and tempered 55 HRC — H4 (X
Thermoplastics Without abrasive fillers 01 (X [
Thermosets Without abrasive fillers 02 (L) °
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06 (Y] ° 0.003 0.004

ee® Recommended application (the specified cutting data is regarded as starting values for the recommended application)
® Possible application. Limited to 2 x D¢ drilling depth. MQL (minimum quantity lubrication) or compressed air is recommended.

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

Indexable insert geometry Cutting material grades
Starting values for feed Starting values for cutting speed
f [in/rev] ve [sfm]
LCMX .. -D57 LCMX .. -E57 HC
D lin] D fin] WKP25S WKP35S WSP45S WSP456 WXP40
flin/rev] flin/rev] flin/rev] f[in/rev] flin/rev]
0.394- 0.476— 0.394- 0.476-
0472 0.709 0472 0709 0.002 0.004 0.002 0.004 0.002 0.004 0.002 0.004 0.002 0.004
0.002 0.003 0.003 0.004 950 850 850 790 720 660 730 660 660 590
0.002 0.003 0.003 0.005 850 790 720 660 530 490 530 500 490 460
0.002 0.003 0.003 0.005 850 790 720 660 530 490 530 500 490 460
0.002 0.003 0.003 0.005 850 790 720 660 530 490 530 500 490 460
0.002 0.002 0.003 0.004 660 590 490 430 430 390 430 400 390 360
0.002 0.002 0.003 0.004 660 590 490 430 430 390 430 400 390 360
0.003 0.003 0.003 0.005 850 790 720 660 590 560 600 560 490 460
0.003 0.003 0.003 0.004 720 660 620 560 490 430 500 430 460 390
0.003 0.003 0.003 0.004 720 660 620 560 490 430 500 430 460 390
0.002 0.002 0.002 0.003 660 590 490 430 430 390 430 400 390 360
0.002 0.003 0.003 0.004 720 660 590 560 460 430 460 430 430 390
0.002 0.003 0.002 0.003 590 560 490 460 430 390 430 400 390 360
0.002 0.003 0.003 0.004 560 530 460 430 390 360 400 370 360 330
0.002 0.003 0.003 0.004 590 560 460 430 460 430 430 390
0.002 0.003 0.003 0.004 560 530 460 430 390 360 400 370 360 330
0.002 0.003 720 660 590 530 600 530 530 490
0.002 0.003 490 430 430 360 430 370 360 330
0.002 0.003 390 330 330 260 330 270 260 230
0.004 0.005 0.004 0.006 790 720 720 660 560 490 560 500 530 460
0.003 0.004 0.003 0.005 590 560 590 490 460 430 460 430 430 390
0.004 0.005 0.004 0.006 790 720 720 660 560 490 560 500 530 460
0.003 0.004 0.003 0.005 590 560 590 490 460 430 460 430 430 390
0.003 0.004 0.004 0.005 560 490 490 460 460 430 460 430 430 390
0.003 0.003 0.003 0.004 460 430 460 430 390 360 400 370 360 330
0.004 0.005 0.004 0.006 590 560 590 490 460 430 430 390
0.003 0.004 1480 1480 1480 1480
0.003 0.004 980 980 990 990
0.003 0.004 820 820 820 820
0.003 0.004 660 660 660 660
0.003 0.004 980 980 980 980
0.003 0.004 0.003 0.004
0.003 0.004 0.003 0.004
0.002 0.003
0.002 0.002 0.002 0.002 330 330 260 260
0.002 0.002 0.002 0.002 260 260 200 200
0.002 0.002 0.002 0.002 200 200 160 160
0.002 0.002 0.002 0.002 160 160 130 130
0.002 0.002 0.002 0.002 160 160 130 130
0.002 0.002 160 130 170 140
0.002 0.002 160 160 130 130 130 130
0.002 0.002 230 200
0.002 0.002 230 200
0.002 0.002 230 200
0.002 0.002 200 160
0.002 0.002 200 160
0.005 0.006 0.005 0.006 1310 1310 1310 1310 1320 1320 1310 1310
0.004 0.005 0.004 0.005 980 980 980 980 980 980 980 980 980 980
0.002 0.003 0.002 0.003 980 820 820 660 820 660 820 660 820 660

HC = Coated carbide
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Cutting tool material application charts - drilling and boring

Grades for drilling from solid

Material group Range of applications
P M| K|N| S| H| o] o1 10 20 30 40 5
= 05 15 | 25 | 35 | 45 - E= -
_ = @ 8 5
g S22 3 g £ £
j o |28 5 5 8 ©
Walter 88| 32|85 £ |, - s
grade Standard 2| 5| 8| B85 2|2 E g 5 5
designation designation h|lh | S| =z |28 £ |8 S S =
HC-P 25 ' — :‘:{ »
WKP25S cvp | NCN * Al2Ds
HC - K 25 ' (+TiCN)
HC-P 35 oo L )
WKP35S ‘ cvp | NCN + Al2Ds
HC - K 35 ' (+TiCN)
HC - P 45 o0 T
T .
WSP45S | HC - M 45 oo PVD TlAII(4+;|/?I203
HC - S 45 o0
HC - P 45 o0
HC - M 45 ' .
TIAIN + Al03
WSP45 PVD
HC - S 45 ' (+ZrN)
HC - N 30 °
HC - P 45 ) —
HC - M 45 o0 .
WSP456 pvp | AN 23'203
HC - S45 ' (+ZrN)
HC - N 30 ° e
[ |
HC - P 40 ') L
HC-M30 (X} /\K(
WXP40 — PVD TiCN
HC - K 40 oo L ]
:
HC-530 °
|
HC-P 30 oo L1 |
:
HC - M 30 ° ‘
WXP30 HC-K30 oo ﬁ/\\ PVD | TIAIN / TiSIN I
HC - N 30 °
HC -5 30 °
HC - P 45 ) —
WPP45C L1 pvD | TiAN/TiA
HC - K 45 °
[ ]
HC - P45 ° TiAIN /
WKK45C [ PVD | TISIAICN /
HC - K 45 'Y TiSiN
\
HC-P35 ' —
T 1
WMP35 HC - M 35 ' PVD TIAIN
I |
HC-S35 (Y}
\
HC - N 25 o0 |
WNN25 PVD | ta-C(DLC)
HC-025 °
T

HC = Coated carbide
HW = Uncoated carbide

@@ Primary application
® Additional application
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Tapping

Product range overview of HSS-E taps

o
Machining I%'
Thread depth 3.5 x Dy 3 x Dy

Designation TC216 Perform TC115 Perform
Dimension range UNF 6-40- UNF 6-40-

g UNF 1/2-20 UNF 1/2-20
Tolerance 2B 2B
Coolant supply External External
Chamfer form B C
Coating/grade WYB0AA WYB0AA
Version length M M
Page 130

129
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HSS-E machine taps
TC216 Perform | mm |

S BOAAAMAANN YA

< B=3,5-5| | 32HRC
- For long-chipping materials e 1000
g-chipping 3xDN W -350
N/mm?
UNF =1
2B l ﬁ’ P M K N S H o0
ASME Bl.1 = WYB0AA oo o0 oo oo
h P
DIN 371 Dy ho L. Is 4 O k e
Designation Dn-P mm mm mm mm mm mm mm N =
P TC216-UNF6-C0- UNF 6-40 3.505 56 11 20 4 3 6 3 =
M TC216-UNF10-C0- UNF 10-32 £4.826 70 13 25 6 4.9 8 3 =
¥ [\] y TC216-UNF1/4-C0- UNF 1/4-28 6.35 80 15 30 7 5.5 8 3 E3
Dn I =1 TC216-UNF5/16-C0- UNF 5/16-24 | 7.938 90 18 35 8 6.2 9 3 =
kLCa‘ g~ TC216-UNF3/8-C0- UNF 3/8-24 | 9.525 100 20 39 10 8 11 3 £33
<7|3
i}
Ordering example for the WY80AA grade: TC216-UNF6-C0-WY80AA
| g
1
DIN 376 Dy ho L Is 4 O Iy e
Designation Dn-P mm mm mm mm mm mm mm N =
P TC216-UNF7/16-L0- UNF 7/16-20 | 11.113 | 100 20 76 8 6.2 9 3 =
@ TC216-UNF1/2-L0- UNF 1/2-20 12.7 100 21 73 9 7 10 4 =
1 T4
DN1 ——— Hd1
f—— Ik
fe—Lc— lo[~

I3

h

Ordering example for the WY80AA grade: TC216-UNF7/16-L0-WY80AA

[ X ]
st tool for prmary
" application
o & B |7,
4 ther
Good Average Poo apg“cat_m“
machining conditions

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

HSS-E machine taps
TC115 Perform | mm |

<
- For long-chipping materials e
g-chipping I 3xDN
U N F 2B P M K N 5 H 0
ASME B1.1 WYB0AA o0 o0 o0 o
d Z
DIN 371 Dy I L. Is ho O ke e
Designation Dn-P mm mm mm mm mm mm mm N =
P TC115-UNF6-CO0- UNF 6-40 3.505 56 6.5 20 4 3 6 3 s
{i\g TC115-UNF10-C0- UNF 10-32 4.826 70 8 25 6 4.9 8 3 s
N E\] { TC115-UNF1/4-CO- UNF 1/4-28 6.35 80 10 30 7 55 8 3 s
Dn —— } =)-di TC115-UNF5/16-C0- UNF 5/16-24 | 7.938 90 12 35 8 6.2 9 3 s
LA |, [b Tc115-unFase-co- UNF3/8-24 | 9525 | 100 | 15 39 10 8 11 RS
C
fe—I3——
Ih
Ordering example for the WYB0AA grade: TC115-UNF6-C0-WY80AA
4 b
DIN 376 Dy h L k h9 O Iy e
Designation Dn-P mm mm mm mm mm mm mm N =
P TC115-UNF7/16-L0- UNF 7/16-20 | 11.113 | 100 15 76 8 6.2 9 3 s
@5 TC115-UNF1/2-L0- UNF 1/2-20 127 100 13 73 9 7 10 s
m]
[ 4
Dn > — ———Fd
f
- L~ —|lg|=~
I3
h
Ordering example for the WYB0AA grade: TC115-UNF7/16-L0-WY80AA
[ X ]
st tool for Primary
Be applicatlon
& B\,
Poor Other
Good Average application
machining conditions e

DS B/« New addition to the product range
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Product range overview of HSS-E-PM thread formers

M - Metric thread

Machining

LU

LL

LU

LL

Thread depth 3 x Dy 3.5x Dy 3.5x Dy 3.5x Dy
Designation TC430 Supreme TC420 Supreme TC430 Supreme TC430 Supreme
Dimension range M3-M10 M 5-M 24 M 5-M 16 M 5-M 16
Tolerance 6HX 6HX / 66X 6HX 6HX
Coolant supply External Axial/radial Radial Axial
Chamfer form C E/C C C
Coating/grade WWG6OEL WWG0AD / WW60BA | WW6E0AD / WW6EOEL | WWGE0AD / WWGOEL
Cutting tool material HSS-E-PM HSS-E-PM HSS-E-PM HSS-E-PM
Page 136 133 136 137

MF — Metric fine-pitch thread

Machining

@

Ll

Thread depth 3.5x Dy 3.5x Dy
Designation TC430 Supreme TC430 Supreme
Dimension range MF 8x1- MF 8x1-

fMension rang MF 16x1.5 MF 16x1.5
Tolerance 6HX 6HX
Coolant supply Radial Axial
Chamfer form C C
Coating/grade WWB60AD / WWE0EL | WWE0AD / WWE0EL
Cutting tool material HSS-E-PM HSS-E-PM
Page 139 139
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Designation key
for HSS-E(-PM) and solid carbide thread formers

Example:
[ C420- MI10 -C1-WWG0AD
1 2 3 4 5 6 7 8 Grade
1 2 3 4
Tool group Generation Tool type Tool type
T Threading 4 Thread former 10 Universal, Advance 30 ISOP, Supreme
20 Universal, Supreme 70 IS0 P, Supreme
5 6 7 8
1. Delimiters Thread dimensions Tolerance/shank type Modification
= Metric C  6HX.2BX Reinforced shank g Exteral coolant D Chamfer form D
DIN/ANSI without lubrication grooves
E 66X Reinforced shank Axial internal coolant,
1 without lubrication grooves E  Chamfer form E
F 76X Reinforced shank Chamfer form E, axial
2 Radial internal coolant F internal coolant without
L 6HX 2BX Reduced shank lubrication grooves
Axial internal coolant,
N 66X Reduced shank 5 with lubrication grooves L Left-hand thread
External coolant
P 76X Reduced shank 6 ith lubrication grooves H  Extended shank XL
Grade designation key
for solid carbide and HSS-E(-PM) cutting tool materials
Example:
1 2 3
W W 6 U AD Substrate Range of applications Coating
Wear
resistance AD TN
Walter 1 2 3 05 .
10 BA TicN
15
20 EL ACRN
G VHM 25
30
35
40
45
50
55
60
65
W  HSS-E-PM 70
75
80
85
Y HSS-E 90
95
Toughness
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HSS-E-PM machine thread formers 1111 —————

TC420 Supreme [ mm |

< E=1,5-2 36HRC
3,5xDN w 12

- For long-chipping materials

M /= P M K N S H 0
—
6HX = WW60AD oo oo oo o
DIN 13 — WW60BA ee oo e o
(=) <
DIN 2174 a g B
P h L I3 h9 L] Iy s £
Designation Dn mm mm mm mm mm mm mm N = =
—~|P TC420-M5-CF- M5 0.8 70 8 25 6 49 8 5 o=
&g TC420-M6-CF- M6 1 80 10 30 6 49 8 5 o=
f T | TC420-M8-CF- M8 1.25 90 12 35 8 6.2 9 5 K
Dy } ==3-d1 TC420-M10-CF- M 10 15 100 15 39 10 8 11 6 RS
f .l f
-~ Lc— lg (=~
[ 13—
\ I
Ordering example for the WW60AD grade: TC420-M5-CF-WW60AD
(=) <
DIN 2174 a g g
P h Lc 1 h9 L] g s £
Designation Dn mm mm mm mm mm mm mm N = =
TC420-M12-LF- M12 175 110 16 83 9 7 10 =
TC420-M16-LF- M 16 2 110 20 68 12 9 12 6 =

T

2

[

Ordering example for the WW60AD grade: TC420-M12-LF-WWG60AD

[ X J
st tool for prmary
- application
o & 8|
r ther
Good Average Poo apg“cat.mn
machining conditions

@S B/« New addition to the product range
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Thread forming

HSS-E-PM machine thread formers
TC420 Supreme [ mm |

< E=15-2 36HRC
. _ 3,5xDN| || n W 1500
- For long-chipping materials N/mm?
M P M K N S H 0
6GX WW6E0AD oo oo e o
DIN 13 WWG60BA oo oo e o
(=]
DIN 2174 & : g
P h L I3 h9 L] Ig g =
Designation Dy mm mm mm mm mm mm mm N = =
P TC420-M5-EF- M5 0.8 70 8 25 6 4.9 8 5 ==
@ TC420-M6-EF- M6 1 80 10 30 6 4.9 8 5 ==
{ Cf { TC420-M8-EF- M8 1.25 90 12 35 8 6.2 9 5 o | ®N
DN : d1 TC420-M10-EF- M 10 15 100 15 39 10 8 11 6 R
f
~—Lc -~ lg [~
— I3—|
\ h
Ordering example for the WW60AD grade: TC420-M5-EF-WW60AD
[=) <
DIN 2174 & g 8
P h L 1 h9 L] ly s £
Designation Dn mm mm mm mm mm mm mm N = =
TC420-M12-NF- M12 175 110 16 83 9 7 10 6 =
TC420-M16-NF- M 16 2 110 20 68 12 9 12 6 =

tm

o
=

T

Ordering example for the WW60AD grade: TC420-M12-NF-WW60AD

(1]

est tool for primary

B app\icatlon

& B |7,

poor Other

Average et
™ lica
” machining conditions app
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HSS-E-PM machine thread formers
TC420 Supreme [ mm |

- For long-chipping materials N/mm?
M P M K N S H 0
6HX WWG60AD e® o0 © o0 o
DIN13 WWG60BA e 60 o o0 o
o <
d; s 3
DIN 2174 P h L I3 h9 L] Iy R
Designation Dn mm mm mm mm mm mm mm N = =
TC420-M5-C2- M5 0.8 70 8 25 6 49 8 5 o=
TC420-M6-C2- M6 1 80 10 30 6 49 8 5 o=
[\] { TC420-M8-C2- M8 1.25 90 12 35 8 6.2 9 5 R
= di TC420-M10-C2- M 10 15 100 15 39 10 8 11 6 RES
1.0
Ordering example for the WW60AD grade: TC420-M5-C2-WW60AD
0 -
DIN 2174 P h L I3 h9 [] Iy s £
Designation Dn mm mm mm mm mm mm mm N = =
TC420-M12-L.2- M 12 1.75 110 16 83 9 7 10 6 o=
TC420-M14-L2- M 14 2 110 20 81 11 9 12 6 o=
TC420-M16-L2- M 16 2 110 20 68 12 9 12 6 o=
TC420-M20-L2- M 20 25 140 25 95 16 12 15 7 o=
TC420-M24-1.2- M 24 3 160 30 113 18 145 17 8 o=

Ordering example for the WWG60AD grade: TC420-M12-L2-WWG60AD

@S B/« New addition to the product range
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HSS-E-PM machine thread formers [ — —— . —

TC430 Supreme [ mm |

- For long-chipping materials < C=2-3 36HRC
- 1SO-M with oil only . 1200
3xDN W i ~200

N/mm?

M 6HX

o
<
=
z
(V)]
EE
o

DIN 13 WWG6OEL e o [ J o
-
d ]
DIN 2174 P I L I3 h9 L] Iy S
Designation Dn mm mm mm mm mm mm mm N =
P TC430-M3-C0- M3 0.5 56 6 18 35 2.7 6 4 s
M TC430-M4-CO- M4 0.7 63 7 21 4.5 3.4 6 5 s
N E\] y TC430-M5-C0- M5 0.8 70 8 25 6 49 8 5 =
D =} 1 TC430-M6-CO- M6 1 80 10 30 6 4.9 8 5 s
TkLca 1 J TC430-M8-C0- M8 1.25 90 12 35 8 6.2 9 6 s
f—I3——=| TC430-M10-CO- M 10 15 100 15 39 10 8 11 7 s

h

Ordering example for the WW60EL grade: TC430-M3-C0-WW60EL

(1]

est tool for primary

] application

o B\,

Poor Other

Average her
™ lica
” machining conditions app
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HSS-E-PM machine thread formers [ ———
TC430 Supreme [ mm | ".'l ,

< C=2-3 36HRC
- For long-chipping materials 3,5xDN M 1533

- 1SO-M with oil only

M /= P M K N S H 0
=
6HX é WWB60EL [ X J [ [ J [}
DIN13 — WW60AD ee o o o
a0
DIN 2174 4 g &
P h L I3 h9 L] Iy s £
Designation Dn mm mm mm mm mm mm mm N = =
—-|P TC430-M5-C1- M5 0.8 70 8 25 6 49 8 5 @
ﬁi\g TC430-M6-C1- M6 1 80 10 30 6 49 8 5 @
i T | TC430-M8-Cl- M8 125 | 90 12 35 8 6.2 9 6 | % | &%
Dy } ==3-d1 TC430-M10-C1- M 10 15 100 15 39 10 8 11 7 R
f .1 f
<7LC4— |g |——
e 3—
\ I
Ordering example for the WW60AD grade: TC430-M8-C1-WW60AD
o
DIN 2174 & g §
P h Lc 1 h9 L] g s £
Designation Dn mm mm mm mm mm mm mm N = =
TC430-M12-L1- M 12 1.75 110 16 83 9 7 10 a a
TC430-M16-L1- M 16 2 110 20 68 12 9 12 8 a a

T

2

[

Ordering example for the WW60AD grade: TC430-M12-L1-WW60AD

@S B/« New addition to the product range
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HSS-E-PM machine thread formers e kit
TC430 Supreme [ mm |

< C=2-3 36HRC
- For long-chipping materials 3,5xDN| | 4 3%33
- 1SO-M with oil only

N/mm?
M P M K N S H 0
6HX WWGOEL e o o o
DIN13 WWG60AD oo o [ ] [

oo
DIN 2174 & g g
P h L I3 h9 L] Ig g =
Designation Dy mm mm mm mm mm mm mm N = =

TC430-M5-C2- M5 0.8 70 8 25 6 49 8 5 8

TC430-M6-C2- M6 1 80 10 30 6 49 8 5 8
D, TC430-M8-C2- M8 125 | 90 12 35 8 6.2 9 6 | % | &8
=41 TC430-M10-C2- M 10 15 | 100 15 39 10 8 11 A RE

f
| Ig [~
Ordering example for the WW60AD grade: TC430-M8-C2-WWG60AD

oo
DIN 2174 & g g
B4 P h L I3 hg O g g g
Designation Dn mm mm mm mm mm mm mm N = =
TC430-M12-L2- M 12 1.75 110 16 83 9 7 10 8 a 3
TC430-M16-L2- M 16 2 110 20 68 12 9 12 8 a 3

Ordering example for the WW60AD grade: TC430-M12-L2-WWG60AD

o0
Best tool for prmary
application
o & 8|7,
Other
Good Average Poor appucation
machining conditions

DS B/« New addition to the product range
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HSS-E-PM machine thread formers
TC430 Supreme [ mm |

< C=2-3 36HRC
- For long-chipping materials 3,5xDN M 1533
- 1SO-M with oil only

MF @ P M K N S H 0
6HX = WW60EL e o o o
DIN13 — WW60AD e o o o

4 g 2

DIN 2174 P h L I3 h9 L] Iy R

Designation Dn mm mm mm mm mm mm mm N = =

TC430-M8X1-L1- MF 8x1 1 90 12 67 6 49 8 6 o=

TC430-M10X1-L1- MF 10x1 1 90 12 67 7 55 8 7 o=

L TC430-M10X1.25-L1- MF10x1.25| 125 | 100 15 77 7 5.5 8 7 o8

d1 TC430-M12X1-L1- MF 12x1 1 100 13 73 9 7 10 8 o=

lgl TC430-M12X1.25-L1- MF 12x1.25 | 1.25 100 13 73 9 7 10 8 o ®N

TC430-M12X1.5-L1- MF 12x1.5 15 100 13 73 9 7 10 8 o=

TC430-M14X1.5-L1- MF 14x1.5 15 100 15 71 11 9 12 8 o ®N

TC430-M16X1.5-L1- MF 16x1.5 15 100 15 58 12 9 12 8 o ®N

Ordering example for the WWG0AD grade: TC430-M8X1-L1-WWG60AD

HSS-E-PM machine thread formers
TC430 Supreme [ mm |

< c=2-3 36HRC
- For long-chipping materials 3,5xDN M Eggg
— 1S0-M with oil only
M F P M K N S H 0
6HX

WWE0EL oo o [} [}
DIN 13 WW60AD e o o o
4 g 2
DIN 2174 P I L I3 h9 U] lo s 2
Designation Dn mm mm mm mm mm mm mm N = =
TC430-M8X1-L2- MF 8x1 1 90 12 67 6 49 8 6 a a
TC430-M10X1-L2- MF 10x1 1 90 12 67 7 55 8 7 a a
TC430-M10X1.25-L2- MF 10x1.25 | 1.25 100 15 77 7 55 8 7 a a
TC430-M12X1-L2- MF 12x1 1 100 13 73 9 7 10 8 a a
TC430-M12X1.25-L2- MF 12x1.25 | 1.25 100 13 73 9 7 10 8 a a
TC430-M12X1.5-L2- MF 12x1.5 15 100 13 73 9 7 10 8 8 a
TC430-M14X1.5-L2- MF 14x1.5 15 100 15 71 11 9 12 8 a a
TC430-M16X1.5-L2- MF 16x1.5 15 100 15 58 12 9 12 8 a a

Ordering example for the WW60AD grade: TC430-M8X1-L2-WWG60AD
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Product range overview of thread milling cutters

Machining Universal
-
IE|
Thread depth 1.5xDy 2.0xDy 2.5xDy 3.0xDy
Designation T2710 T2711 T2712 12713
Description Multi-row Multi-row Multi-row Single-row Single-row
thread milling cutter with | thread milling cutter with | thread milling cutter with | thread milling cutter with | thread milling cutter with
indexable inserts indexable inserts indexable inserts indexable inserts indexable inserts
Coolant supply Axial/radial Axial/radial Axial/radial Axial/radial Axial/radial
Coating/grade WSM37S WSM37S WSM37S WSM37S WSM37S
DIN 1835B /
Shank DIN 1835 B DIN 1835 B DIN 1835 B DIN 1835 B Walter Capto™
M/ MF | 142 M/ MF 1146 M/ MF 150 | M/MF | 154 M/ MF 1156

Thread type | Page UNC/UNF/UN 1144 |UNC/UNF/UN 1148 |UNC/UNF/UN 1152 |UNC/UNF/UN 1154 |UNC/UNF/UN |156
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Designation key for indexable insert thread milling cutters

Tool:
1 2 3 4 5 6 7 8 9 10 11 12
1 2 3 4 5 6
Tool group Generation Tool type Tool type 1. Delimiters (;utting
diameter
. Indexable insert Uni | with tri lar insert 1.5xD; —  Metri
T Threading 7 thread millng cutter 10 niversal with triangular inser x Dy etric
11 Universal with triangular insert ~ 2.0xDy + Inch
1 2 Universal with triangular insert 25xDy
13 Universal with triangular insert 3.0xDy/
modular
7 8 9 10 11 12
Boring bar/ Boring ha_rl Number of teeth Insert size Nur_nber of Cutting row spacing
adaptor type adaptor size cutting rows
W Weldon shank
C Walter Capto™
Indexable insert:
1 2 3 4 5 6 Walter| 7 8 9
1 2 3 4 5
Family Insert size Insert radius/thread specification Chip breaker groove Cutting edge
Triangular positive
P26300 4, cad milling cutter insert 06 01=01mm
?‘i‘ 02=02mm D 6
- =10°
Triangular positive 14 04=04mm
P26310 thread milling cutter insert, 22 611 =6 thread, 11 TPI
for single-row tools

6 7 8 9
Flank face design Application IS0 range of applications Generation
Wear Cutting tool . )
]_ E?E&i;lsyeglith resistance materials for: S Tiger-tec® Silver
SM ISOP,M,K/N, S

and H materials 7 thread milling

_J
=

37

Toughness
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Indexable insert thread milling cutter

T2710 [ mm |

— Universal indexable insert thread milling cutter
- Radius correction values: Walter GPS/Technical information =
15xD % | § % T
M-MF P M K N S H DO
DIN 13 T2710 o0 06060 060 o o0 o [ J
No. of
Tool Prmax Dc 121 I3 (i} dp indexable
Designation Dn mm mm mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2710-17-W16-3-06-2-15 M 20 2.50 16.5 15 33 88 16 3 6 P26300-06 ..
, n
3
|
o B3 G fl fi= 1
. N— Sy
Shank DIN 1835 B * T2710-19-W20-3-06-3-12 M 24 3.00 19 12 39.1 98 20 3 9 P26300-06 ..
: n * T2710-24-W25-3-09-3-14 M 30 3.50 24 14 49.5 117 25 3 9 P26300-09
l B * T2710-29-W32-3-09-3-16 M 36 4.00 29 16 58.5 131 32 3 9 ;
=121 =]
T FATAAT —— ;1 * T2710-35-W32-3-11-3-18 M 42 4.50 35 18 68.5 139 32 3 9 P26300-11 ..
1 P 1 ETEH ) % 12710-40-W40-3-14-3-20 M48 | 500 | 40 20 79 163 | 40 3 9
* T2710-44-W40-3-14-3-22 M 56 5.50 44 22 91 174 40 3 9 P26300-14 ..
* T2710-52-W40-4-14-3-24 M 64 6.00 52 24 103 185 40 4 12
Variable coolant supply: Remove the face-side coolant screw for blind hole machining
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
D¢ [mm] 16,5-19 24-29 35 40-52
Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx SIP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm
Accessories
D¢ [mm] 16,5-19 24-35 40-52
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-1.2 Nm 0.4-1.2Nm 1.5-5.0 Nm
I\ Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@z— Screwdriver FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx 9IP)

DS B/« New addition to the product range
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Thread milling cutter inserts P26300

— |ILUIZILTEH

P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
-4
L2 lnnnn n unn
25 8B n 65 ®
o _ r | PitchP | PitchP | | | EE\ZF|B|3|3 3 D
Designation Size | mm mm TPI mm | Z0 |33 333 =
N . P26300-0601-D67 6 0.1 | 1.40-2.90 18-9 673 | 3 BSOS S SDS
AN P26300-0602-D67 6 02 | 3.00-3.20 8 658 | 3 | DS DS S
\Q/ P26300-0901-D67 9 0.1 | 1.40-2.90 18-9 948 | 3 OHDDSSS
P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93 | 3 HDHSSS
P26300-1102-D67 11 | 02 | 3.00-4.50 8-6 1071 3 &S SHSSS
P26300-1401-D67 14 | 01 | 1.40-2.90 18-9 1387 3 OB SHSSS
P26300-1402-D67 14 | 02 | 3.00-5.20 8-5 1372 3 | S SSDS S
P26300-1404-D67 14 | 04 | 550-6.40 45-4 |1343] 3 | DG S S S
60 r P26300-0601-D61 6 0.1 | 1.40-2.90 18-9 673 | 3 |¥8|¥8|88 %8 M %
PN P26300-0602-D61 6 0.2 | 3.00-3.20 8 658 | 3 |B|E8I08 %8 8
\Q/ P26300-0901-D61 9 01 | 1.40-2.90 18-9 948 | 3 |9R|98|%8 (%8 8|8
P26300-0902-D61 9 02 | 3.00-430 8-6 934 | 3 (989898 8 W N
P26300-1101-D61 11 | 01 | 1.40-2.90 18-9 1085 3 |$8|98|88 88 58 %%
P26300-1102-D61 11 | 02 | 3.00-4.50 8-6 1071 3 (98|88 |88 58 &8 %%
P26300-1401-D61 14 | 01 | 1.40-2.90 18-9 1387 3 |38|98|88 8 (%
P26300-1402-D61 14 | 02 | 3.00-5.20 8-5 1372 3 |98(38(88 58 &8 |8
P26300-1404-D61 14 | 04 | 550-6.40 45-4 [1343] 3 |98|98|88 88 58 (%8
HC = Coated carbide
Tool selection
Metric thread Coarse-pitch thread Fine-pitch thread
P [mm]
I3 M20/ | M24/ | M30/ | M36/ | M&2/ | M48/ | M56/ | M64/ | Dn
Body designation [mm] | M22 | M27 M33 M39 | M45 | M52 | M59 | Me8 |[mm]| 15 2 2.5 3 35 4 4.5 5 55 6
T2710-17-W16-3-06-2-15 | 330 | 0601 >20 | 0601 0601
T2710-19-W20-3-06-3-12 | 391 0602 > 24 | 0601 | 0601 0602
T2710-24-W25-3-09-3-14 | 495 0902 >30 0901 0902
T2710-29-W32-3-09-3-16 | 585 0902 >36 0901 0902
T2710-35-W32-3-11-3-18 68.5 1102 >42 | 1101 | 1101 1102 1102
T2710-40-W40-3-14-3-20 79.0 1402 > 48 1401 | 1401 1402 1402
T2710-44-W40-3-14-3-22 91.0 1404 > 56 1401 1404
T2710-52-W40-4-14-3-24 103.0 1404 | >64 | 1401 | 1401 1402 1402 1404

Example: With the T2710-35-W32-3-11-3-18 body and the size 11 indexable insert with 0.2 mm radius (1102 -> P26300-1102..), an M42 or M45 thread can be produced. Ad-
ditionally, this body/indexable insert combination can be used to produce fine-pitch threads with a pitch of 3 and 4.5 mm, when the nominal diameter is > 42 mm.

Thread milling cutters
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Indexable insert thread milling cutter " &
T2710 [ _mm |

— Universal indexable insert thread milling cutter
- Radius correction values: Walter GPS/Technical information <
154D % | § % g
UN P M K N S H 0
ASME B1.1 T2710 o0 060 00 o o0 o [ ]
No. of
Tool Pmax  Dc I21 I3 Iy d; indexable
Designation Dn TPI mm mm mm mm mm z inserts Type
Shank DIN 1835 B * T2710-18-W16-3-06-2-11.3 UNC 7/8-9 9 18 113 | 365 92 16 3 6 P26300-06 ..
| n
i3
|
o S 1 L ¥
I o/ N N— Sy
Shank DIN 1835 B * T2710-20-W20-3-06-3-12.7 UNC1-8 8 20 127 | 411 100 20 3 9 P26300-06 ..
| n * T2710-26-W25-3-09-3-12.7 UN 1.1/4-8 8 26 127 | 522 119 25 3 9
l s * T2710-31-W32-3-09-3-19.1 UN1.1/2-8 8 31 19.05 | 637 135 32 3 9 P26300-09 ..
=121 =]
[ arrar —— :1 * T2710-43-W40-4-09-3-25.4 UN 2-6 6 43 254 | 807 160 40 4 12
1 Shmamn [ UV

Variable coolant supply: Remove the face-side coolant screw for blind hole machining
Bodies and assembly parts are included in the scope of delivery.

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

— |ILUIZILTEH

D¢ [mm] 18-20 26-43
Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP)
Tightening torque 0.6 Nm 0.9 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP)
Tightening torque 0.6 Nm 0.9 Nm
Accessories
D¢ [mm] 18-20 26-43
@] Torque screwdriver, analogue FS2001 FS2001
Tightening torque 0.4-1.2Nm 0.4-1.2Nm
—— -y FS2085 (Torx 6IP) FS2011 (Torx 7IP)

S

Interchangeable blade

Screwdriver

FS2086 (Torx 6IP)

FS2088 (Torx 7IP)

Thread milling cutter inserts P26300

P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
-
Colnnunlunwvn nwn
o O ||y ||y
oE|IR R Q000
r | Pitchp | PitchP | | | EZ|Z|ZIEIE B S G
Designation Size | mm mm TPI mm |23 |22 2|22
N . P26300-0601-D67 6 0.1 | 1.40-2.90 18-9 673 | 3 BSOS S SDS
AN P26300-0602-D67 6 02 | 3.00-3.20 8 658 | 3 | DS DS S
\Q/ P26300-0901-D67 9 0.1 | 1.40-2.90 18-9 948 | 3 OHDDHSSS
P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93 | 3 HDHSSS
60 . P26300-0601-D61 6 01 | 1.40-2.90 18-9 673 | 3 (8|88 |88 %8 %8 8
N P26300-0602-D61 6 0.2 | 3.00-3.20 8 658 | 3 |R(ERIN8 %8 %8 S8
\Q/ P26300-0901-D61 9 01 | 1.40-2.90 18-9 948 | 3 (9838|8888 (%
P26300-0902-D61 9 0.2 | 3.00-4.30 8-6 934 | 3 |98 8|88 BN
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
TPI
Body designation I3 [mm] 7_/98 1-8 1_11/28 1_11/21' 1_3;/28 1_11/22 Dy 18* 16 14 12 8 6
T2710-18-W16-3-06-2-11.3 365 0601 >087" | 0601
T2710-20-W20-3-06-3-12.7 411 0602 | 0601 0601 | 0601 0601 | >1.00"| 0601 0601 0601 0601 0602
T2710-26-W25-3-09-3-12.7 522 0601 | 0601 0601 | >1.25"| 0901 0901 0901 0901 0902
T2710-31-W32-3-09-3-19.1 63.7 0601 >1.50" 0901 0901 0902
T2710-43-W40-4-09-3-25.4 80.7 >2.00" 0901 0901 0901 0901 0902 0902
Example: With the T2710-20-W20-3-06-3-12.7 body and the size 06 indexable insert with 0.2 mm radius (0602 -> P26300-0602..), * = UNEF
a UNC 1" thread can be produced. Additionally, this body/indexable insert combination can be used to produce UN threads with 8 TPI,
when their nominal diameter is > 1".
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Indexable insert thread milling cutter

T2711[ mm |

— Universal indexable insert thread milling cutter
- Radius correction values: Walter GPS/Technical information =
22D % | § % T
M-MF P M K N S H DO
DIN 13 T2711 o0 06060 060 o o0 o [ J
No. of
Tool Prmax Dc 121 I3 (i} dp indexable
Designation Dn mm mm mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2711-17-W16-3-06-2-20 M 20 2.50 16.5 20 43 98 16 3 6 P26300-06
, I T2711-19-W20-3-06-2-24 M 24 3.00 19 24 51 110 20 3 6 ;
3 T2711-24-W25-3-09-2-31.5 M 30 3.50 24 315 64.5 132 25 3 6 P26300-09 ..
|
L ’[ — ¥ T2711-52-W40-4-14-2-60 M 64 6.00 52 60 135 217 40 4 8 P26300-14 ..
N - N N e
1t
Shank DIN 1835 B T2711-29-W32-3-09-3-24 M 36 4.00 29 24 76.5 149 32 3 9 P26300-09 ..
: 1 T2711-35-W32-3-11-3-27 M 42 4.50 35 27 89.5 160 32 3 9 P26300-11 ..
B T2711-40-W40-3-14-3-30 M 48 5.00 40 30 103 187 40 3 9
4\21.1 P26300-14 ..
[ arrar —— ;1 T2711-44-W40-3-14-3-33 M 56 5.50 44 33 119 202 40 3 9
L Smpmpn [ T
Variable coolant supply: Remove the face-side coolant screw for blind hole machining
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
D¢ [mm] 16.5-19 24-29 35 40-52
Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx SIP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm
Accessories
D¢ [mm] 16.5-19 24-35 40-52
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-1.2 Nm 0.4-1.2Nm 1.5-5.0 Nm
(- Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@3 Screwdriver FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx SIP)
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Thread milling cutter inserts P26300

— |ILUIZILTEH

P|M S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
-
o lnlnunun v nwn
. . 223333333
Designation Size mrm Plrt:r: P Plg'(l:"; i mlm Z § g £ g g g £ g
N . P26300-0601-D67 6 01 | 1.40-2.90 18-9 673 | 3 | DS DS S
PN P26300-0602-D67 6 0.2 | 3.00-3.20 8 658 | 3 &S SSSS
\Q/ P26300-0901-D67 9 01 | 1.40-2.90 18-9 948 | 3 OODSDS
P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93| 3 OHDDHSSS
P26300-1102-D67 11 | 02 | 3.00-4.50 8-6 1071 3 &S SHSSS
P26300-1401-D67 14 | 01 | 1.40-2.90 18-9 1387 3 OB SHSSS
P26300-1402-D67 14 | 02 | 3.00-5.20 8-5 1372 3 &S SSDS S
P26300-1404-D67 14 | 04 | 550-6.40 45-4 [1343] 3 | DG S S S
60 ; P26300-0601-D61 6 01 | 1.40-2.90 18-9 673 | 3 |EB(E8I58 58 %8
PN P26300-0602-D61 6 0.2 | 3.00-3.20 8 658 | 3 |8(E8I08 %8 %8 8
(Q/' P26300-0901-D61 9 01 | 1.40-2.90 18-9 948 | 3 (9838|8888 (%
P26300-0902-D61 9 02 | 3.00-4.30 8-6 934 | 3 (989898 W N
P26300-1101-D61 11 | 01 | 1.40-2.90 18-9 1085 3 |¥8(38(88 %% &8 %8
P26300-1102-D61 11 | 02 | 3.00-4.50 8-6 1071 3 (38|88 |88 88 5% %%
P26300-1401-D61 14 | 01 | 1.40-2.90 18-9 1387 3 |38|8|88 58 (%%
P26300-1402-D61 14 | 02 | 3.00-5.20 8-5 1372 3 (38|98 |88 58 %8 %%
P26300-1404-D61 14 | 04 | 550-6.40 45-4 [1343] 3 |98|98(88 88 5858
HC = Coated carbide
Tool selection
Metric thread Coarse-pitch thread Fine-pitch thread
P [mm]
I3 |M20/|M24/ | M30/ | M36/ | M42/ | M48/ | M56/ | M64/ | DN
Body designation [mm] | M22 | M27 | M33 | M39 | M45 | M52 | M59 | M68 [Imml| 15 | 2 | 25 | 3 |35 | 4 |45 | 5 | 55| 6
T2711-17-W16-3-06-2-20 43 0601 >20 0601 | 0601
T2711-19-W20-3-06-2-24 51 0602 > 24 | 0601 | 0601 0602
T2711-24-W25-3-09-2-315 | 64.5 0902 >30 | 0901 0902
T2711-29-W32-3-09-3-24 | 765 0902 >36 | 0901 | 0901 0902 0902
T2711-35-W32-3-11-3-27 89.5 1102 >42 | 1101 1102 1102
T2711-40-W40-3-14-3-30 103 1402 >48 | 1401 | 1401 | 1401 | 1402 1402
T2711-44-W40-3-14-3-33 119 1404 >56 | 1401 1402 1404
T2711-52-W40-4-14-2-60 135 1404 | >64 | 1401 | 1401 | 1401 | 1402 1402 1402 1404

Example: With the T2711-29-W32-3-09-3-24 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..), an M36 or M39 thread can be produced.
Additionally, this body/indexable insert combination can be used to produce fine-pitch threads with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.
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Indexable insert thread milling cutter - :
T2711 [ mm | g

— Universal indexable insert thread milling cutter
- Radius correction values: Walter GPS/Technical information <
2D % | § % g
UN P M K N S H 0
ASME B1.1 T2711 o0 060 00 o o0 o [ ]
No. of
Tool Pmax  Dc 121 I3 Iy d; indexable
Designation Dn TPI mm mm mm mm mm z inserts Type
Shank DIN 1835 B * T2711-18-W16-3-06-2-25.4 UNC 7/8-9 9 18 25.4 | 475 | 103 16 3 6 P26300-06
| I T2711-20-W20-3-06-2-25.4 UNC 1-8 8 20 254 | 539 | 113 20 3 6 N
3 T2711-26-W25-3-09-2-32.7 UNC 1.1/4-7 7 26 | 3266 | 68 135 25 3 6 P26300-09 ..
|
o S 1 L ¥
I o/ N N— Sy
Shank DIN 1835 B T2711-31-W32-3-09-3-25.4 UNC1.1/2-6 6 31 254 | 807 | 153 32 3 9 P26300-09 ..
f I
13 !
4\21>J
R N A i W — :]
1 Shmamn [ UV

Variable coolant supply: Remove the face-side coolant screw for blind hole machining
Bodies and assembly parts are included in the scope of delivery.
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Thread milling

Assembly parts

— |ILUIZILTEH

D¢ [mm] 18-20 26-31
Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP)
Tightening torque 0.6 Nm 0.9 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP)
Tightening torque 0.6 Nm 0.9 Nm
Accessories
D¢ [mm] 18-20 26-31
@] Torque screwdriver, analogue FS2001 FS2001
Tightening torque 0,4-1,2 Nm 0,4-1,2 Nm
—— -y FS2085 (Torx 6IP) FS2011 (Torx 7IP)

S

Interchangeable blade

Screwdriver

FS2086 (Torx 6IP)

FS2088 (Torx 7IP)

Thread milling cutter inserts P26300

P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
-
Colnnunlunwvn nwn
R A R R
o _ r | PitchP | PitchP | | | EE\FIF|E|3|3 3D
Designation Size | mm mm TPI mm | Z0 |3 3333 =
N . P26300-0601-D67 6 0.1 | 1.40-2.90 18-9 673 | 3 BSOS S SDS
AN P26300-0602-D67 6 02 | 3.00-3.20 8 658 | 3 | DS DS S
\Q/ P26300-0901-D67 9 | 01 | 1.40-2.90 18-9 948 | 3 B DHDHSHDS
P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93 | 3 HDHSSS
60 . P26300-0601-D61 6 01 | 1.40-2.90 18-9 673 | 3 (8|88 |88 %8 %8 8
N P26300-0602-D61 6 0.2 | 3.00-3.20 8 658 | 3 |R(ERIN8 %8 %8 S8
\Q/ P26300-0901-D61 9 01 | 1.40-2.90 18-9 948 | 3 (9838|8888 (%
P26300-0902-D61 9 0.2 | 3.00-4.30 8-6 934 | 3 |98 8|88 BN
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
TPI
. I3 7/8 114 [ 112 | 7/8 11/8 | 11/4 | 13/8 | 11/2
Body designation (vl 9 1-8 7 6 14 1-12 _12 12 12 _12 Dy 18* 16 14 12 8 6
T2711-18-W16-3-06-2-25.4 | 475 | 0601 0601 | 0601 | 0601 | 0601 | 0601 | 0601 | >087" | 0601 | 0601 | 0601 | 0601
T2711-20-W20-3-06-2-25.4 | 539 0602 0601 | 0601 | 0601 | 0601 | 0601 | =1.00" | 0601 | 0601 | 0601 | 0601 | 0602
T2711-26-W25-3-09-2-32.7 | 68 0902 >125" 0901
T2711-31-W32-3-09-3-25.4 | 807 0902 0901 | =150" | 0901 | 0901 | 0901 | 0901 | 0902 | 0902
* = UNEF
Example: With the T2711-31-W32-3-09-3-25.4 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),
aUNC11/2" thread can be produced. Additionally, this body/indexable insert combination can be used to produce UN threads with 8 and 6 TPI,
when their nominal diameter is > 1.5".
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Indexable insert thread milling cutter

T2712[ mm |

— Universal indexable insert thread milling cutter
— Radius correction values: Walter GPS/Technical information =<
25uDN %E % g
M-MF P M K N S H DO
DIN13 T2712 o0 06060 060 o o0 o [ )
No. of
Tool Pmax  Dc 121 Lc I3 i} indexable
Designation Dn mm mm mm mm mm mm dp Z inserts Type
Shank DIN 1835 B T2712-24-W25-3-09-2-31.5 M30 | 350 24 315 63 79.5 | 147 25 3 6 P26300-09
" T2712-29-W32-3-09-2-36 M36 | 4.00 29 36 72 945 | 167 32 3 6 N
RLCL T2712-35-W32-3-11-2-40.5 M42 | 450 35 40.5 81 | 1105 | 180 32 3 6 P26300-11 ..
“leﬁ T T T2712-40-W40-3-14-2-50 M 48 | 5.00 40 50 100 127 | 211 40 3 6 P26300-14 ..
bl ==

Variable coolant supply: Remove the face-side coolant screw for blind hole machining
Bodies and assembly parts are included in the scope of delivery.
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Thread milling

Assembly parts

|ILUIZILTEH

D [mm] 24-29 35 40
Clamping screw for indexable insert FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0.9 Nm 0.9 Nm 2.0Nm
Coolant screw FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0.9 Nm 0.9 Nm 2.0Nm
Accessories
D¢ [mm] 24-35 40
@] Torque screwdriver, analogue FS2001 FS2003
Tightening torque 0.4-1.2Nm 1.5-5.0 Nm
6| ] Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
—— - Interchangeable blade FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@=— Screwdriver FS2088 (Torx 7IP) FS1484 (Torx 9IP)
Thread milling cutter inserts P26300
P S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
-4
L2 lunnnn n unn
o O (|| (||
: . ££1233/8)3 38
o _ r Pitch P Pitch P I EE 5 5|B0lodo
Designation Size | mm mm TPI mm | Z3 |22 ===
60 r P26300-0901-D67 9 01 | 1.40-2.90 18-9 948 | 3 DS SS
PN P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93 | 3 OHDDSSS
(Q/' P26300-1102-D67 11 | 02 | 3.00-4.50 8-6 1071 3 &S HSSS
P26300-1401-D67 14 | 01 | 1.40-2.90 18-9 |1387| 3 | DS DS S
P26300-1402-D67 14 | 02 | 3.00-5.20 8-5 1372 3 &S SS
P26300-1404-D67 14 | 04 | 550-6.40 45-4 1343 3 | DS DS S
N ' P26300-0901-D61 9 01 | 1.40-2.90 18-9 948 | 3 |9R|98|%8 (%8 8|8
PN P26300-0902-D61 9 0.2 | 3.00-4.30 8-6 934 | 3 |38/%8|88 88 %%
\Q/ P26300-1101-D61 11 | 01 | 1.40-2.90 18-9  [1085| 3 |¥B(%%(%8 %% &8 %%
P26300-1102-D61 11 | 02 | 3.00-4.50 8-6 1071 3 |$8|88(88 58 58 %%
P26300-1401-D61 14 | 01 | 1.40-2.90 18-9 1387 3 |38|8|88 %8 (%%
P26300-1402-D61 14 | 02 | 3.00-5.20 8-5 1372 3 |98|98|88 58 5% %%
P26300-1404-D61 14 | 04 | 550-6.40 45-4 1343 3 |3R|8(88 %8 5858
HC = Coated carbide
Tool selection
Metric thread Coarse-pitch thread Fine-pitch thread
P [mm]
I3 M30/ | M36/ | M42/ | M48/ Dy
Body designation [mm] | M33 | M39 | M45 | M52 | [mm]l | 15 2 2.5 3 3.5 4 45 5
T2712-24-W25-3-09-2-31.5 795 | 0902 >30 | 0901 0902
T2712-29-W32-3-09-2-36 945 0902 >36 | 0901 | 0901 0902 0902
T2712-35-W32-3-11-2-40.5 1105 1102 =42 | 1101 1102
T2712-40-W40-3-14-2-50 127 1402 > 48 1401 1401 1402

Example: With the T2712-29-W32-3-09-2-36 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),
an M36 or M39 thread can be produced. Additionally, this body/indexable insert combination can be used to produce fine-pitch threads
with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.
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Indexable insert thread milling cutter

T2712[ mm |

— Universal indexable insert thread milling cutter
— Radius correction values: Walter GPS/Technical information <
25uDN %E % g
UN P M K N S H 0
ASME B1.1 T2712 o0 060 00 o o0 o [ ]
No. of
Tool Pmax Dc 121 Lc I3 I dp indexable
Designation Dn TPI. mm mm mm mm mm mm Z inserts Type
Shank DIN 1835 B T2712-26-W25-3-09-2-32.7 UNC11/4-7| 7 26 3266|6532 84 | 151 | 25 3 6 P26300-09
" T2712-31-W32-3-09-2-38.1 UNC11/2-6| 6 31 | 381|762 998 | 172 | 32 3 6 N
[~ 2~
B T | _df
i o N— e )

Variable coolant supply: Remove the face-side coolant screw for blind hole machining
Bodies and assembly parts are included in the scope of delivery.
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Assembly parts

D¢ [mm] 26-31
Clamping screw for indexable insert FS2111 (Torx 7IP)
Tightening torque 0.9 Nm
Coolant screw FS2111 (Torx 7IP)
Tightening torque 0.9 Nm
Accessories
D¢ [mm] 26-31
@] Torque screwdriver, analogue FS2001
Tightening torque 0,4-1,2 Nm
—— -y Interchangeable blade FS2011 (Torx 71P)
@3 Screwdriver FS2088 (Torx 7IP)

Thread milling cutter inserts P26300

P/M|K|N[S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
-
Colnnunlunwvn nwn
=] NS DS (DSBS DS (DS(DS
: - 2512131212 (2(3|2
o _ r Pitch P Pitch P I Sg AR
Designation Size | mm mm TPI mm | Z0 |3 3333 =
N . P26300-0901-D67 9 0.1 | 1.40-2.90 18-9 948 | 3 OHDDHSSS
AN P26300-0902-D67 9 02 | 3.00-4.30 8-6 934 | 3 HODDHSDS
O
60 . P26300-0901-D61 9 01 | 1.40-2.90 18-9 948 | 3 0nms s
N P26300-0902-D61 9 0.2 | 3.00-4.30 8-6 934 | 3 0TS
O
HC = Coated carbide
Tool selection
UN threads UNC UNF UN
TPI
Body designation I3 [mm] 11/4-7 11/2-6 11/2-12 Dy 18* 16 14 12 8 6
T2712-26-W25-3-09-2-32.7 84 0902 >1.25" 0901
T2712-31-W32-3-09-2-38.1 99.8 0902 0901 > 150" 0901 0901 0901 0901 0902 0902

* UNEF
Example: With the T2712-31-W32-3-09-2-38.1 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),

aUNC11/2" thread can be produced. Additionally, this body/indexable insert combination can be used to produce UN threads with 8 and 6 TPI,
when their nominal diameter is > 1.5".
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Indexable insert thread milling cutter

T2712[ mm |

— Universal indexable insert thread milling cutter
— Radius correction values: Walter GPS/Technical information <
25uDN %E % g
M-MF | [UNCR _
DIN 13
ASME B1.1 T2712 o0 06060 060 o o0 o [ J
No. of
TOOI Dn DN Pmax  Pmax Dc I3 Iy dp indexable
Designation [mm] [inch] mm TPI mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2712-17-W16-3-06 M20 | 0.87" | 250 9 16.5 53 108 16 3 3 P26300-06
" T2712-19-W20-3-06 M24 |1.00" | 3.00 8 19 63 123 20 3 3 ;
l‘i”" T2712-24-W25-3-09 M30 |1.25" | 3.50 7 24 795 | 148 25 3 3 P63 0-09
— T .0-09 ..
l—nvf"“\g e d D dvl T2712-29-W32-3-09 M36 |1.50" | 4.00 6 29 945 | 167 32 3 3
© T2712-35-W32-3-11 Mé42 | 1.75" | 450 6 35 | 1105 181 32 3 3 | P26300-11 .
T2712-40-W40-3-14 M 48 |2.00" | 5.00 5 40 127 | 211 40 3 3
T2712-44-W40-3-14 M56 |2.25" | 550 | 45 44 147 | 230 40 3 3 | P263.0-14 ..
T2712-52-W40-4-14 M64 | 275" | 6.00 4 52 167 | 249 40 4 4
Variable coolant supply: Remove the face-side coolant screw for blind hole machining
G (BSP) threads are presented on a separate double page in the Product Innovations catalogue 2020.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
D¢ [mm] 16.5-19 24-29 35 40-52
Clamping screw for indexable insert FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm
Coolant screw FS2147 (Torx 6IP) FS2111 (Torx 7IP) FS2061 (Torx 7IP) FS1457 (Torx 9IP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm
Accessories
D¢ [mm] 16.5-19 24-35 40-52
@] Torque screwdriver, analogue FS2001 FS2001 FS2003
Tightening torque 0.4-1.2 Nm 0.4-1.2Nm 1.5-5.0 Nm
(- Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP)
@3 Screwdriver FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx SIP)
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Thread milling

Thread milling cutter inserts P26300

— |IUJIZILTER

P/M|K|N[S|H|O
& |HC|HC|HC|HC|HC|HC|HC
s g
- DN nnnn nln
. . 222358535
Designation Size mrm Plrtr::rrrll f Pl;_‘g; ’ mlm 2 § g £ g 2 g 2 g
N P26300-0601-D67 6 01 | 1.40-2.90 18-9 673 | 3 &S S S SS
N P26300-0602-D67 6 0.2 | 3.00-3.20 8 658 | 3 &GS S SS
(Q/' P26300-0901-D67 9 01 | 1.40-2.90 18-9 948 | 3 DS SS
P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93| 3 |ODDSSS
P26300-1102-D67 11 | 02 | 3.00-450 8-6 1071 3 | S S S S S
P26300-1401-D67 14 | 01 | 1.40-2.90 18-9 1387 3 & B SHSSS
P26300-1402-D67 14 | 02 | 3.00-5.20 8-5 1372 3 &S SHSSS
P26300-1404-D67 14 | 04 | 550-6.40 45-4 [1343] 3 OO DS S S
N P26300-0601-D61 6 0.1 | 1.40-2.90 18-9 673 | 3 |ER(E8I58 58 %8 S8
=N P26300-0602-D61 6 02 | 3.00-3.20 8 658 | 3 |¥8|¥8|88 %8 W W
\Q/ P26300-0901-D61 9 0.1 | 1.40-2.90 18-9 948 | 3 (9838|8888 (%
P26300-0902-D61 9 0.2 | 3.00-4.30 8-6 934 | 3 (9838|8888 5%
P26300-1101-D61 11 | 01 | 1.40-2.90 18-9 1085 3 |98|98|88 %8 58 %%
P26300-1102-D61 11 | 02 | 3.00-450 8-6 1071 3 |98(38(88 58 &8 |58
P26300-1401-D61 14 | 01 | 1.40-2.90 18-9 1387 3 |¥8(38(88 %8 88 (%8
P26300-1402-D61 14 | 02 | 3.00-5.20 8-5 1372 3 |98|98(88 58 58 9%
P26300-1404-D61 14 | 04 | 550-6.40 45-4 | 1343] 3 |98|98|98 %8 8 %
HC = Coated carbide
Tool selection
Metric thread Coarse-pitch thread Fine-pitch thread
P [mm]
I3 | M20/ |M24 /|M30 /| M36/ |M&42 /| M48 / | M56 /| M64 / | Dn
Body designation [mm] M22 | M27 | M33 | M39 | M45 | M52 | M59 | M68 |[mml|15-25 3 3.5 4 4.5 5 515
T2712-17-W16-3-06 53 0601 >20 | 0601
T2712-19-W20-3-06 63 0602 > 24 | 0601 0602
T2712-24-W25-3-09 79.5 0902 >30 | 0901 0902
T2712-29-W32-3-09 945 0902 >36 | 0901 0902
T2712-35-W32-3-11 1105 1102 >42 | 1101 1102
T2712-40-W40-3-14 127 1402 >48 | 1401 1402
T2712-44-W40-3-14 147 1404 >56 | 1401 1402 1404
T2712-52-W40-4-14 167 1404 | =64 | 1401 1402 1404
Example: With the T2712-29-W32-3-09-2-36 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),
an M36 or M39 thread can be produced. Additionally, this body/indexable insert combination can be used to produce fine-pitch threads
with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.
UN threads UNC UNF UN
TPI
Body designation [nhn ] 7/8-9 | 1-8 [11/4-7|11/2-6 22/5" 374_24 7/8-14| 1-12 | ! }/28' E 11/2" 1%8' E 11/22 Dy 18-9 | 8 6 | 5| 45| 4
T2712-17-W16-3-06 53 | 0601 0601 | 0601 | 0601 | 0601 | 0601 | 0601 | >0.87" | 0601
T2712-19-W20-3-06 63 0602 0601 | 0601 | 0601 | 0601 | 0601 | >1.00" | 0601 | 0602
T2712-24-W25-3-09 | 795 0902 0901 | 0901 | 0901 | 0901 | >1.25" | 0901 0902
T2712-29-W32-3-09 | 945 0902 0901 | 0901 | >150" | 0901 0902
T2712-35-W32-3-11 110.5 >175" | 1101 1102
T2712-40-W40-3-14 127 >2.00" | 1401 1402
T2712-44-W40-3-14 147 1404 > 225" | 1401 1402 1404
T2712-52-W40-4-14 167 1404 > 275" | 1401 1402 1404
Example: With the T2712-29-W32-3-09 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),
aUNC11/2" thread can be produced. Additionally, this body/indexable insert combination can be used to produce UN threads
with 8 and 6 TPI, when their nominal diameter is > 1.5".
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Indexable insert thread milling cutter

T2713 [ mm |

— Universal indexable insert thread milling cutter
— Radius correction values: Walter GPS/Technical information <
3D % | § % g
M-MF | [UNCR _
DIN 13
ASME B1.1 T2713 o0 06060 060 o o0 o [ J
No. of
TOOI Dn Dn Pmax  Pmax Dc I3 Iy d; indexable
Designation [mm] [inch] mm TPI mm mm mm mm Z inserts Type
Shank DIN 1835 B * T2713-17-W16-3-06 M20 |0.87" | 2.50 9 165 | 63 118 16 3 3 P26300-06
" T2713-19-W20-3-06 M24 |1.00" | 3.00 8 19 75 135 20 3 3 ;
l‘7‘34’ T2713-24-W25-3-09 M30 |1.25" | 3.50 7 24 | 945 | 163 25 3 3 | P263.0-09.
== )
l—nvf"“\g e d = dvl T2713-29-W32-3-09 M36 |1.50" | 4.00 6 29 | 1125 185 32 3 3 | P26300-09 ..
~ T2713-35-W32-3-11 M42 | 175" | 450 6 35 | 1315 202 32 3 3 | P26300-11 ..
T2713-40-W40-3-14 M 48 |2.00" | 5.00 5 40 151 | 235 40 3 3
T2713-44-W40-3-14 M56 |225° | 550 | 45 44 175 | 258 40 3 3 | P263.0-14 ..
T2713-52-W40-4-14 M64 |2.75" | 6.00 4 52 199 | 281 40 4 4
Walter Capto™ in acc. with IS0 26623~ T2713-60-C5-4-14 M72 |3.00" | 6.00 4 60 115 | 152 | 50 4 4 P263 0-14
0 T2713-73-C6-5-14 M85 |350" | 600 | 4 73 | 125 | 170 | 63 5 5 ' )
— § T2713-94-C8-5-22 M 125 |5.00" | 1000 | 3 94 140 | 199 80 5 5 | P26300-22 ..
D T
| & i
Variable coolant supply: Remove the face-side coolant screw for blind hole machining
G (BSP) threads are presented on a separate double page in the Product Innovations catalogue 2020.
Bodies and assembly parts are included in the scope of delivery.
Assembly parts
D¢ [mm] 16.5-19 24-29 35 40-73 94
Clamping screw for indexable insert | FS2147 (Torx 6IP) | FS2111 (Torx 7IP) | FS2061 (Torx 7IP) | FS1457 (Torx 9IP) | FS1495 (Torx 20IP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm 5.0 Nm
Coolant screw FS2147 (Torx 6IP) | FS2111 (Torx 7IP) | FS2061 (Torx 7IP) | FS1457 (Torx 9IP) | FS1495 (Torx 20IP)
Tightening torque 0.6 Nm 0.9 Nm 0.9 Nm 2.0 Nm 5.0 Nm
Accessories
D¢ [mm] 16.5-19 24-35 40-73 94
@] Torque screwdriver, analogue FS2001 FS2001 FS2003 FS2003
Tightening torque 0.4-1.2Nm 0.4-1.2Nm 1.5-5.0 Nm 1.5-5.0 Nm
- Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
—— -y Interchangeable blade FS2085 (Torx 6IP) FS2011 (Torx 7IP) FS2013 (Torx 9IP) FS2015 (Torx 20IP)
@3 Screwdriver FS2086 (Torx 6IP) FS2088 (Torx 7IP) FS1484 (Torx 9IP) FS1486 (Torx 20IP)

DS B/« New addition to the product range
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P S|H|O
@ |HC|HC|HC|HC|HC|HC|HC
w3
o lnnununnlnwn
_ . 222358555
Designation Size mrm Pl:l:: i PIFI'(;DI-Il i mlm 2 § g £ 2 g g ‘£ g
60 P26300-0601-D67 6 01 | 1.40-2.90 18-9 673 | 3 &GS S SDS
AN P26300-0602-D67 6 0.2 | 3.00-3.20 8 658 | 3 &GS S SDS
\Q/ P26300-0901-D67 9 0.1 | 1.40-2.90 18-9 948 | 3 DS SS
P26300-0902-D67 9 0.2 | 3.00-4.30 8-6 93| 3 DS SS
P26300-1102-D67 11 | 02 | 3.00-4.50 8-6 1071 3 | S S DS S
P26300-1401-D67 14 | 01 | 1.40-2.90 18-9 1387 3 | S S DS S
P26300-1402-D67 14 | 02 | 3.00-5.20 8-5 1372 3 &S SDSSS
P26300-1404-D67 14 | 04 | 550-6.40 45-4 1343 3 |5 DS DS S
N P26300-0601-D61 6 0.1 | 1.40-2.90 18-9 673 | 3 |ER(E8I08 %8 %8 S8
AN P26300-0602-D61 6 02 | 3.00-3.20 8 658 | 3 |¥R|%8(88 %8| 888
\Q/ P26300-0901-D61 9 0.1 | 1.40-2.90 18-9 948 | 3 |98|98 98 WX
P26300-0902-D61 9 0.2 | 3.00-4.30 8-6 934 | 3 (9838|8888 (%
P26300-1101-D61 11 | 01 | 1.40-2.90 18-9 1085 3 |98|98|88 88 58 %%
P26300-1102-D61 11 | 02 | 3.00-4.50 8-6 1071 3 |38|98|88 58 &8 %%
P26300-1401-D61 14 | 01 | 1.40-2.90 18-9  [1387| 3 |¥8|3%(%8 %% 8 %%
P26300-1402-D61 14 | 02 | 3.00-5.20 8-5 1372 3 (38|98 |88 58 38 (%%
P26300-1404-D61 14 | 04 | 550-6.40 45-4 1343 3 |3R|8(88 88 5858
P26300-2204-D61 22 | 04 |550-1000| 45-4 (2141 3 |9%/|9% 888 88
HC = Coated carbide
Tool selection
Metric thread Coarse-pitch thread Fine-pitch thread
P [mm]
I3 M20 / |M24 /| M30 / |M36 / |M&2 / | M48 / |M56 / |M64 /| Dn 1.5-
Body designation [mm] | M22 | M27 | M33 | M39 | M45 | M52 | M59 | M68 |Imml| 25 | 3 | 35 | 4 | 45 55 | 6 |7-10
T2713-17-W16-3-06 63 | 0601 >20 | 0601
T2713-19-W20-3-06 75 0602 =24 | 0601 | 0602
T2713-24-W25-3-09 94.5 0902 >30 | 0901 0902
T2713-29-W32-3-09 1125 0902 >36 | 0901 0902
T2713-35-W32-3-11 1315 1102 > 42 | 1101 1102
T2713-40-W40-3-14 151 1402 > 48 | 1401 1402
T2713-44-W40-3-14 175 1404 >56 | 1401 1402 1404
T2713-52-W40-4-14 199 1404 | =64 | 1401 1402 1404
T2713-60-C5-4-14 115 >72 | 1401 1402 1404
T2713-73-C6-5-14 125 =85 | 1401 1402 1404
T2713-94-C8-5-22 140 >125 2204
Example: With the T2713-29-W32-3-09 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),
an M36 or M39 thread can be produced. Additionally, this body/indexable insert combination can be used to produce fine-pitch threads
with a pitch of 3 or 4 mm, when the nominal diameter is > 36 mm.
UN threads UNC UNF UN
TPI
Body designation 3 | 7/8-9 | 18 Ve | 112 |20 12370 34| 23 2 g0 | 1012 | 21081 S0, by |19 6| 5 |45 &
T2713-17-W16-3-06 63 | o601 0601 | 0601 | 0601 | 0601 | >087" | 0601
T2713-19-W20-3-06 75 0602 0601 | 0601 | 0601 | >1.00" | 0601 |0602
T2713-24-W25-3-09 945 0902 0901 0901 | >1.25" | 0901 0902
T2713-29-W32-3-09 | 1125 0902 0901 | >150" | 0901 | 0902
T2713-35-W32-3-11 1315 >175" | 1101 1102
T2713-40-W40-3-14 151 >200" | 1401 1402
T2713-44-W40-3-14 175 1404 >2.25" | 1401 1402 1404
T2713-52-W40-4-14 199 1404 | 1404 | 1404 >275" | 1401 1402 1404
T2713-60-C5-4-14 115 1404 | 1404 >3.00" | 1401 1402 1404
T2713-73-C6-5-14 125 1404 >350" | 1401 1402 1404
T2713-94-(C8-5-22 140 >5.00" 2204
Example: With the T2713-29-W32-3-09 body and the size 09 indexable insert with 0.2 mm radius (0902 -> P26300-0902..),
aUNC11/2" thread can be produced. Additionally, this body/indexable insert combination can be used to produce UN threads
with 8 to 6 TPI, when the nominal diameter is > 1.5".
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Cutting data
Thread forming

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

:nﬁ = Coolant recommended HSS-E-(PM) thread formers
E = Emulsion e o& -
H [=N
g— 0 = 0il 8 =S 3 Coated
5 | Ve = Cutting speed = 15 =
K] 2 @ g Ve [sfm]
E Overview of the main material groups = % E £ ¢
£
s and code letters 5 | 83| 2 ﬂ 15xDy 2xDy 25xDy
C<0.25% Annealed 125 430 P1 E 151 121 105
C> 0.25% to < 0.55% Annealed 190 640 P2 E 154 125 108
C> 0.25% to < 0.55% Heat-treated 210 710 P3 E 95 75 66
Non-alloyed steel
C> 0.55% Annealed 190 640 P4 E 95 75 66
C> 0.55% Heat-treated 300 | 1010 P5 E 56 46 39
Free-machining steel (short-chipping) Annealed 220 750 P6 E 95 75 66
Annealed 175 590 P7 E 154 125 108
P Heat-treated 285 960 P8 E 49 39 36
Low-alloy steel
Heat-treated 380 | 1280 P9
Heat-treated 430 | 1480 | P10
A Annealed 200 680 P11 E 95 75 66
E.'gh'a””y Sl i Hardened and tempered 300 | 1010 | P12 | E 56 46 39
igh-alloy tool steel
Hardened and tempered 380 | 1280 | P13
. Ferritic/martensitic, annealed 200 680 Pl4 |EO 43 33 30
Stainless steel =
Martensitic, heat-treated 330 | 1110 | P15 o] 16 13 10
Austenitic, quench hardened 200 680 M1 EO 49 39 36
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 M2 o] 16 13 13
Austenitic/ferritic, duplex 230 780 M3 EO 16 13 13
) Ferritic 200 400 K1
Malleable cast iron =
Pearlitic 260 700 K2
) Low tensile strength 180 200 K3
Grey cast iron . . —
K High tensile strength/austenitic 245 350 K&
) ) : : Ferritic 155 400 K5 E 95 75 66
Cast iron with spheroidal graphite —
Pearlitic 265 700 K6 E 46 39 33
GGV (CGI) 230 400 K7
- Not hardenable 30 - N1 E 184 148 128
Wrought aluminium alloys
Hardenable, hardened 100 340 N2 E 171 141 121
< 12% Si, not hardenable 75 260 N3 E 157 128 112
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 E 157 128 112
N > 12% Si, not hardenable 130 450 N5
Magnesium-based alloys 70 250 N6
Unalloyed, electrolytic copper 100 340 N7 E 69 56 49
Copper and copper alloys Brass, bronze, red brass 90 310 N8
(bronze/brass) Cu alloys, short-chipping 110 | 380 N9
High tensile, Ampco 300 | 1010 | N10
Annealed 200 680 Sl E 26 20 16
Fe-based
Hardened 280 940 S2
Heat-resistant alloys Annealed 250 840 S3 0 26 20 16
Ni- or Co-based Hardened 350 | 1180 S4
s Cast 320 | 1080 S5
Pure titanium 200 680 S6
Titanium alloys a and B alloys, hardened 375 | 1260 S7
B alloys 410 | 1400 S8
Tungsten alloys 300 | 1010 S9
Molybdenum alloys 300 | 1010 | S10
Hardened and tempered 50HRC| - H1
H Hardened steel Hardened and tempered 55HRC| - H2
Hardened and tempered 60HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - Ha
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06

! The classification of the machining groups can be found from starting on page B 1329 in the Walter General Catalog 2018.
3 Water-miscible coolants must not be used when machining magnesium-based alloys.
*For materials with a hardness of more than 63 HRC, reduce the cutting speed by 50-75%.
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Cutting data

Indexable insert thread milling
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:nﬁ = Coolant recommended
T2710 / T2711 / 12712 / T2713
E = Emulsion
M =MoL g | & -
S | A = Compressed air a3 | s 3
° . . <1} =) o .
5 | Ve= Cutting speed [m/min] 5 S =) f, [in]
K f, = Feed per tooth [mm] E b g
= = T £ -
% Overview of the main material groups 2 ‘o E § ve [sfm] Insert size
= and code letters @ 2= = ; ¢ 06 09/11/14/22
C<0.25% Annealed 125 430 P1 EM 656 0.012 0.016
C>0.25% to < 0.55% Annealed 190 640 P2 EM 656 0.012 0.016
C>0.25% to < 0.55% Heat-treated 210 710 P3 EM 656 0.012 0.016
Non-alloyed steel
C>0.55% Annealed 190 640 P4 EM 656 0.012 0.016
C>0.55% Heat-treated 300 | 1010 P5 EM 656 0.012 0.016
Free-machining steel (short-chipping) Annealed 220 750 P6 EM 656 0.012 0.016
Annealed 175 590 P7 EM 656 0.012 0.016
P Heat-treated 285 960 P8 EM 656 0.012 0.016
Low-alloy steel
Heat-treated 380 | 1280 P9 EM 492 0.010 0.014
Heat-treated 430 | 1480 | P10 | EM 328 0.008 0.012
: Annealed 200 680 P11 | EM 656 0.012 0.016
:.'gh'a”“y sl et Hardened and tempered 300 | 1010 | P12 | EM 656 0.012 0.016
igh-alloy tool steel
Hardened and tempered 380 1280 | P13 EM 492 0.012 0.016
. Ferritic/martensitic, annealed 200 680 Pl4 EM 656 0.010 0.014
Stainless steel =
Martensitic, heat-treated 330 1110 | P15 EM 492 0.010 0.014
Austenitic, quench hardened 200 680 M1 E 656 0.008 0.012
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 M2 E 492 0.008 0.012
Austenitic/ferritic, duplex 230 780 M3 E 262 0.008 0.012
: Ferritic 200 400 K1 EM 656 0.012 0.016
Malleable cast iron =
Pearlitic 260 700 K2 EM 656 0.012 0.016
X Low tensile strength 180 200 K3 EM 820 0.012 0.016
Grey cast iron " - —
K High tensile strength/austenitic 245 350 Ka EM 656 0.012 0.016
: ) ) ) Ferritic 155 400 K5 EM 656 0.012 0.016
Cast iron with spheroidal graphite —
Pearlitic 265 700 K6 EM 656 0.012 0.016
GGV (CGI) 230 400 K7 EM 656 0.012 0.016
- Not hardenable 30 - N1 EM 656 0.012 0.016
Wrought aluminium alloys
Hardenable, hardened 100 340 N2 EM 656 0.012 0.016
<12% Si, not hardenable 75 260 N3 EM 656 0.012 0.016
Cast aluminium alloys <12% Si, hardenable, hardened 90 310 N& EM 656 0.012 0.016
N > 12% Si, not hardenable 130 450 N5 EM 656 0.012 0.016
Magnesium-based alloys® 70 250 N6 A 820 0.012 0.016
Unalloyed, electrolytic copper 100 340 N7 EM 656 0.012 0.016
Copper and copper alloys Brass, bronze, red brass 90 310 N8 EM 656 0.012 0.016
(bronze/brass) Cu alloys, short-chipping 110 | 380 N9 EM 656 0.012 0.016
High tensile, Ampco 300 | 1010 | N10 | EM 164 0.012 0.016
Annealed 200 680 S1 E 131 0.010 0.010
Fe-based
Hardened 280 940 S2 E 82 0.006 0.006
Heat-resistant alloys Annealed 250 840 S3 E 131 0.010 0.010
Ni- or Co-based Hardened 350 | 1180 S4 E 82 0.006 0.006
S Cast 320 | 1080 S5 E 98 0.008 0.008
Pure titanium 200 680 S6 E 131 0.010 0.010
Titanium alloys a and B alloys, hardened 375 | 1260 S7 E 131 0.010 0.010
B alloys 410 | 1400 S8 E 98 0.008 0.008
Tungsten alloys 300 | 1010 S9 E 131 0.010 0.010
Molybdenum alloys 300 | 1010 | S10 E 131 0.010 0.010
Hardened and tempered 50HRC| - H1 MA 148 0.008 0.012
H Hardened steel Hardened and tempered 55HRC| - H2 M - - -
Hardened and tempered 60 HRC| - H3 M - - -
Hardened cast iron Hardened and tempered 55HRC| - H4 MA 148 0.008 0.012
Thermoplastics Without abrasive fillers 01 EM 656 0.012 0.016
Thermosets Without abrasive fillers 02 EM 492 0.012 0.016
0 Plastic, glass-fibre-reinforced GFRP 03 EM 164 0.012 0.016
Plastic, carbon-fibre-reinforced CFRP 04 EM 164 0.012 0.016
Plastic, aramid-fibre-reinforced AFRP 05 EM 164 0.012 0.016
Graphite (technical) 80 Shore| 06 EM 656 0.012 0.016

! The classification of the machining groups can be found starting on page B 1329 in the Walter General Catalog 2018.

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

Machining must be performed synchronously. The specified cutting data are target values under good machining conditions.

Remedy for vibration:

- Use indexable inserts with D61 geometry

- Reduce v, by 25-50% and/or increase f; by 25-50%

- Radial cutting pass

T2710/T2711/T2712: One radial cut is recommended
T2713: Radial cutting pass may be required.
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Threading
Radius correction values for thread milling
Walter T2710/T2711/T2712/12713
Metric thread in accordance with DIN 13
Thread P r Radius correction
nominal diameter M @ ~ . N Middle of the Middle of the
Dy LT CTEE s tolerance range for a tolerance range for a
H tolerances 6H tolerance 66 tolerance
[mm] [mm] [mm] [mm] [mm] [mm]
15 0.1 -0.05 -0.10 -0.12
2 0.1 -0.10 -0.15 -0.17
2.5 0.1 -0.15 -0.20 -0.22
3 0.2 -0.10 -0.16 -0.19
35 0.2 -0.15 -0.22 -0.24
4 0.2 -0.20 -0.27 -0.30
=20 45 0.2 -0.25 -0.33 -0.36
5 0.2 -0.30 -0.38 -0.42
0.4 -0.10 -0.18 -0.22
55 0.4 -0.15 -0.24 -0.27
6 0.4 -0.20 -0.29 -0.33
8 0.4 -0.40 -0.51 -0.56
10 0.4 -0.59 -0.71 -
Based on the pitch diameter tolerances in accordance with DIN ISO 965-1. Valid from M20.
* IMPORTANT: For P = 5 mm, we recommend an insert radius r = 0.2 mm. Please take this into account when selecting the radius correction values.
UN/UNC/UNF/UNEF thread in accordance with ASME B1.1
Thread P r Radius correction
. . ¥
nominal diameter M @ Middle of the Middle of the
Dy Minimum dimension tolerance range for a tolerance range for a
2B tolerance 3B tolerance
[inches] [TPI] [mm] [in] [in] [in]
18 0.1 -0.002 -0.003 -0.003
16 0.1 -0.002 -0.004 -0.004
14 0.1 -0.003 -0.005 -0.004
12 0.1 -0.004 -0.006 -0.006
9 0.1 -0.007 -0.009 -0.009
- 7/8" 8 02 -0.005 -0.007 -0.006
7 0.2 -0.006 -0.009 -0.008
6 0.2 -0.009 -0.011 -0.011
- 0.2 -0.012 -0.015 -0.014
0.4 -0.004 -0.007 -0.006
4,5 0.4 -0.006 -0.009 -0.009
4 0.4 -0.009 -0.013 -0.012

Based on the pitch diameter tolerances in accordance with ASME B1.1. Valid from UNC 7/8.
* IMPORTANT: For P = 5 TPI, we recommend an insert radius r = 0.2 mm. Please take this into account when selecting the radius correction values.

Pipe thread G (BSP) in accordance with DIN EN ISO 228

Thread p r Radius correction
nominal diameter M @ 4
Dy Minimum dimension Middle of the tolerance range
[inches] [TPI] [mm] [in] [in]
21"and <2 1/4" 11 0.2 -0.004 -0.006

22 1/4" 11 0.2 -0.004 -0.007

Based on the pitch diameter tolerances in accordance with DIN ISO 228. Valid from Dy 1".

If the measured tool radius is reduced by the value stated in the “Minimum dimension” P 4 mm

column, the thread is still in the lower tolerance range after machining and is usually Example of an M36 - 6H thread

too narrow. If the thread has to be milled to bring it to the middle of the tolerance range, r 0.2 mm
the measured tool radius must be reduced by the value stated in the “Middle of )
the tolerance range” column. The thread is generally true to gauge after machining. Measured tool radius 14.53 mm
Radi ti | Iso be determined in Walter GPS. ) - .

acius correction values can aiso be determined in arter Radius correction in the middle of the 6H tolerance range - 0.27 mm

Tool radius to be used =14.26 mm

160 Technical information — Threading



Threading —1 |IUJl=ILTEH

Tool application
Walter T2710/T2711/T2712/T2713

TOOL GAUGING Q . I

If the CNC program is created using Walter GPS, the tool must be gauged
as shown in the diagram on the right. The thread depth that was entered ‘

is then reached.

UNUSABLE LENGTH

The thread length includes the last thread ridge plus half a pitch.
Since I/2 is greater than P/2, this results in an “unusable length” (X),
which must be taken into consideration during programming.

This is calculated as half of the insert length (I/2) minus half of the
thread pitch (P/2). When creating CNC programs, Walter GPS takes
the “unusable length” into account.

Thread length

p/2

Example: M36 with P26300-0902.. thread milling cutter insert.

Unusable length X =1/2 - P/2 = @ - 4% =2.67 mm

The unusable length of the T271.. families is less
than the chamfer length of a tap.

THE STRATEGY

It is recommended that the thread be produced with a radial cut
using synchronous milling. Non-cutting passes can be carried
out without radius corrections.

| '
Positioning the Descending loop Producing the thread using Exit loop

milling cutter over helical interpolation until
core hole and plunging the row spacing is bridged
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Application information
Adjustable coolant supply

In order to ensure optimal chip evacuation during blind-hole
machining, the coolant screw should be removed.

If through-hole threads are being produced, the axial coolant
outlet can be closed. This ensures that all the coolant exits
through the radial outlets and the chips are flushed downwards,
out of the bore.

Coolant screw
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Solid carbide milling tools

Product range overview of solid carbide milling tools

Shoulder milling cutters

Shoulder/slot milling cutters

Machining @

Helix angle 50°

Designation MD128 Supreme MC128 Advance
Diameter range [mm]/[inch] 6-25 2-25/1/4-3/4
z 6-8 4-8
Corner radius [mm]/[inch] 0-4 0-4/0-0.25
Page 169 170

Machining @

Helix angle 40°

Designation MD377 Supreme MC377 Advance
Dia. range [mm] 6-25 2-25

z 5 3-4
Corner radius [mm] 0.2-4

Page 173

Circle segment milling cutters

%

Machining
Helix angle 30°
Designation MD838 Supreme MD839 Supreme
Dia. range [mm] 6-16 6-16
z 4-8 4
Corner radius [mm] 0.5-4 1-4
Page 174 175
)
ﬁ y
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Designation key — Solid carbide milling tools

Example:

M C 3 26 - 120 A 4 B 200 A - W K 40|/ TF

1 2 3 4 5 6 7 8 9 10 11 Grade
1 2 3 4
Tool group Generation Tool type Tool type
M Milling 0 Face milling cutter, 00 Universal 0° helix angle, 60° chamfer milling cutter
high-feed milli tt
gh-Teed mifing cutier 01 Universal 0° helix angle, 90° chamfer milling cutter
1 Shoulder milling cutter 02 Universal 0° helix angle, 120° chamfer milling cutter

Shoulder/slot/helical milling cutter ) N -
Helix angle < 39° 03 Universal 0° helix angle, quadrant profiling cutter

3 Shoulder/slot/helical milling cutter 04 Universal 0° helix angle, front/back deburrer

Helix angle > 40° 11 Universal 30° helix angle, type N
4 Ball nose mill/copy milling cutter 12 Universal 30° helix angle, type HSC
5 Profiling cutter 13 Universal 30° helix angle, type HSC, long version
7 Routing cutter/ 16 Universal 30° helix angle, type 30
circular interpolation mill . . L
19 Universal 40° helix angle, knurled profile with internal coolant
8 Conical/

circle segment milling cutter 20 Universal 40° helix angle, knurled profile

21 Universal 45° helix angle, short version

5 6 7 22 Universal  45° helix angle, type N
24 Universal 45° helix angle, type 45

Delimiters Cutting diameter Shank type
25 Universal 50° helix angle, high-feed
. 50° helix angle, unequal groove depth,
—  Metric A Parallel shank 26 Universal differential pitch
Inch E ConeFit 28 Universal 50° helix angle, type N, multipurpose cutter

29 Universal 60° helix angle, type N, multipurpose cutter

W Weldon shank ) )
32 Universal 35° helix angle

33 Universal 35° helix angle + chip breaker
8 9 10 11 38 Universal 30° helix angle,

conical circle segment milling cutter

Number Corner

of teeth Design standard radius Variant 39 Universal 30 heI|>f angle. -
tangential circle segment milling cutter
A DIN6527K A 13XS 41 I1SOP 50° helix angle, HPC, differential pitch
g
B DIN6527L B 135/2xD.* 51 IsOM 35°/38° helix angle, without internal coolant
C
30° helix angle, Al geometry,
C ANSIstub C 13M/3xDc* 65 IsoN RAPAX G30 roughing profile, axial internal coolant
D ANSI standard D 3L/4xD* 66 ISON 30° helix angle, Al geometry, axial internal coolant
L P standard L E 13XL/5xD* 77 10S 40° helix angle, titanium
80 ISOH 30° helix angle, HSC, type H
M P standard mini F 13XXL/6xDc* = 30° helix angle, HSC, type H
30° helix angle, mini HSC T, type H
*
P P standard G 13 XXXL/8xD. 81 ISOH = 30° helix angle, mini HSC T, type H
S Pstandard S H 13 XXXXL /10 x Dc* 30° helix angle, mini HSC R, type H
82 ISOH . L
= 30° helix angle, mini HSC R, type H
X' P standard XL J LcS/3xDex - .
83 ISOH 30° helix angle, multi-flute, type H
K LcM/4xDx = 30° helix angle, multi-flute, type H
50° helix angle, multi-flute, type H
L LcL/5xDc* 87 150H = 50° helix angle, multi-flute, type H
V Conical neck a < 3° 50° helix angle, HPC, type H
88 ISOH .
W Conical neck a < 6° = 50° helix angle, HPC, type H
X Conical neck a < 12° 89 ISOH 50° helix angle, high-feed, type H

= 50° helix angle, high-feed, type H

* Standard values
Solid carbide milling tools 167
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Grade designation key
for solid carbide cutting tool materials

Example:
W | K |40 | TF
Walter 1 2 3
1 2 3
Substrate Range of applications Coating
res\gi:‘:ce TF  TiAN
B 5 UU  Uncoated
10 CA o
15 RC  TiAIN + AIi
§ 20 TZ AITIN + ZrN
% 25 ED ACRN
% J 30 TG  TAISIN
” 35 RD ATN+zN
K 40 RA  TAN + TiAl
45 EA AN
50
Toughness
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Solid carbide shoulder milling cutters NS R
MD128 Supreme [ mm | :

—il'waLTeER |

@
~ Type N 50 6- 50°

P M K N S H 0
A= - T s T
@ WJ30RD (X ) [

PROTOTYP TOOLS D d g g
h10 L I I h6 o a
STANDARD Designation mm mrcn min mlr.n mm Z E 2
Shank DIN 6535 HA MD128-06.0A6LJ- 6 18 65 29 6 6 S NS
MD128-08.0A6LJ- 8 24 68 32 8 6 S S
gc d: MD128-10.0A6LJ- 10 30 80 40 10 6 R
oo T MD128-12.0A6LJ- 12 36 93 48 12 6 “HK)
iy MD128-16.0A6LJ- 16 48 115 67 16 6 R
I MD128-20.0A8LJ- 20 60 125 75 20 8 S S
MD128-25.0A8LJ- 25 75 150 94 25 8 S NS

Ordering example for the WJ30RA grade: MD128-06.0A6LJ-WJ30RA
PROTOTYP TOOLS D 4 £ g
h9 R L I I h6 n 9
STANDARD Designation mm mm m:'n min ml;n mm z 2 2
Shank DIN 6535 HA MD128-06.0A6L050J- 6 05 18 65 29 6 6 S| S
R MD128-08.0A6L050J- 8 05 24 68 32 8 6 S NS
' ¢ MD128-10.0A6L050J- 10 05 30 80 40 10 6 S NS
De D dq MD128-10.0A6L100J- 10 1 30 80 40 10 6 R
] ¥ MD128-12.0A6L050J- 12 05 36 93 48 12 6 SN S
I4 MD128-12.0A6L100J- 12 1 36 93 48 12 6 S NS
h MD128-12.0A6L.200J- 12 2 36 93 48 12 6 R
MD128-16.0A6L050J- 16 05 48 115 67 16 6 SN S
MD128-16.0A6L100J- 16 1 48 115 67 16 6 SN S
MD128-16.0A6L.200J- 16 2 48 115 67 16 6 S NS
MD128-20.0A8L100J- 20 1 60 125 75 20 8 S NS
MD128-20.0A8L400J- 20 4 60 125 75 20 8 S NS
MD128-25.0A8L.100J- 25 1 75 150 94 25 8 S NS
MD128-25.0A8L400J- 25 4 75 150 94 25 8 R

Ordering example for the WJ30RA grade: MD128-06.0A6L050J-WJ30RA

[ X ]
est tool for prmary
] applicatlon
o B\ 7.
T
Good Average Poor apg ‘%::ﬁon
machining conditions

@S B/« New addition to the product range
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Solid carbide shoulder milling cutters - ' SMomcren
MC128 Advance|[ mm |/ X —
MC128 Advance

7= 48HRC
- Type N 50 4 _8 g% H
B 50°

= ==
‘| |=p|| =7 - EX

D, d =
DIN 6527 L h10 Le I L h6 a
Designation mm mm mm mm mm z =
Shank DIN 6535 HA MC128-02.0A4B- 2 7 57 21 6 4 S
MC128-03.0A4B- 3 8 57 21 6 4 S
D NN J MC128-04.0A4B- 4 11 57 21 6 4 S
° N\ ! MC128-05.0A5B- 5 13 57 21 6 5 S
1 ¥
k'-clg" MC128-06.0A6B- 6 13 57 21 6 6 S
DI MC128-08.0A6B- 8 19 63 27 8 6 &
MC128-10.0A6B- 10 22 72 32 10 6 S
MC128-12.0A6B- 12 26 83 38 12 6 S
MC128-16.0A6B- 16 32 92 Lb 16 6 S
MC128-20.0A8B- 20 38 104 54 20 8 S
MC128-25.0A8B- 25 45 121 65 25 8 S
Ordering example for the WJ30TF grade: MC128-02.0A4B-WJ30TF
D d E
DIN 6527 L ho R L I " ht 2
Designation mm mm mm mm mm mm z =
Shank DIN 6535 HA MC128-06.0A6B050- 6 0.5 13 57 21 6 6 S
R MC128-08.0A6B050- 8 0.5 19 63 27 8 6 S
T\ y MC128-08.0A6B100- 8 1 19 63 27 8 6 S
D¢ \§§ dy MC128-10.0A6B050- 10 05 22 72 32 10 6 S
TeLcal ¥ MC128-10.0A6B100- 10 1 22 72 32 10 6 S
1y — MC128-10.0A6B200- 10 2 22 72 32 10 6 S
l MC128-12.0A6B050- 12 0.5 26 83 38 12 6 S
MC128-12.0A6B100- 12 1 26 83 38 12 6 S
MC128-12.0A6B200- 12 2 26 83 38 12 6 S
MC128-12.0A6B300- 12 3 26 83 38 12 6 )
MC128-16.0A6B050- 16 0.5 32 92 b4 16 6 S
MC128-16.0A6B100- 16 1 32 92 4 16 6 S
MC128-16.0A6B200- 16 2 32 92 44 16 6 S
MC128-16.0A6B300- 16 3 32 92 4 16 6 S
MC128-20.0A8B100- 20 1 38 104 54 20 8 S
MC128-20.0A8B200- 20 2 38 104 54 20 8 S
MC128-20.0A8B300- 20 3 38 104 54 20 8 S
MC128-20.0A8B400- 20 4 38 104 54 20 8 S
Ordering example for the WJ30TF grade: MC128-06.0A6B050-WJ30TF Continued

(1]

est tool for primary

B applicatlon

& B |7,

poor Other

Average et
™ lica
” machining conditions app
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Continued
STANDARD D @ 5
h10 L Iy lg h6 o)
Designation Inch/No. inch inch inch inch z =
Shank DIN 6535 HA MC128.6.35A6C- 1/4* 0.500 2.500 1.083 0.250 S
i i MC128.9.53A6C- 3/8" 0.500 2.500 0.937 0.375 6 S
D¢ N di
A L on] ¥
ey —»
I
Shank DIN 6535 HA MC128.9.53A6D- 3/8" 1.000 3.000 1.437 0.375 6 S
i MC128.12.7A6DI- 1/2¢ 1.000 3.500 1.717 0.500 6 S
b NN o MC128.12.7A6D- 172" 1.250 3.500 1.717 0.500 6 S
Cc
S\ T MC128.15.9A6DI- 5/8" 1.250 4.000 2.094 0.625 6 S
‘*LCT" MC128.15.9A6D- 5/8" 1.625 4.000 2.094 0.625 6 S
¢ I MC128.19.1A8D- 3/4" 1.625 4.500 2.469 0.750 8 S
Shank DIN 6535 HA MC128.6.35A6L- 1/4" 1.000 3.000 1.583 0.250 6 S
i i MC128.19.1A8L- 3/4" 2.250 5.000 2.969 0.750 8 S
D¢ § dq
L f
lg
I1
Ordering example for the WJ30TF grade: MC128.6.35A6C-WJ30TF
D d =
c 1
STANDARD ho R Le h i h6 3
Designation Inch/No. inch inch inch inch inch Z =
Shank DIN 6535 HA MC128.6.35A6D038- 1/4" 0.015 0.625 2.500 1.083 0.250 6 S
R MC128.6.35A6D076- 1/4" 0.030 0.625 2.500 1.083 0.250 6 S
[l v MC128.9.53A6D038- 3/8" 0.015 1.000 3.000 1.437 0.375 6 S
Dc \\§§ di MC128.9.53A6D076- 3/8" 0.030 1.000 3.000 1.437 0.375 6 S
f L 4 ¥ MC128.12.7A6D076- 172" 0.030 1.250 3.500 1.717 0.500 6 S
<~—Lc
fe—— g —>| MC128.12.7A6D152- 1/2" 0.060 1.250 3.500 1.717 0.500 6 S
11 MC128.12.7A6D228- 172" 0.090 1.250 3.500 1.717 0.500 6 S
MC128.12.7A6D318- 172" 0.125 1.250 3.500 1.717 0.500 6 S
MC128.15.9A6D076- 5/8" 0.030 1.625 £4.000 2.094 0.625 6 S
MC128.15.9A6D152- 5/8" 0.060 1625 4.000 2.094 0.625 6 S
MC128.19.1A8D076- 3/4" 0.030 1.750 £4.500 2.469 0.750 8 S
MC128.19.1A8D318- 3/4" 0.125 1.750 4.500 2.469 0.750 8 S
MC128.19.1A8D635- 3/4" 0.250 1.750 4.500 2.469 0.750 8 S

Ordering example for the WJ30TF grade: MC128.6.35A6D038-WJ30TF

@S B/« New addition to the product range
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Solid carbide shoulder/slot milling cutters
MD377 Supreme [ mm |

- Long reach
- Type HPC Ti40 Z=5 69
40°
=2 || S
P M K N S H 0
#/? @ g WK40TZ [} (X )

D. dg E
DIN 6527 L h9 R L I3 d; Iy lg h5 >
Designation mm mm mm mm mm mm mm mm zZ =
Shank DIN 6535 HA MD377-06.0A5B050C- 6 05 13 19 5.7 57 21 6 5 S
R d MD377-06.0A5B100C- 6 1 13 19 5.7 57 21 6 5 S
f t MD377-08.0A5B050C- 8 05 19 25 7.6 63 27 8 5 S
D¢ d; MD377-08.0A5B100C- 8 1 19 25 7.6 63 27 8 5 S
L J T T MD377-10.0A5B050C- 10 05 22 30 95 72 32 10 5 S
°|34> MD377-10.0A5B100C- 10 1 22 30 95 72 32 10 5 S
14— MD377-12.0A5B050C- 12 05 26 36 114 83 38 12 5 S
11 MD377-12.0A5B100C- 12 1 26 36 11.4 83 38 12 5 S
MD377-12.0A5B200C- 12 2 26 36 11.4 83 38 12 5 S
MD377-12.0A5B300C- 12 3 26 36 114 83 38 12 5 S
MD377-16.0A5B300C- 16 3 32 42 15.2 92 44 16 5 S
MD377-16.0A5B400C- 16 4 32 42 15.2 92 44 16 5 S
MD377-20.0A5B300C- 20 3 38 52 19 104 54 20 5 S
MD377-20.0A5B400C- 20 4 38 52 19 104 54 20 5 S
MD377-25.0A5B300C- 25 3 45 63 23.75 121 65 25 5 S
MD377-25.0A5B400C- 25 4 45 63 23.75 121 65 25 5 S
MD377-25.0A5B635C- 25 6.35 45 63 23.75 121 65 25 5 S
Shank DIN 6535 HB MD377-16.0W5B300C- 16 3 32 42 15.2 92 44 16 5 S
R i MD377-16.0W5B400C- 16 4 32 42 15.2 92 44 16 5 S
i y MD377-20.0W5B300C- 20 3 38 52 19 104 54 20 5 S
D¢ d1 MD377-20.0W5B400C- 20 4 38 52 19 104 54 20 5 S
ch [} ¥ MD377-25.0W5B300C- 25 3 45 63 23.75 121 65 25 5 S
Ig—l MD377-25.0W5B400C- 25 4 45 63 23.75 121 65 25 5 S
lg —
f ]

Ordering example for the WK40TZ grade: MD377-06.0A5B050C-WK40TZ

C1

(1]

est tool for primary

B applicatlon

& B |7,

Poor Other

Average et
” lica
” machining conditions app

DS B/« New addition to the product range
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Solid carbide shoulder/slot milling cutters -
MC377 Advance [ mm |

- Long reach
- Type Ti 40

a0

/ 40°

g @ P M K N S H 0
M@g WKAOEA e o o0

Dc dl é
DIN 6527 L ho L. Iy d; I I h5 S
Designation mm mm mm mm mm mm mm Z =
Shank DIN 6535 HA MC377-02.0A3BC- 2 6 10 19 57 21 6 3 S
d MC377-03.0A4BC- 3 8 10 29 57 21 6 4 S
s ' 4 MC377-04.0A4BC- 4 11 15 38 57 21 6 4 S
De SN dq MC377-05.0A4BC- 5 13 16 4.8 57 21 6 4 S
j—‘ L ‘ ) T MC377-06.0A4BC- 6 13 19 5.7 57 21 6 4 S
DA MC377-08.0A4BC- 8 19 25 76 63 27 8 4 S
eIy MC377-10.0A4BC- 10 22 30 9.5 72 32 10 4 S
h MC377-12.0A4BC- 12 26 36 11.4 83 38 12 4 )

Ordering example for the WK40EA grade: MC377-02.0A3BC-WK40EA
D d &
DIN 6527 L ho R Le I3 d; A I hs 3
Designation mm mm mm mm mm mm mm mm Z =
Shank DIN 6535 HA MC377-02.0A3B020C- 2 0.2 6 10 1.92 57 21 6 3 S
R d MC377-03.0A4B030C- 3 03 8 10 29 57 21 6 4 S
i\ V ' MC377-04.0A4B050C- 4 05 11 15 38 57 21 6 4 S
De N d; MC377-05.0A4B050C- 5 05 13 16 4.75 57 21 6 4 S
TkL 4 T T MC377-06.0A4B050C- 6 05 13 19 5.7 57 21 6 4 S
47‘134» MC377-06.0A4B080C- 6 0.8 13 19 5.7 57 21 6 4 S
Ia MC377-06.0A4B100C- 6 1 13 19 5.7 57 21 6 4 S
It MC377-08.0A4B050C- 8 05 19 25 7.6 63 27 8 4 S
MC377-08.0A4B100C- 8 1 19 25 7.6 63 27 8 4 S
MC377-10.0A4B050C- 10 05 22 30 9.5 72 32 10 4 S
MC377-10.0A4B100C- 10 1 22 30 95 72 32 10 4 S
MC377-12.0A4B050C- 12 05 26 36 11.4 83 38 12 4 S
MC377-12.0A4B100C- 12 1 26 36 11.4 83 38 12 4 S
MC377-12.0A4B200C- 12 2 26 36 11.4 83 38 12 4 S
MC377-12.0A4B300C- 12 3 26 36 11.4 83 38 12 4 S
MC377-16.0A4B100C- 16 1 32 42 15.2 92 Lb 16 4 S
MC377-16.0A4B300C- 16 3 32 42 15.2 92 A 16 4 S
MC377-16.0A4B400C- 16 4 32 42 15.2 92 Lb 16 4 S
MC377-20.0A4B300C- 20 3 38 52 19 104 54 20 4 S
MC377-20.0A4B400C- 20 4 38 52 19 104 54 20 4 S
MC377-25.0A4B300C- 25 3 45 63 23.75 121 65 25 4 S
MC377-25.0A4B400C- 25 4 45 63 23.75 121 65 25 4 S
Shank DIN 6535 HB MC377-16.0W4B300C- 16 3 32 42 15.2 92 Lb 16 4 S
R d MC377-16.0W4B400C- 16 4 32 42 15.2 92 Lb 16 4 S
1\ P 4 MC377-20.0W4B300C- 20 3 38 52 19 104 54 20 4 S
ch R\ dq MC377-20.0W4B400C- 20 4 38 52 19 104 54 20 4 S
TkL 4 [ T MC377-25.0W4B300C- 25 3 45 63 23.75 121 65 25 4 S
47°|34, MC377-25.0W4B400C- 25 4 45 63 23.75 121 65 25 4 S

l4
I

Ordering example for the WK40EA grade: MC377-02.0A3B020C-WK40EA
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Solid carbide circle segment milling cutters S o TR
MD838 Supreme [ mm |
z= ||/}
- Conical 4-8 KJ 30°
P M K N S H O
WJ30RA (X} o oo
WJ30RD [ X J [ ]
PROTOTYP TOOLS dy § g
D, R Rw R3 L Iy h5 o @
STANDARD Designation a/2 mm mm mm mm mm mm mm Z = =
Shank DIN 6535 HA MD838-06A4P050250- 20° 6 05 250 3 7.79 65 6 4 @ @
MD838-06A4P100250- 20° 6 1 250 3 6.83 65 6 4 @ @
Rw R3 S

\ a2 ¥ MD838-08A4P050300- 20 8 05 300 3 10.55 80 8 4 @ @
g@ [] d; MD838-08A4P100300- 20° 8 1 300 3 9.57 80 8 4 @ @
'R L I MD838-10A4P200400- 20° 10 2 400 3 10.42 90 10 4 @ S
- ke | MD838-10A8P200400- 20° 10 2 400 3 10.42 90 10 8 @ @
¢ I MD838-12A4P200500- 20° 12 2 500 3 1315 | 100 12 4 S| S
MD838-12A8P200500- 20° 12 2 500 3 13.15 100 12 8 @ @
MD838-12A4P300500- 20° 12 3 500 3 11.23 100 12 4 @ S
MD838-12A8P300500- 20° 12 3 500 3 11.23 100 12 8 @ @
MD838-16A4P301000- 20° 16 3 1000 5 17.07 115 16 4 @ S
MD838-16A4P401000- 20° 16 4 1000 5 15.17 115 16 4 @ @

Ordering example for the WJ30RD grade: MD838-06A4P050250-WJ30RD

DS B/« New addition to the product range
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Solid carbide circle segment milling cutters M

MD839 Supreme [ mm | R

- Tangential KJ 30°

WJ30RA (X} e oo
WJ30RD ( X ] [ J

PROTOTYP TOOLS 0 g £
D R R L, | h5 ) o)
STAN DARD Designation m;1 mm mm mrcn m}'n mm zZ E 2
Shank DIN 6535 HA MD839-06A4P10100- 6 1 100 20.8 65 6 4 S NS
R MD839-08A4P15100- 8 15 100 23.55 80 8 4 R
"N 4 MD839-10A4P20100- 10 2 100 26.06 90 10 4 R
Da dy MDB839-12A4P20100- 12 2 100 29.71 100 12 4 S NS
PR %Lc»l §  MD839-12A4P30100- 12 3 100 26.94 100 12 4 RN
s MD839-16A4P30100- 16 3 100 33.74 115 16 4 SN D
[ MD839-16A4P40100- 16 4 100 31.42 115 16 4 S NS

Ordering example for the WJ30RD grade: MD839-06A4P10100-WJ30RD

o0
est tool for pramary
: application
& B |7,
T
Good Average Poor apg&::ﬁm
machining conditions
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Solid carbide milling tools with ConeFit interface product range overview
Shoulder milling cutters

Machining @

Helix angle 50°
Designation MC128
Dia. range [mm] 10-25
z 6-8
Corner radius [mm] 0-4
Page

178

Solid carbide milling tools with ConeFit interface product range overview
Circle segment milling cutters

Machining @

Helix angle 30°
Designation MD838
Dia. range [mm] 16

z 8

Corner radius [mm]

Page
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Solid carbide shoulder
milling cutters

MD128 [ mm |

Z= AN
T A
- Type N 50 50

@ P M K N S H 0
é } @ WJ30RA (X} (X}
@ ; WJ30RD (X ) [}

PROTOTYP TOOLS D -
h10 L, d | | SW d =) @
STANDARD Designation mm m:n mfn min ml;n mm mrln z E S
ConeFit MD128-10.0E6X- 10 15 9.7 33.1 219 8 E10 6 S NS
sw d MD128-12.0E6X- 12 18 11.7 39.8 26 10 E12 6 R
n MD128-16.0E6X- 16 24 15.5 51.2 34.2 12 E16 6 R
ﬂ‘% MD128-20.0E8X- 20 30 19.3 59.8 40.3 16 E20 8 S NS
Do MD128-25.0E8X- 25 375 242 73.6 49.8 20 E25 8 R
4
- 7
lg
I

Ordering example for the WJ30RA grade: MD128-10.0E6X-WJ30RA
PROTOTYP TOOLS D, g B
h9 R L d I | SwW d i} (2]
STANDARD Designation mm mm mrcn mrzn min ml;n mm mrln zZ 2 2
ConeFit MD128-10.0E6X050- 10 0.5 15 9.7 33.1 219 8 E10 6 SN D
R sw o MD128-10.0E6X100- 10 1 15 9.7 33.1 219 8 E10 6 S NS
n MD128-12.0E6X050- 12 0.5 18 11.7 39.8 26 10 E12 6 R
T MD128-12.0E6X100- 12 1 18 11.7 39.8 26 10 E12 6 SN S
D¢ MD128-12.0E6X200- 12 2 18 11.7 39.8 26 10 E12 6 SN S
L MD128-16.0E6X050- 16 05 24 15.5 51.2 342 12 E16 6 S NS
le—L¢ 1 MD128-16.0E6X100- 16 1 24 15.5 51.2 34.2 12 E16 6 S NS
l4 MD128-16.0E6X200- 16 2 24 15.5 51.2 342 12 E16 6 S NS
h MD128-20.0E8X100- 20 1 30 193 59.8 40.3 16 E20 8 S NS
MD128-20.0E8X400- 20 4 30 193 59.8 40.3 16 E20 8 RIS
cenefitl MD128-25.0E8X100- 25 1 375 | 242 | 736 | 49.8 20 E25 8 SN S
MD128-25.0E8X400- 25 4 37.5 242 73.6 49.8 20 E25 8 R

Ordering example for the WJ30RA grade: MD128-10.0E6X050-WJ30RA

[ X J
st tool for prmary
" application
o & B |".
4 ther
Good Average Poo apg‘ication
machining conditions

@S B/« New addition to the product range
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Solid carbide milling tools

Solid carbide shoulder milling cutters

MC128 [ mm |

- Type N 50

e

=

=
=

50°

WJ30TF e o [ J [ J
PROTOTYP TOOLS D i
h10 L d I I SwW d o}
STAN DARD Designation mm mrcn msn min mlr.n mm m:n Z 2
ConeFit MC128-10.0E6P- 10 55 9.7 23.6 12.4 8 E10 6 S
sw d MC128-12.0E6P- 12 6.5 117 28.3 145 10 El2 6 S
N MC128-16.0E6P- 16 8.5 15.5 35.7 18.7 12 E16 6 S
MC128-20.0E8P- 20 11 193 40.8 21.3 16 E20 8 S
b m MC128-25.0E8P- 25 135 242 49.6 25.6 20 E25 8 S
C -
L M
lg
I
ConeFit

Ordering example for the WJ30TF grade: MC128-10.0E6P-WJ30TF
PROTOTYP TOOLS D, £
h9 R L d | | SW d =)
STANDARD Designation mm mm mrcn mrzn min mlr.n mm mrln z 2
ConefFit MC128-10.0E6P050- 10 05 5.5 9.7 23.6 12.4 8 E10 6 S
R sw d MC128-10.0E6P100- 10 1 55 9.7 23.6 124 8 E10 6 S
N MC128-12.0E6P050- 12 05 6.5 11.7 28.3 145 10 E12 6 S
T MC128-12.0E6P100- 12 1 6.5 117 28.3 145 10 E12 6 S
De MC128-12.0E6P150- 12 15 6.5 11.7 28.3 145 10 E12 6 S
‘J,MU— MC128-12.0E6P200- 12 2 6.5 117 | 283 | 145 10 E12 6 S
L MC128-16.0E6P050- 16 05 8.5 155 35.7 18.7 12 E16 6 S
le—L¢ ?2 MC128-16.0E6P100- 16 1 8.5 155 35.7 18.7 12 E16 6 S
la MC128-16.0E6P150- 16 15 8.5 155 35.7 18.7 12 E16 6 S
I MC128-16.0E6P200- 16 2 8.5 155 35.7 18.7 12 E16 6 S
IIE““'H MC128-20.0E8P100- 20 1 11 193 40.8 21.3 16 E20 8 S
MC128-20.0E8P200- 20 2 11 193 40.8 213 16 E20 8 S
MC128-20.0E8P400- 20 4 11 193 40.8 21.3 16 E20 8 S
MC128-25.0E8P100- 25 1 135 24.2 49.6 25.6 20 E25 8 S
MC128-25.0E8P200- 25 2 135 24.2 49.6 25.6 20 E25 8 S
MC128-25.0E8P400- 25 4 135 24.2 49.6 25.6 20 E25 8 S

Ordering example for the WJ30TF grade: MC128-10.0E6P050-WJ30TF

est tool for Primary
B applicatlon

& B\,

v ther
Average Poo °

machining con

Good .
ditions

app“cation
-
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Solid carbide milling tools

Solid carbide circle segment milling cutters

MD838 [ mm |

- Conical \j 30°

WJ30RA (X} e oo
WJ30RD (X} [}
PROTOTYP TOOLS g g
Da R Rw R3 Le Iy, Iy SW d; o) o
STANDARD Designation /2 mm mm mm mm mm mm mm mm mm zZ = =
ConefFit MD838-16E8P201000- 20° 16 2 1000 5 18.99 | 34.2 | 51.2 12 E16 8 S NS
MD838-16E8P301000- 20° 16 3 1000 5 17.07 | 342 | 51.2 12 E16 8 R
Rw R3 a2 SW dq
! MD838-16E8P401000- 20° 16 4 1000 5 15.17 | 342 | 512 12 E16 8 R
Da
R *
le—Lc—|
lg d2
I
[T
ConefFit.

Ordering example for the WJ30RD grade: MD838-16E8P201000-WJ30RD

@S B/« New addition to the product range

Solid carbide milling tools with ConeFit interface 179



— |ILUl=ILTEI=l

Cutting data for solid carbide shoulder/slot milling

Solid carbide milling tools

Product family A
MD128 Supreme .
MD128 ConeFit %
0 6-25mm
7Z=6-8
@ £ - WJ30RD
% . . . ﬁ k= g Starting values for
5 Overview of the main material groups 5 S S cutting speed v [sfm]
= and code letters k= 2 2
s = |ex| E 3 x D f,3x D¢
" = 2 E 3
s o 2= = PHIS [°] VC [in] per tooth
C<0.25% Annealed 125 428 P1 40 738 0.004
C>0.25% to < 0.55% Annealed 190 639 P2 40 1164 0.004
Nl st C>0.25% to < 0.55% Heat-treated 210 708 P3 40 1164 0.004
C>0.55% Annealed 190 639 P4 40 984 0.004
C>0.55% Heat-treated 300 | 1013 P5 40 705 0.004
Free-machining steel (short-chipping) Annealed 220 745 P6 40 984 0.004
Annealed 175 591 P7 40 984 0.004
P Leyelly s Heat-treated 300 | 1013 P8 35 722 0.004
Heat-treated 380 | 1282 P9 40 590 0.003
Heat-treated 430 | 1477 | P10 35 525 0.005
: Annealed 200 675 P11 35 1017 0.004
-y izl et Hardened and tempered 300 | 1013 | P12 30 787 0.004
high-alloy tool steel
Hardened and tempered 400 | 1361 | P13 30 640 0.004
Stainless steel Ferritic/martensitic, annealed 200 675 P14
Martensitic, heat-treated 330 | 1114 | P15
Austenitic, quench hardened 200 675 M1
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1013 M2
Austenitic/ferritic, duplex 230 778 M3
Malleable cast iron Ferritic 200 675 K1 40 853 0.004
Pearlitic 260 867 K2 35 689 0.004
iy e Ty Low tensile strength 180 602 K3 40 853 0.004
K High tensile strength/austenitic 245 825 K4 35 738 0.004
Cast iron with spheroidal graphite ROt Ly 2L ig 40 B3 0000
Pearlitic 265 885 K6 30 722 0.004
GGV (CGI) 200 675 K7 40 574 0.004
Wrought aluminium alloys Nothardenablo el - NL
Hardenable, hardened 100 343 N2
<12% Si, not hardenable 75 260 N3
Cast aluminium alloys <12% Si, hardenable, hardened 90 314 N4
> 12% Si, not hardenable 130 447 N5
N Magnesium-based alloys 70 250 N6
Unalloyed, electrolytic copper 100 343 N7
Copper and copper alloys Brass, bronze, red brass 90 314 N8
(bronze/brass) Cu alloys, short-chipping 110 382 N9
High tensile, Ampco 300 | 1013 | N1O
Fe-based Annealed 200 675 Sl
Hardened 280 943 S2
Heat-resistant alloys Annealed 250 839 S3
Ni- or Co-based Hardened 350 | 1177 S4
s Cast 320 | 1076 S5
Pure titanium 200 675 S6
Titanium alloys a and B alloys, hardened 375 | 1262 S7
B alloys 410 | 1396 S8
Tungsten alloys 300 | 1013 S9
Molybdenum alloys 300 | 1013 | S10
Hardened and tempered 50HRC| - H1
H Hardened steel Hardened and tempered 55HRC| - H2
Hardened and tempered 60HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - H4
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore| 06

! The classification of the machining groups can be found in the General Catalogue from page C671 onwards.
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Product family A Product family A Product family A Product family A
MD128 Supreme MC128 Advance MD377 Supreme 40° MC377 Advance 40°
50° 50°
MD128 ConeFit MC128 ConeFit
0 6-25 mm 0 2-25mm / [1/4-3/4 Inch] 0 6-25 mm @ 2-25 mm
7=6-8 Z=4-8 Z=5 Z=3-4
WJ30RA WJ30TF WK40TZ WKA40EA
Starting values for Starting values for Starting values for Starting values for
cutting speed v [sfm] cutting speed v [sfm] cutting speed v [sfm] cutting speed v [sfm]
3 x D f,3 x D¢ ae /D¢ ae /D¢ ae / Dc
PHIS [°] vC [in] per tooth 1/2 1/4 1/10 VT 1/1 1/2 1/10 VT 1/1 1/2 1/10 VT
531 646 A 492 607 866 A
728 886 A 676 830 1191 A
623 758 A 574 708 1017 A
623 758 A 574 708 1017 A
440 535 A 407 502 718 A
623 758 A 574 708 1017 A
623 758 A 574 708 1017 A
387 469 A 358 443 630 A
364 443 A 335 417 594 A
308 374 A 285 351 502 A
623 758 A 574 708 1017 A
440 535 A 407 502 718 A
364 443 A 335 417 594 A
20 443 0.083 266 325 A 197 243 348 A
15 344 0.098 177 213 A 161 200 285 A
25 541 0.055 371 449 B 87 112 160 B 233 285 410 B
15 312 0.079 184 223 B 54 69 99 B 144 180 256 B
25 361 0.055 249 302 B 73 94 135 B 200 246 351 B
20 279 0.071 203 246 B 54 67 96 B 148 184 262 B
15 164 0.075 121 148 B 32 41 59 B 89 112 161 B
15 279 0.075 203 246 B 54 67 96 B 148 184 262 B
15 180 0.075 121 148 B 32 41 59 B 89 112 161 B
15 164 0.047 121 148 B 32 41 59 B 89 112 161 B
35 230 0.047 216 262 B
35 230 0.047 213 259 B 65 95 130 B 197 279 394 B
30 131 0.055 112 138 B 45 55 80 B 131 164 230 B
282 341 B
282 341 B
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Solid carbide milling tools

Cutting data for solid carbide circle segment milling cutters

Product family A
MD838 Supreme .
MD838 ConeFit %
0 6-16 mm
Z=4-8
o £ - WJ30RD
% . . . ﬁ k= g Starting values for
5 Overview of the main material groups =] S S cutting speed v [sfm]
= and code letters & 2 2
£ = o E £ ae /D¢
K] g | 2E| B
= s |22 | = 1/5 1/20 1/50 VT
C<0.25% Annealed 125 428 P1 754 1082 1279 A
C>0.25% to < 0.55% Annealed 190 639 P2 754 1017 1246 A
Nl st C>0.25% to < 0.55% Heat-treated 210 708 P3 689 918 1017 A
C>0.55% Annealed 190 639 P4 689 918 1017 A
C>0.55% Heat-treated 300 | 1013 P5 558 656 722 A
Free-machining steel (short-chipping) Annealed 220 745 P6 689 918 1082 A
Annealed 175 591 P7 689 918 1082 A
P Leyelloy s Heat-treated 300 | 1013 P8 558 656 787 A
Heat-treated 380 | 1282 P9 459 558 656 A
Heat-treated 430 | 1477 | P10 394 492 558 A
: Annealed 200 675 P11 689 918 1082 A
ey izl et Hardened and tempered 300 | 1013 | P12 558 656 787 A
high-alloy tool steel
Hardened and tempered 400 | 1361 | P13 394 492 558 A
Stainless steel Ferritic/martensitic, annealed 200 675 P14 295 361 394 A
Martensitic, heat-treated 330 | 1114 | P15 230 262 328 A
Austenitic, quench hardened 200 675 M1
M | Stainless steel Austenitic, precipitation hardened (PH) 300 1013 M2
Austenitic/ferritic, duplex 230 778 M3
Malleable cast iron Ferritic 200 675 K1 590 787 951 A
Pearlitic 260 867 K2 492 623 722 A
Gy e Ty Low tensile strength 180 602 K3 590 787 951 A
K High tensile strength/austenitic 245 825 K& 492 656 787 A
. . . . Ferritic 155 518 K5 590 787 951 A
Cast iron with spheroidal graphite Pearlitic 265 885 K6 492 623 722 A
GGV (CGl) 200 675 K7 426 525 623 A
Wrought aluminium alloys rotharcenatlc el - AL
Hardenable, hardened 100 343 N2
<12% Si, not hardenable 75 260 N3
Cast aluminium alloys <12% Si, hardenable, hardened 90 314 N4
N > 12% Si, not hardenable 130 447 N5
Magnesium-based alloys 70 250 N6
Unalloyed, electrolytic copper 100 343 N7
Copper and copper alloys Brass, bronze, red brass 90 314 N8
(bronze/brass) Cu alloys, short-chipping 110 382 N9
High tensile, Ampco 300 | 1013 | N10
Fo-based Annealed 200 675 S1
Hardened 280 943 S2
Heat-resistant alloys Annealed 250 839 S3
Ni- or Co-based Hardened 350 | 1177 S4
= Cast 320 | 1076 S5
Pure titanium 200 675 S6
Titanium alloys a and B alloys, hardened 375 | 1262 S7
B alloys 410 | 1396 S8
Tungsten alloys 300 | 1013 S9
Molybdenum alloys 300 | 1013 | S10
Hardened and tempered 50HRC| - H1
Hardened steel Hardened and tempered 55HRC| - H2
H Hardened and tempered 60HRC| - H3
Hardened cast iron Hardened and tempered 55HRC| - H4
Thermoplastics Without abrasive fillers 01
Thermosets Without abrasive fillers 02
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06

1 The classification of the machining groups can be found in the General Catalogue from page C671 onwards.
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Product family A Product family A Product family A
MD838 Supreme . MD839 Supreme 30° MD839 Supreme 30°
MD838 ConeFit %
0 6-16 mm 0 6-16 mm 0 6-16 mm
Z=4-8 Z=4 Z=4
WJ30RA WJ30RD WJ30RA
Starting values for Starting values for Starting values for
cutting speed v, [sfm] cutting speed v, [sfm] cutting speed v [sfm]
ag / De ag / De ae / D¢
1/5 1/20 1/50 VT 1/5 1/20 1/50 VT 1/1 1/2 1/10 VT
754 1082 1279 A
754 1017 1246 A
689 918 1017 A
689 918 1017 A
558 656 722 A
689 918 1082 A
689 918 1082 A
558 656 787 A
459 558 656 A
394 492 558 A
689 918 1082 A
558 656 787 A
394 492 558 A
295 361 394 A
230 262 328 A
361 492 623 B 361 492 623 B
230 295 426 B 230 295 426 B
328 459 590 B 328 459 590 B
590 787 951 A
492 623 722 A
590 787 951 A
492 656 787 A
590 787 951 A
492 623 722 A
426 525 623 A
3280 3936 4920 C 3280 3936 4920 C
3280 3936 4920 C 3280 3936 4920 C
2263 3018 3608 C 2263 3018 3608 C
2263 3018 3608 C 2263 3018 3608 C
787 1050 1279 C 787 1050 1279 C
2624 3477 4198 C 2624 3477 4198 C
1640 2132 2624 C 1640 2132 2624 C
1640 2132 2624 C 1640 2132 2624 C
1640 2132 2624 C 1640 2132 2624 C
262 295 361 C 262 295 361 C
262 361 426 B 262 361 426 B
197 230 295 B 197 230 295 B
262 295 361 B 262 295 361 B
197 262 361 B 197 262 361 B
197 262 361 B 197 262 361 B
262 361 426 B 262 361 426 B
197 328 426 B 197 328 426 B
197 361 426 B 197 361 426 B
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Feed d eterm i n atIO n The specified feed rates are average standard values.

For specific applications, adjustment is recommended.

A Material groups ISO P. ISO K and titanium alloys

Feed per tooth f,inch
ae [inch]* Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia.
1/64 1/32 1/16 1/8 3/16 1/4 5/16 3/8 1/2 9/16 5/8 11/16 3/4 1
0.0005 | 0.0008 | 0.0012 | 0.0024 | 0.0035 | 0.0047 | 0.0059 | 0.0059 | 0.0079
0.0020 | 00006 | 00010 | 0.0016 | 0.0028 | 00033 | 0.0047 | 0.0059 | 0.0079
0.0040 | 00005 | 00008 | 0.0014 | 0.0020 | 00031 | 0.0039 | 0.0059 | 0.0079 | 00079 | 0.0079 | 0.0079
0.0080 | 00004 | 00006 | 0.0012 | 0.0016 | 00024 | 00031 | 0.0059 | 0.0071 | 00079 | 0.0079 | 0.0079 | 0.0079 | 0.0098
0.0156 | 00004 | 00005 | 0.0010 | 0.0012 | 00020 | 0.0028 | 0.0047 | 0.0059 | 00053 | 0.0059 | 0.0059 | 0.0079 | 0.0098 | 0.0098
0.0312 0.0004 | 0.0010 | 0.0012 | 00016 | 0.0024 | 0.0035 | 0.0047 | 0.0047 | 0.0047 | 0.0047 | 0.0059 | 0.0079 | 0.0098
0.0625 0.0008 | 0.0012 | 0.0012 | 00020 | 0.0031 | 0.0043 | 0.0047 | 0.0047 | 0.0047 | 0.0059 | 0.0079 | 0.0079
0.1250 0.0008 | 0.0010 | 0.0018 | 0.0030 | 0.0041 0.0047 | 0.0047 | 0.0047 | 0.0053 | 0.0063 | 0.0079
0.1875 0.0008 | 0.0016 | 0.0028 | 0.0039 | 0.0047 | 0.0047 | 0.0047 | 0.0047 | 0.0059 | 0.0079
0.2500 00012 | 0.0024 | 0.0031 | 00039 | 00039 | 0.0047 | 0.0047 | 0.0059 | 0.0079
0.3125 0.0020 | 0.0028 | 0.0035 | 00039 | 00047 | 0.0047 | 0.0059 | 0.0079
0.3750 0.0024 | 0.0031 | 0.0039 | 0.0047 | 0.0047 | 0.0055 | 0.0063
0.5000 0.0028 | 0.0035 | 0.0043 | 0.0047 | 0.0055 | 0.0063
0.5625 00031 | 0.0039 | 0.0047 | 0.0051 0.0059
0.6250 00035 | 0.0039 | 0.0047 | 0.0059
0.6875 0.0039 | 0.0043 | 0.0051
0.7500 0.0039 | 0.0047
1.0000 0.0039

A Material groups ISO P. ISO K and titanium alloys

Feed per tooth f, [mm]
ae . . . . . . . . . . . . . . . . .
Dia. | Dia. . : . : i . Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia. | Dia.

(mm}* g3 | g5 |Dia | Dia |Dia |Dia. |Dia. |Dia|7g" 735" | 74 | 16" 18 | 20 | 25 | 32 | 40 | 50 | 63 | 80 | 100 | 160 | 200
mm | mm mm | mm | mm | mm | mm|mm| mm| mm| mm| mm| mm| mm| mm| mm| mm

0.01 002|002 |0.03|006]|009]012|015]015]0.20
0.05 | 001 | 001002004007 010012015 0.20
0.1 |001)001|002]0.03)005]|008]010)015)020]020]0.20)0.20
0.2 | 001001001 )]0.03)004]|006)008)015)018|0.20|0.20)020]020]0.25
0.5 0.01]001]002|003]005|007|012)015]015]0.15)015]020]0.25)025
1 0.01 | 002|003 |0.04 006|009 |012)012/012|012)|015|020|025]0.25)|0.30)030]030)0.40 | 040 | 050 | 0.50
2 0.02]003]003|005]|008|011]012|012|012]015|0.20|020|025]0.25|025]|030]030|0.40]0.40 | 0.40
3 0.02 | 002|004 | 0.07 | 010|012 | 012|012 | 014 | 018 | 0.20 | 0.20 | 0.25 | 0.25 | 0.25 | 0.30 | 0.30 | 0.40 | 0.40
5 002|004 |007 |010]012|012|012| 012|015 |0.20 | 020|020 |025|025| 025|030 | 030 0.30
6

8

0.03 | 006 | 0.08 | 0.10 | 0.10 | 0.12 | 0.12 | 015 | 0.20 | 0.20 | 0.20 | 0.20 | 0.25 | 0.25 | 0.25 | 0.30 | 0.30
0.05] 007|009 |010] 012|012 | 015|020 | 020 | 020 | 020 | 0.20 | 0.25 | 0.25 | 0.25 | 0.25

10 0.06 | 0.08 | 0.10 | 012 | 012 | 0.14 | 0.16 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.25 | 0.25 | 0.25
12 0.07 | 0.09 | 011 | 012 | 014 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.25 | 0.25
14 008|010 ) 012|013 015|016 | 016 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20 | 0.25
16 0.09]010| 012|015 015|016 | 016 | 0.20 | 0.20 | 0.20 | 0.20 | 0.20
18 010 1011 /013 015]015 016|016 | 0.20 | 0.20 | 0.20 | 0.20
20 010012013 |015]015 016|016 | 020 | 0.20 | 0.20
25 010 | 012 | 013 | 015 | 015 | 016 | 0.16 | 0.20 | 0.20
32 010 | 012 | 013 | 015 | 0.15 | 016 | 0.16 | 0.20
40 010 | 012|013 015|015 ] 016 | 0.16
50 010 ] 012|013 | 015|015 | 0.16
63 010 | 012 | 013 | 015 | 0.15
80 010 | 012 | 013 | 015
100 010 | 012 | 013
160 010 | 0.12
200 0.10
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The specified feed rates are average standard values.
For specific applications, adjustment is recommended.

B Material groups ISO M. ISO H. heat-resistant alloys.
tungsten alloys and molybdenum alloys

Feed per tooth f, inch
ae linch]* Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia.
1/64 1/32 1/16 1/8 3/16 1/4 5/16 3/8 1/2 9/16 5/8 11/16 3/4 1
0.0005 0.0006 | 0.0012 | 0.0020 | 0.0031 | 0.0039 | 0.0047 | 0.0047 | 0.0063
0.0020 0.0005 | 0.0008 | 0.0016 | 0.0024 | 0.0031 | 0.0039 | 0.0047 | 0.0063
0.0040 0.0004 | 0.0006 | 00012 | 00016 | 0.0024 | 0.0031 | 0.0047 | 0.0063 | 0.0063 | 0.0063 | 0.0063
0.0080 0.0003 | 0.0005 | 0.0010 | 0.0014 | 00020 | 0.0024 | 0.0047 | 0.0055 | 0.0063 | 0.0063 | 0.0063 | 0.0063 | 0.0079
0.0156 0.0003 | 0.0004 | 0.0008 | 0.0010 | 00016 | 0.0024 | 0.0039 | 0.0047 | 0.0047 | 0.0047 | 0.0047 | 0.0063 | 0.0079 | 0.0079
0.0312 0.0004 | 0.0008 | 0.0010 | 00012 | 00019 | 0.0031 | 0.0039 | 0.0039 | 0.0039 | 0.0039 | 0.0047 | 0.0063 | 0.0079
0.0625 0.0006 | 0.0008 | 0.0010 | 0.0020 | 0.0028 | 0.0035 | 0.0039 | 0.0039 | 0.0039 | 0.0047 | 0.0063 | 0.0063
0.1250 0.0006 | 0.0009 | 0.0018 | 0.0026 | 0.0033 | 0.0039 | 0.0033 | 0.0039 | 0.0043 | 0.0055 | 0.0063
0.1875 0.0008 | 0.0016 | 00024 | 00031 | 00039 | 0.0039 | 00039 | 0.0039 | 0.0047 | 0.0063
0.2500 0.0012 | 00020 | 00028 | 00031 | 0.0031 | 0.0039 | 0.0039 | 0.0047 | 0.0063
0.3125 0.0016 | 00024 | 00031 | 00031 | 0.0039 | 0.0039 | 0.0047 | 0.0063
0.3750 0.0020 | 0.0028 | 0.0031 | 0.0039 | 00039 | 0.0047 | 0.0055
0.5000 0.0024 | 00028 | 0.0035 | 0.0039 | 0.0047 | 0.0055
0.5625 00028 | 00031 | 0.0039 | 0.0047 | 0.0055
0.6250 0.0028 | 0.0031 | 0.0039 | 0.0047
0.6875 0.0031 | 0.0039 | 0.0047
0.7500 0.0031 | 0.0039
1.0000 0.0039

B Material groups ISO M. ISO H. heat-resistant alloys. tungsten alloys and molybdenum alloys

Feed per tooth f, [mm]

EN . . . . . . . . . . . . . . . . .
rmi#| 3% | 3% | pia. | pia. | e | e | i | e | O | Q2 O O | O | D | Dl | D | O | 0| O | O | D | D | Do

mm | mm mm | mm | mm | mm | mm| mm | mm| mm| mm| mm| mm| mm| mm| mm| mm
0.01 | 0.02 | 0.02 | 0.02 | 0.05 | 0.07 | 0.10 | 0.12 | 0.12 | 0.16
0.05 | 0.01 | 0.01 | 0.02 | 0.03 | 0.06 | 0.08 | 0.10 | 0.12 | 0.16
0.1 |0.01)|0.01|002|0.03]|004]|0.06|008]|012| 016|016 | 0.16 | 0.16
0.2 | 001 |001|001|0.02|003|005|006|012| 014|016 | 0.16|0.16 | 0.16 | 0.20
0.5 0.01 | 0.01 | 0.02 | 0.02 | 0.04 | 0.06 | 0.10 | 0.12 | 0.12 | 0.12 | 0.12 | 0.16 | 0.20 | 0.20
1 0.01 | 0.02 | 0.02 | 0.03 | 0.05 | 0.07 | 0.10 | 0.10 | 0.10 | 0.10 | 0.12 | 0.16 | 0.20 | 0.20 | 0.24 | 0.24 | 0.24 | 0.32 | 0.32 | 0.40 | 0.40
2 0.02 | 0.02 | 0.02 | 0.04 | 0.06 | 0.09 | 0.10 | 0.10 | 0.10 | 0.12 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20 | 0.24 | 0.24 | 0.32 | 0.32 | 0.32
3 0.02 | 0.02 | 0.04 | 0.06 | 0.08 | 0.10 | 0.10 | 0.10 | 0.11 | 0.14 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20 | 0.24 | 0.24 | 0.32 | 0.32
5 0.02 | 0.03 | 0.06 | 0.08 | 0.10| 0.10 | 0.10 | 0.10 | 0.12 | 0.16 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20 | 0.24 | 0.24 | 0.24
6 0.02 | 0.05| 0.06 | 0.08 | 0.08 | 0.10 | 0.10 | 0.12 | 0.16 | 0.16 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20 | 0.24 | 0.24
8 0.04 | 0.06 | 0.07 | 0.08 | 0.10 | 0.10 | 0.12 | 0.16 | 0.16 | 0.16 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20 | 0.20
10 0.05 | 006 | 0.08 | 010|010 011 |0.13|0.16|0.16 | 0.16 | 0.16 | 0.16 | 0.20 | 0.20 | 0.20
12 0.06 | 0.07 | 0.09 | 010|011 |0.13]013|0.16|0.16 | 0.16 | 0.16 | 0.16 | 0.20 | 0.20
14 0.06 | 0.08 | 0.10 | 0.10 | 0.12 | 0.13 | 0.13 | 0.16 | 0.16 | 0.16 | 0.16 | 0.16 | 0.20
16 0.07 | 008 | 0.10 | 0.12 | 012|013 | 0.13 | 016 | 0.16 | 0.16 | 0.16 | 0.16
18 0.08 | 0.09 | 010 012|012 013|013 | 0.16| 0.16 | 0.16 | 0.16
20 0.08 | 0.10 | 0.10 | 0.12 | 0.12 | 0.13 | 0.13| 0.16 | 0.16 | 0.16
25 0.08 | 010| 010|012 012| 013|013 |0.16| 0.16
32 0.08 | 0.10 | 0.10 | 0.12 | 0.12| 0.13 | 0.13 | 0.16
40 0.08 | 0.10 | 0.10 | 0.12 | 0.12 | 0.13 | 0.13
50 0.08 | 0.10 | 0.10| 0.12 | 0.12| 0.13
63 0.08 | 0.10 | 0.10 | 0.12 | 0.12
80 0.08 | 0.10 | 0.10 | 0.12
100 0.08 | 0.10 | 0.10
160 0.08 | 0.10
200 0.08
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Feed d eterm i n atIO n The specified feed rates are average standard values.

For specific applications, adjustment is recommended.

(continued)

c Material groups ISO N and ISO O

Feed per tooth f, inch
a, [inch]* Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia.
e 1/64 1/32 1/16 1/8 3/16 1/4 5/16 3/8 1/2 9/16 5/8 11/16 3/4 1
0.0005 0.0016 0.0024 0.0039 0.0063 0.0079 0.0098 0.0098 0.0098
0.0020 0.0012 0.0020 0.0031 0.0047 0.0071 0.0079 0.0098 0.0098
0.0040 0.0010 0.0016 0.0024 0.0039 0.0055 0.0071 0.0098 0.0098 0.0098 0.0098 0.0098
0.0080 0.0008 0.0012 0.0020 0.0031 0.0039 0.0055 0.0098 0.0098 0.0098 0.0098 0.0098 0.0098 0.0098
1/64 0.0008 0.0008 0.0020 0.0024 0.0035 0.0047 0.0079 0.0098 0.0098 0.0098 0.0098 0.0098 0.0098 0.0098
1/32 0.0006 0.0020 0.0024 0.0028 0.0039 0.0063 0.0087 0.0087 0.0087 0.0087 0.0098 0.0098 0.0098
1/16 0.0016 0.0020 0.0024 0.0031 0.0055 0.0087 0.0087 0.0087 0.0087 0.0098 0.0098 0.0098
1/8 0.0016 0.0020 0.0030 0.0051 0.0087 0.0087 0.0087 0.0087 0.0093 0.0098 0.0098
3/16 0.0016 0.0028 0.0047 0.0087 0.0087 0.0087 0.0087 0.0087 0.0098 0.0098
1/4 0.0020 0.0039 0.0055 0.0071 0.0079 0.0087 0.0087 0.0098 0.0098
5/16 0.0035 0.0047 0.0063 0.0079 0.0087 0.0087 0.0098 0.0098
3/8 0.0039 0.0055 0.0071 0.0087 0.0087 0.0098 0.0098
1/2 0.0047 0.0063 0.0079 0.0087 0.0098 0.0098
9/16 0.0055 0.0071 0.0087 0.0098 0.0098
5/8 0.0063 0.0071 0.0087 0.0098
11/16 0.0071 0.0079 0.0098
3/4 0.0071 0.0079
1 0.0079

c Material groups ISO N and I1SO O

Feed per tooth f, [mm]
Dia. Dia. ; . : . ; . Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia. Dia.
% |03 o5 [Da Da Da Da D Da 79 32" 34 16 18 20 25 32 40 50 63 80 100 160 200
[mm] mm__mm mm mMm_ _mMm_mMm_ MM _ MM _mMm_ mMm_mMm_mMm_mMm_mm_mm_mm__mm
0.01 [ 0.04 [ 0.04 1 0.07 [ 013 [ 0.20 [ 026 [ 033 [ 0.33 [ 044
0.05 [ 0.03 [ 0.03 [ 0.06 | 0.09 | 0.15 | 0.22 | 0.26 | 0.33 | 044
0.1 0.02 [ 0.03[0.04 008 011018 | 022|033 | 044 | 0.44 | 0.44 | 0.4
0.2 [0.02 002003007009 013018 033 [ 0.0 | 044 | 0.44 | 044 | 0.44 | 0.50
05 002 [ 003 1006 [ 0.07 | 0.11 [ 0.150.26 | 0.3 [ 033 | 033 | 033 | 044 | 0.50 | 0.50
1 0.02 [ 0.06 | 0.07 | 0.09 [ 0.13 [ 0.20 [ 0.26 | 0.26 | 0.26 | 0.26 | 033 | 044 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50 [ 0.50 | 0.50 | 0.50 | 050
2 0.04 1007 [ 0.07 | 011 | 0.18 [ 0.04 [ 0.6 [ 0.26 | 0.26 | 033 | 044 | 044 | 050 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50 | 050
3 0.04 [ 0.06 | 0.10 | 0.17 [ 0.3 [ 0.26 [ 0.26 [ 0.26 | 0.30 | 039 | 044 | 044 | 050 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50
5 0.04 1009 | 015 [ 0.2 [ 0.6 [ 0.6 | 0.26 | 0.26 | 0.3 | 044 | 044 | 044 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50 | 0.50
6 007 [ 013 [ 018 [ 0.22 | 0.2 [ 0.26 | 0.6 | 0.33 | 0.44 | 044 | 044 | 044 | 050 | 050 | 0.50 | 0.50 | 0.50
8 011 015 | 0.20 [ 0.22 [ 0.06 [ 0.6 | 0.33 | 0.44 | 0.44 | 044 | 044 | 044 | 055 | 0.55 | 0.55 | 0.55
0 013 [ 0.18 | 0.22 | 0.26 [ 0.06 | 0.31 | 0.35 | 0.4 | 0.4 | 044 | 044 | 044 | 050 | 055 | 0.55
2 015 | 0:20 | 0:24 | 0:26 | 0.31 | 0.35 | 0.35 | 0.44 | 0.44 | 044 | 044 | 044 | 050 | 050
4 018 [ 0:22 | 0:26 | 0.29 [ 0.33 [ 0.35 | 0.35 | 0.44 | 0.44 | 044 | 044 | 044 | 050
6 020 [0:22 [ 0:26 | 0.33 | 0.33 [ 0.35 | 0.35 | 0.44 | 044 | 044 | 044 | 044
8 022 [ 0224 1029|033 [ 033 [0.350.35 | 0.44 | 0.44 | 044 | 04k
20 022 [0.26 [ 029 [ 0.33 [ 033 [ 035 0.35 | 0.44 | 0.44 | 044
25 022 [ 026 [ 029 [ 033 [0.33 [ 0.35]0.35 | 0.44 | 044
32 0:22 [ 026 [ 029 [ 0.33 [ 0.33 | 0.35 ] 0.35 | 0.4k
40 0:22 [ 0:26 [ 0.29 [ 0.33[0.330.35] 035
50 0.22 [ 026 | 029 | 033033035
63 022 [0:26 [ 029 [ 033 [ 0.33
80 022 [0.26 [ 029 [ 033
100 022 [0:26 [ 0.29
160 022 026
200 022
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Recommendations for the use of circle segment milling cutters

Standard values for axial depth of cut a, [mm] depending on the tool type and depth of surface roughness

Stepdown a, [mm]

8
Conical
; 7.0 Rw=1000 mm
6
5.0
5
4
35 35
3 , \
25 25 25 Tange\'\t\a\ l..
2 2 RW = 100 m
2418
17 15
12 .
108 1 gall-nose end mil!
| | D5 R=STT
018 0.25 0.33
0 | |
R, 0,8 pm R, 1.5pm R, 3.15um R, 6,3 pm
R3 0,1pum Rs 0.2pm Ra 0,4 um R3 0,8 pm

Standard values a, [mm] depending on the outer diameter D, [mm] and projection length

Example using feed b;/a, of 5mm
With lower ap, higher a is possible ag [mm]

due to the effect of force. |
0,80 Roughing
0.8 ;
0.7 0.7
0,62
Ui 055
05 0,50
04 , o 0,36 Semi-finishing Ci1
0.3 028 -
02 0,20 0.c4 | 018 0.20 Finishing
' 003 012 0P ——]
0.1 :
6 8 10 12 16 Dy [mm]
Standard values for cutting speed and feed per tooth
Material Tensile strength/ Ve i
designation hardness [m/min] [mm]
S2335 800N/mm? 300 0.07
ISO P 42CrMo4 1000N/mm? 220 0.06
1400N/mm? 180 0.05
1.4301 200 0.07
ISOM
1.4571 180 0.05
ISO K 350 0.15
TIAIBV4 110 0.08
ISOS
Inconel 718 50 0.035
ISON 400 0.2
ISOH 1.2344 Up to 54 HRC 150 0.03
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Milling tools with indexable inserts

Indexable inserts for milling product range overview

for Xtra-tec® XT

Insert shape Description Page
Positive rhombic 190
for Xtra-tec® XT
Positive rhombic 192
for Xtra-tec® XT
Double-sided rhombic 205
for Xtra-tec® XT
Double-sided rhombic 205
for Xtra-tec®
Tangential rhombic 214
for Walter BLAXX

Positive rhombic 194
Positive octagonal for Xtra-tec® | 194
Finishing inserts 203
Double-sided octagonal 206
Positive round 197
Positive square 199
Double-sided square 211
for Xtra-tec®/Xtra-tec® XT
Double-sided triangular 209

188 Indexable inserts for milling

Insert shape Description Page
x Double-sided heptagon 210
for Walter BLAXX
x Tangential 515
for Walter BLAXX
Positive form inserts
O X o 202
for copy milling cutters
Double-sided triangular
© P 236 .. | for Xtra-tec® 206
high-feed milling cutters
Positive triangular
© P 263 for high-feed milling cutters 195
for copy milling cutters
= Indexable i
ndexable inserts
P32.. for profile milling cutters 196
Positive finishing inserts
P29.. 204

Double-sided finishing inserts




Milling tools with indexable inserts
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Cutting tool materials for milling product range overview

Cutting tool materials:
Coated carbide

Cutting tool material applications

Cutting tool materials:
Uncoated carbide, cermet, ceramic, CBN and PCD

Cutting tool material applications

Range of applications Cutting Range of applications
Coating 01 10 20 30 40 tool 01 10 20 30 40
Application  process 05 15 25 35 45 Application  material 05 15 25 35 45
/\
cvD WKP255 ISO P HT WEP20 |
|
] ——
cvD WKP356 | CBN wcBso |
I I I 1
ISOK  — —
cvD WKP35S SizNg WSN10
ISO P ‘ ] ‘
cvD WMP456 HW WK10
| | |
I
ISO N 1
PVD WSP456 PCD WCD20
[
PVD WSME‘\ HW WMG40 |
T
| ———
VD WMP456 ISOH CBN WCB80
I I I
ISOM PVD Wear resistance
PVD Toughness
oo WSM45X SisN, = Silicon nitride ceramic
—— HW = Uncoated carbide
CVD WAK15 HT = Cermet
f CBN = Cubic boron nitride
R . .
PVD WKK25S PCD = Polycrystalline diamond
| | |
1ISO K cvD WKP255
I
1
cvD WKP356 |
| | |
CvD WKP35S
| —
PVD WNNI5 |
ISON ——
PVD WXN15
| —
PVD WSM355 |
|
PVD WSP45S
1ISO S
cvD WSM45X
| —
PVD WHHIS |
ISOH ——
PVD WHH15X
I I I

Wear resistance

A

Toughness

\/
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Positive rhombic m

ACMT r

Tiger-tec® Gold i ?

Indexable inserts

P M K S
n
& 8 HC HC HC HC
[w) « D
o R
O | v nivn v ellinwv ninlonlnwv
c o D o ;m on|wn O W0 0O ;L ;L .v n |0
o | ot N S22 NN M D
s | EB| | | s r p 2l |aja|lZala|E X|aa|al2a a
. i 3545 _2 i h i k X X X NN N nNuwm XX XX XN N Wn
Designation = |Z 0] in in in a ay in in |23 |3 23233323
ACMT060202R-G55 | M 2 [0173|0264(0.094| 7° | 15° |0.008|0.039| | S W W\ | (W
ACMTO060204R-G55 | M 2 [0173|0264(0094| 7° | 15° |0.016|0.035 Q) & B B W S WV B SODD W B S E
ACMT060208R-G55 | M 2 [0173|0264(0.094| 7° | 15° [0.031|0.031| | S W W W W (W
ACMT060212R-G55 | M 2 [0173|0264(0.094| 7° | 15° |0.047|0024| |5 W WS _NEW WS
ACMT060216R-G55 | M 2 [0173|0264(0.094| 7° | 15° |0.063|0.004| | W |\ | (W

HC = Coated carbide

Positive rhombic i’m

ol

ADMT T
: o O
Tiger-tec® Gold |
| ——— -] S |-
Indexable inserts
M s
n
8| 3 HC HC HC HC
(S P
0 |6F
O | nonunovxXnuo nun o n L Xunuov
c |a o R R A A A R A R R R A R R A )
o o c Nm it 23 ||V mm 23|
5 |ES | | s r p |2 aa|2/Zala(X (¥ 2(a(a22a|a
. i S |3 *5 _2 i ; i A X X X N N N uwmomomni X XX I XE N n n n
Designation = |Z 0 in | in | in a | g |in|in |3S|ZS|3 (33333 (3|333 33 =3
ADMTO080302R-F56 | M | 2 |0.266(0.375|0.132| 15° | 20° |0.008/0.047| |&B|SH W |&S |88 BBRS |
ADMTO080304R-F56 | M | 2 |0.266(0.375/0.132| 15° | 20° |0.016(0.047| B BB W] & 8 S BB S &8
ADMTO080304L-F56 | M | 2 |0.266(0.375|0.132| 15° | 20° |0.016|0.047| |&5 | = o =
ADMTO080308R-F56 | M | 2 |0.266(0.375|0.132| 15° | 20° |0.031/0.047| |5 & WS |88/ BBRS |B
ADMTO080308L-F56 | M | 2 |0.266(0.375(0.132| 15° | 20° |0.031|0.047| |5 &|&8 = e O3 n
ADMTO080312R-F56 | M | 2 |0.266(0.375/0.132| 15° | 20° |0.047|0.033| ||| |& |88 BV |
ADMTO080316R-F56 | M | 2 |0.266(0.375/0.132| 15° | 20° |0.063/0.033| || W |& |88 BBV |
ADMTO080320R-F56 | M | 2 |0.266(0.375|0.132| 15° | 20° |0.079/0.033| || W |&| |88 BBRS |
ADMT10T304R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.016/0.047| ||| |&| |88 BBRS |B
ADMT10T308R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.031|0.047 |@) |5 |5 8|58 | $8 (S8 (38| & S &S 8 58 58
ADMT10T312R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.047|0.047| ||| |& |88 BV B
ADMT10T316R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.063/0.047| ||| || (S8 BRSNS
ADMT10T320R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.079/0.033| || | || K|S BRSNS
ADMT10T325R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.098/0.039| |@&| |88 |&| |88 B S |8
ADMT10T330R-F56 | M | 2 |0.285|0.445(0.150| 15° | 15° |0.118/0.031| | B W & |8 BBV W
ADMT10T332R-F56 | M | 2 |0.285(0.445|0.150| 15° | 15° |0.126/0.031| |@| |88 || (s8 B OB
ADMT120404R-F56 | M | 2 |0.331]0.535(0.187| 15° | 20° |0.016|0.047| | & 8| |& |88 BBV |
ADMT120408R-F56 | M | 2 |0.331]0.535|0.187| 15° | 20° |0.031|0.047 | |5 |5 |8 |£8 |5 #5388 S S S |38 | 58 88 |58
ADMT120408L-F56 | M | 2 |0.331|0.535|0.187| 15° | 20° |0.031|0.047| |& |8 = EgE n
ADMT120412R-F56 | M | 2 |0.331]0.535|0.187| 15° | 20° |0.047|0.047| ||| || (S8 BRSNS

HC = Coated carbide

DS B/« New addition to the product range
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Positive rhombic uz"mr

ADMT i
Tiger-tec® Gold | O

| —— s

Indexable inserts

M K s

f_g i HC HC HC HC

[w] “ (=]

SEE nonn ol xXunuwvo NnnwvunXunwo

5|82 R R ERHE R EEE EEE

3 |ES L | 1| s SRR EEEE AR EEE R
Designation 123 in|in|in| a a; | in | in [S|SS|ZZ 333|333/ 3|3(33=5=3 =
ADMT120416R-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.063/0.039| | &S & |& |88 BRS |
ADMT120416L-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.063(0.039 |E&H & &8 ) o8 3
ADMT120420R-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.079/0.039| | &S/ |& |88 BRS |
ADMT120425R-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.098(0.031| |G & &8 = o8 3
ADMT120425L-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.098(0.031| |5 & &8 ) 3k )
ADMT120430R-F56 | M | 2 |0.331/0.535/0.187| 15° | 20° |0.118/0.031] ||| 8 |& 88| BWNS WS
ADMT120430L-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.118(0.031| |E&H &5 &8 ) o8 3
ADMT120432R-F56 | M | 2 [0.331/0.535/0.187| 15° | 20° |0.126/0.031| ||/ |& |88 BRS |
ADMT120440R-F56 | M | 2 ]0.331/0.535/0.187| 15° | 20° |0.157/0.016| || 8| S| N |W BNS S
ADMT120440L-F56 | M | 2 [0.331(0.535(0.187| 15° | 20° [0.157(0.016| |@&| |&8 = = =
ADMT160608R-F56 | M | 2 [0.425|0.689]0.242| 15° | 20° |0.031|0.063|@) | &5 &5 88|55 | #5888 28 D &S & 58 & & (88 &858
ADMT160608L-F56 | M | 2 [0.425/0.689/0.242| 15° | 20° |0.031(0.063| |E&H & &8 ) o8 3
ADMT160612R-F56 | M | 2 |0.425/0.689(0.242| 15° | 20° |0.047/0.063| || | S| B |W BNS
ADMT160616R-F56 | M | 2 |0.425/0.689/0.242| 15° | 20° |0.063/0.055| || 8| S| B|W BNS S
ADMT160616L-F56 | M | 2 [0.425/0.689/0.242| 15° | 20° |0.063(0.055| |5 &5 &8 = 3k )
ADMT160620R-F56 | M | 2 |0.425/0.689|0.242| 15° | 20° |0.079/0.055| |&B|&H 8| S| 8B BWNS W
ADMT160625R-F56 | M | 2 |0.425/0.689|0.242| 15° | 20° |0.098/0.047| ||/ |& |88 BRS |
ADMT160625L-F56 | M | 2 |0.425|0.689(0.242| 15° | 20° |0.098/0.047 |@® |&8 = = =
ADMT160630R-F56 | M | 2 [0.425/0.689(0.242| 15° | 20° |0.118/0.047| || N | B W BBV S WS
ADMT160630L-F56 | M | 2 |0.425/0.689/0.242| 15° | 20° |0.118(0.047| |5 €5 &8 ) o8 3
ADMT160632R-F56 | M | 2 |0.425/0.689|0.242| 15° | 20° |0.126/0.047| || |8| |& |88 BRS |
ADMT160640R-F56 | M | 2 |0.425/0.689|0.242| 15° | 20° |0.157/0.039| ||| |& |88 BRS |
ADMT160640L-F56 | M | 2 [0.425/0.689/0.242| 15° | 20° |0.157(0.039 |G & &8 = 3k o
ADMT160650R-F56 | M | 2 |0.425/0.689(0.242| 15° | 20° |0.197 HON S B BBVS (B
ADMT160660R-F56 | M | 2 [0.425/0.689/0.242| 15° | 20° |0.236 OBV & B BRS |B
ADMT180712R-F56 | M | 2 |0.571/0.748/0.277| 15° | 17° |0.0470.071 /) | | &5 |$8 | &8 BB OO W 3k

HC = Coated carbide

Optimum indexable insert for

Average Poor

Good N
machining conditions
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Positive rhombic w

BCGT / BCHT / BCMT

Lo
Tiger-tec® Gold 2
| - s F
Indexable inserts
P M K N S
rﬁ 3 HC HC HC HCHW  HC
[S) — o
338 novonunovnuno nwuni vlin nin v
|22 AR A o el
SIEE L |1 |s SRR ERREREEHEEEEEEREERE
Designation €123 in|in|in a |a |in|in |33 3333333333332 3(5 =
2 BCGT090304R-G55 | G | 2 |0.248/0.406|0.126| 7° | 15° [0.016/0.047|& & & VS BS & BB =
X BCGT120408R-G55| G | 2 |0.299]|0.543/0.189| 7° | 15° |0.031/0.051|) | &5 | &8 |28 & 8|88 S| & &8 0™
BCGT160508R-G55 | G 0.390(0.681|0.226| 7° | 15° |0.031]0.079|®) | | 8|8 S B B S & BB 0
BCGT090304R-K85 | G | 2 |0.248/0.406(0.126| 7° | 15° |0.016|0.047 DS
BCHT120408R-K85| H | 2 |0.299/0.543(0.189| 7° | 15° |0.031|0.051 DS
BCHT120412R-K85| H | 2 [0.299|0.543/0.189| 7° | 15° |0.047|0.047 DS
BCHT120416R-K85 | H | 2 (0.299/0.543|0.189| 7° | 15° |0.063|0.043 DS
BCHT120420R-K85| H | 2 |0.299/0.543(0.189| 7° | 15° |0.079|0.047 DS
BCHT120425R-K85| H | 2 (0.299|0.543|0.183| 7° | 15° |0.098|0.039 DS
BCHT120430R-K85| H | 2 (0.299/0.543|0.183| 7° | 15° |0.118/0.028 DS
BCHT120440R-K85| H | 2 [0.299/0.543|0.189| 7° | 15° |0.157|0.016 )G
BCHT160508R-K85 | H | 2 (0.390(0.681|0.226/ 7° | 15° |0.031/0.079 DS
BCHT160512R-K85| H | 2 |0.390|0.681(0.226| 7° | 15° |0.047|0.067 DS
BCHT160516R-K85| H | 2 |0.390|0.681(0.226| 7° | 15° |0.063|0.067 DS
BCHT160520R-K85 | H | 2 (0.390/0.681|0.226/ 7° | 15° |0.079/0.059 DS
BCHT160525R-K85 | H | 2 (0.390/0.681|0.226/ 7° | 15° |0.098|0.055 DS
BCHT160530R-K85| H | 2 |0.390(0.681(0.226| 7° | 15° |0.118|0.047 DS
BCHT160540R-K85 | H | 2 (0.390|0.681|0.226/ 7° | 15° |0.157|0.043 )G
7B BCMT090304R-F55| M | 2 |0.248/0.406|0.126| 7° | 15° (0.016/0.047|@) | & |8 NS =
BCMT120408R-F55| M | 2 [0.299|0.543/0.189| 7° | 15° |0.031/0.051|/@) & & &8 o ODOD W™ =
BCMT160508R-F55| M | 2 [0.390|0.681|0.226| 7° | 15° |0.031/0.079/® & & &8 = S b3

HC = Coated carbide
HW = Uncoated carbide

DS B/« New addition to the product range
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Milling tools with indexable inserts — |IUJI:II_'I'EH

Positive rhombic

BCGT / BCHT / BCMT ¥ g
Tiger-tec® Gold ﬁ
» | s F

Indexable inserts

P M K N S
,_ﬁ o HC HC HC HCHW  HC
O o
333 nivlunwn e viunwv niunl voln Din|lw
RERS IR R AR R R PR ) R R
SEE L | 1 | s R AR R R EEEEEEE
Designation © 123l in in in a az in in 2323333 3F 3|23 \3|=23=3=3 =3
BCMT090302R-G55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.008|0.055| |&&|& |&8 = B s 3
BCMT090304R-G55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.016|0.047 |B)|H & |88|S| |58(S S S &8 S =
BCMT090308R-G55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.031|0031| |&&|& |&8 = B B® 3
BCMT090312R-G55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.047|0016| |&|& |&8 = B® 3
BCMT090316R-G55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.063|0016| |&|& |&8 = B® 3
BCMT090320R-G55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.079|0.016| |&B|& |&8 = 3k .
BCMT120404R-G55 | M | 2 |0.299|0.543|0.189| 7° | 15° [0.016|0.051| | & W(H || B ® B®
BCMT120408R-G55 | M | 2 [0.299|0.543(0.189| 7° | 15° |0.031(0.051 |B) & €88 S| B BN S S S S CoE -3
BCMT120412R-G55 | M | 2 |0.299|0.543|0.183| 7° | 15° [0.047|0047| | & W|H| || B® o
BCMT120416R-G55 | M | 2 |0.299|0.543(0.189| 7° | 15° |0.063(0.043| |B|&® |&8 n 3k )
BCMT120420R-G55 | M | 2 |0.299]0543|0.189| 7° | 15° [0.079|0047| |& & W(TH| || B ® n®
BCMT120425R-G55 | M | 2 [0.299|0.543|0.189| 7° | 15° |0.098|0.039| || 8 = B W n
BCMT120430R-G55 | M | 2 |0.299|0.543|0.183| 7° | 15° [0.118|0028 | & W|H || B s o
BCMT120432R-G55 | M | 2 [0.299]0.543|0.189| 7° | 15° |0.126|0020| || &S| (888 e 3 36
BCMT120440R-G55 | M | 2 |0.299|0.543(0.189| 7° | 15° [0.157|0.016| || W8 &858 ek 3
BCMT160508R-G55 | M | 2 |0.390(0.681|0.226| 7° | 15° |0.031]0.079 | |5 & 8|55 S 8|58 S & S &5 58 W
BCMT160512R-G55 | M | 2 |0.390|0.681|0.226| 7° | 15° [0.047|0067| | & W(H || B ® n
BCMT160516R-G55 | M | 2 |0.390|0.681|0.226| 7° | 15° [0.063|0.059| | & W|H || B s o
BCMT160520R-G55 | M | 2 [0.390|0.681|0.226| 7° | 15° |0.079|0059| || &8 (8888 3k 36
BCMT160525R-G55 | M | 2 [0.390|0.681(0.226| 7° | 15° |0.098|0.055| || 8|88 [88(88 e 3E 3]
BCMT160530R-G55 | M | 2 |0.390(0.681|0.226| 7° | 15° [0.118|0047| | & W(TH| || B ® B
BCMT160532R-G55 | M | 2 [0.390|0.681|0.226| 7° | 15° |0.126|0.043| || &8 = B® n
BCMT160540R-G55 | M | 2 |0.390|0.681|0.226| 7° | 15° [0.157|0.043| | & W|H || B® o
BCMT160550R-G55 | M | 2 |0.390|0.681(0.226| 7° | 15° [0.197|0.028| |&|H W|H| &8 3k ®®
BCMT160560R-G55 | M | 2 |0.390|0.681|0.226| 7° | 15° [0.236|0.004 | & W|H || B s o
BCMT090304R-K55 | M | 2 |0.248|0.406(0.126| 7° | 15° |0.016|0047| (&S |88|S| &8 ) S =
BCMT120408R-K55 | M | 2 |0.299|0.543(0.189| 7° | 15° [0.031]0.051] | S|SB | S S C)C:) oI R
BCMT160508R-K55 | M | 2 [0.390(0.681(0.226| 7° | 15° |0.031(0079| |& D S & S S ) CICTES

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for

Average Poor

Good N
machining conditions
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J— | |IL|J;“_-|-E|=' Milling tools with indexable inserts

Positive rhombic
MPMX / MPMT

Tiger-tec® Gold

Indexable inserts

M K s
n
8 4 HC HC HC HC
[} u__g’
g e nionunvlunounon@unwv
c o= o m wn|wn [ ER SRR R R, n|n
© o c NMm M2 N0 D
5 == | | s r olojlajlalalS|ala|la|la|la|2|a|a
S 3-5' 2 X XX NN N nwxx x xun unoun
Designation = Z0 in in in a in |33 (3333|3335
MPMX060304-F57 M 0.250 | 0.250 | 0.125 | 11° | 0.016 O [ B BVS B
MPMX080305-F57 M 2 0327 | 0327 | 0125 | 11° | 0.020 OO B[O B BVVS B
MPMT120408-F57 M 2 0500 | 0.500 | 0.187 | 11° | 0.031 ODB BB/ (BBD W
HC = Coated carbide
e f
Positive octagonal :
ODHT / ODMT '
Tiger-tec® Gold s
Indexable inserts
P M K s
I
o ] HC HC HC HC
o ua_g’
Q
€ 5o A A EAE AR
g |8 c ANl 323 (N2 (F ||
5 | EB| | d s r p |El2(2aal2/ZalaX¥a|gla|2 2o
Bzg X X X NN Wn nuowowix X X X 0N ounowwown
Designation = |Z 3| in in in a in in |33 |33 (32|23 (332|233
ODHT050408-F57 | H | 8 |0.207 | 0.500 | 0.187 | 15° | 0.031 COCE S 3k B W B ®
ODHT060512-F57 | H 8 |0259 0625|0219 | 15° | 0.047 CoCO IR RS 3RS B W 3k
ODHT0504ZZN-F57 | H | 8 |0.207 | 0.500 | 0.187 | 15° | 0.031 | 0.047 |B || |8 S (BN BBV S N
ODHTO605ZZN-F57 | H | 8 |0.259 | 0.625|0.219 | 15° | 0.031 | 0.063 |B & S N8 S BN OB BVBS NS
ODMTO050408-D57 | M | 8 |0.207 | 0.500 | 0.187 | 15° |0.031 ODOVBVSD WBRD VWS B
ODMTO060512-D57 | M | 8 | 0259|0625 |0219| 15° |0.047 ODOVBVG VWV VWS BN
ODMTO0504ZZN-D57| M | 8 | 0.207 | 0.500 | 0.187 | 15° | 0.031 | 0.047 ||| T B S (% D DBV S W &
ODMT06052ZN-D57| M | 8 |0.259 | 0.625 | 0.219 | 15° | 0.031 | 0.063 || |EH (T8 |25 & 8|35 (95| S 8|35 S &5 58 &

HC = Coated carbide

DS B/« New addition to the product range
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Milling tools with indexable inserts

Positive triangular
P26335 / P26339

Tiger-tec® Gold

Indexable inserts

P M K S
0
E: 8 HC HC HC HC
[S] “ (=]
® 3
o = nonun v 2unounouwnLuuwmuo
c o D N w LML L oL n oL n9in n
g | £S5 SElElEEgEEege s
2 E: d s r ¥ ¥ X\ 0lundunovlXExounon
Designation = Z 0 in in a in A A A
P26335R10 M 0.266 0.125 14° 0.031 OO WD W B (RO WS
P26335R14 M 3 0375 | 0.156 14° 0.047 OBV T ODWE BBND WS
P26335R25 M 3 0.512 0.219 14° 0.079 OO WD W B (RO WS
P26339R10 M 3 0.266 0.125 14° 0.031 OO WD W (NN W S
P26339R14 M 3 0.375 0.156 14° 0.047 CoICIE AR R R A R
P26339R25 M 3 0.512 0.219 14° 0.079 OO WD W (RS WS
HC = Coated carbide
ag . . {
Positive triangular o
Tiger-tec® Gold :
Indexable inserts
P M K S
a
Kl ] HC HC HC HC
o «“ [=]
) 3 ["2) wn
Q - n o un wnw o b niovn v wn ey 0n| o
c [Ta=J] EEGER SRR AT 0|0 in|n|wn 0 | 10
S | £5 gEgEIz X2 EE g3
2 Eg d s r b SIS 0|6 D6 v <D dn
Designation = Z0 in in a in in |23z
P26379-R10 M 3 0.266 | 0.125 | 14° | 0.031 | 0.035 OO W W W (N (WS
P26379-R14 M 3 0375 | 0.156 | 14° | 0.047 | 0.039 OO MWW (W (W WS
P26379-R25 M 3 0512 | 0219 | 14° | 0.079 | 0.043 OO W® W (N (WS

HC = Coated carbide

Optimum indexable insert for

o & 8

or
Good Averageé ke
nditions

mach'lni“g col
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— ||UJ|:|_TER

Milling tools with indexable inserts

Profile milling inserts
P3204 / P3201

Tiger-tec®

Indexable inserts

P M K S H
ﬁ 2 HC HC HC HC HC
(&) — (=]
it EE n 0 0 a n 0|0 (] n <
|22 R I A A A AR K !
S EED™ s | b 4 ($SE\85 633055 %%8%00 506
Designation 2 |Z3| in in in in |22 ===
P3204-D07.94 H 2 |0313(0.079|0.118(0.118 S
P3204-D08 H 2 10.315/0.079|0.118{0.118 8 S &8 S BIS
P3204-D09.52 H 2 [0.375|0.098|0.157|0.157 = = 8D
P3204-D10 H 2 [0.394|0.098|0.157|0.157 8 S B S BIS
P3204-D12 H 2 |0472(0.098(0.197|0.197 oS B S BOS
P3204-D12.7 H 2 [05000.098|0.197|0.197 = = NOD
P3204-D15.87 H 2 [0625|0.118|0.197|0.197 = = 8D
P3204-D16 H 2 [0630(0.118|0.197|0.197 8 S B S BIS
P3204-D19.05 H 2 [0.750|0.118|0.197|0.197 = = 0SS
P3204-D20 H 2 0787(0.118(0.197|0.197 oS B S BOS
P3204-D25 H 2 10.984(0.157|0.236(0.236 8 S &8 S BSOS
P3204-D25.4 H 2 [1.000|0.157|0.236{0.236 = = 8D
P3204-D30 H 2 [1.181/0.197|0.315(0.315 s S B S BIS
P3204-D31.75 H 2 [1.250(0.197|0.315(0.315 = = e
P3204-D32 H 2 [1.260(0.197|0.315(0.315 8 S B S BIS
P3201-D07.94 H 2 |0313(0.079|0.118(0.118 S
P3201-D08 H 2 |0315(0.079|0.118(0.118 )
P3201-D09.52 H 2 |0375(0.098|0.157 |0.157 S
P3201-D10 H 2 10394(0098(0.157(0.157| |G| |88 S 3 S
P3201-D12 H 2 |0472(0098|0.197/0.197| |@&| |8 S = NC)
P3201-D12.7 H 2 |0500(0.098|0.197 |0.197 S
P3201-D15.87 H 2 |0625(0.118|0.197|0.197 S
P3201-D16 H 2 [0630(0.118|0.197|0.197 S )
P3201-D19.05 H 2 |0.750(0.118|0.197 |0.197 S
P3201-D20 H 2 |0.787(0.118|0.197 |0.197 D
P3201-D25 H 2 |0984(0.157|0.236|0.236 S
P3201-D25.4 H 2 |1.000(0.157|0.236|0.236 S
P3201-D30 H 2 |1.181(0.197|0315|0.315 NC)
P3201-D31.75 H 2 |1.250(0.197|0.315|0.315 S
P3201-D32 H 2 |1.260(0.197|0.315|0.315 oY)

DS B/« New addition to the product range

196 Indexable inserts for milling

HC = Coated carbide



Milling tools with indexable inserts — |IUJI:II_'I'EH

Positive round ‘7
\ 1
ROHX / ROMX (: :) @
;
Tiger-tec® Gold ] s

Indexable inserts

P M K s
ﬁ 2 HC HC HC HC
° w3

o g | EZ| d s q |EEIESHSSERSFEEEREHS
Designation = Z 0 in in a in |33 333323333533
ROHX0803M0-D57 H 4 |0315]0125] 11° [013| BHS VN S VN BVS B
ROHX10T3M0-D57 H 4 0394|0156 | 11° [ 0173 | |9 88 W W WS BN BVS B®
ROHX1204M0-D57 H 4 | 04720187 | 11° [0173 | |9 N W NV VS VN BVS B
ROHX1605M0-D57 H 6 |0630]0219] 15° 0217 BHS VWV S VN BVS BB

ROHX2006M0-D57 H 8 |0787|0250 | 15° |025 | @& |88 S |8 BRS |5
ROHX0803M0-D67 H 4 0315|0125 11° |0134| |@ BB S (W B S W
ROHX10T3M0-D67 H 4 0394|0156 | 11° [0173 | @ |V VB VS VN B S VW
ROHX1204M0-D67 H 4 | 04720187 | 11° [0173| | |BWV VS VB B S B
ROHX1605M0-D67 H 6 | 0630|0219 | 15° | 0217 S BB S (W B S W
ROHX10T3MO-F67 H 4 0394|0156 | 11° [ 0173 | | |8V VS VW B S VW
ROHX1204M0-F67 H 4 | 04720187 | 11° 0173 | || |88 B WS VN 8 S (VW

A

ROMX0803M0-D57 M 4 |0315]0125] 11° 013 | S VW S BN BVS BW®
ROMX10T3MO0-D57 M 4 039|015 | 11° [0173 | B |$B|E8 (BN W/ NV DKW
ROMX1204M0-D57 M 4 | 04720187 | 11° [0173 | BS BB SN W B0NSNWE
ROMX1605M0-D57 M 6 |0630]0219| 15° 0217 | S WN S VN BVS VW
ROMX2006M0-D57 M 8 |0787|0250| 15° 0256 | | W8 S BN VWS (/W

HC = Coated carbide

Optimum indexable insert for

o & 8

or
Good Averageé Pe
nditions

mach'lning col

Indexable inserts for milling 197



J— | |IL|J;“_-|-E|=' Milling tools with indexable inserts

1

Positive round W
1]
RDMT &
Q) 1k
Tiger-tec® Gold . s

Indexable inserts

M K s
n
© HC HC HC HC
o
(]
o NnioununvLomovuwovwnluuno
c mmmmmmmmmmmgmm
© N MmN | N M |
o d s d alajala|a|S|lala|lalaly|2|ala
S 1 X XX NN nNnNumwxxk x xun unoun
Designation = in in a in A A A A
RDMT0803M0-D57 M 0.315 0.125 15° 0.134 CoRaEAC IR EACIE R
RDMT10T3MO0-D57 M 0.394 0.156 15° 0173 | D S (W | D W NS W WS W™
RDMT1204M0-D57 M 0.472 0.187 15° 0173 | D S W W S WS W WS
RDMT1605M0-D57 M 0.630 0.219 15° 0217 BD DWW D W B DN D WS
RDMT2006M0-D57 M 0.787 0.250 15° 0256 |B D S W WS W WS WS WS

HC = Coated carbide

Positive round

5

RDHX / RDGX / RDMX

dp

O

1
A

Tiger-tec® Gold ;

Indexable inserts

P M K N S H
'—? HC HC HC |HW  HC HC
g Nnvnunovlnounon Nninlo >
g AR R g b = B A A
o k- d s IR REEHEEEEEEE:
Designation = in in a in 222|222 222222222
RDHX0501M0-A57 H 0.197 | 0.059 15° 0.087 | 5858 S (5 )
RDHX07T1MO-A57 H 0.276 | 0.078 15° 0.110 0 0 oG]
RDHX0702M0-A57 H 0276 | 0093 15° 0.110 S
RDHX1003M0-A57 H 039 | 0125 15° 0.173 0o 0 )
RDHX12T3MO0-A57 H 0472 | 0156 15° 0.173 o o S
RDHX1604M0-A57 H 0630 | 0.187 15° 0.217 0 0 IC)
RDHX2006M0-A57 H 0.787 | 0236 15° 0.217 o o S
RDGX0501M0-G88 G 0197 | 0059 15° 0.087 S
RDGX07T1M0-G88 G 0276 | 0078 15° 0.110 ")
RDGX1003M0-G88 G 0394 | 0125 15° 0.173 S
RDGX12T3M0-G88 G 0472 | 0156 15° 0173 S
RDGX1604M0-G88 G 0630 | 0187 15° 0.217 S
RDGX2006M0-G88 G 0787 | 0236 15° 0.217 S
RDMX0501MO0-D57 M 0.197 | 0.059 15° 0.087 os B 0N (WS =
RDMX07T1M0-D57 M 0.276 | 0.078 15° 0.110 ns W 0N (WS =
RDMX1003M0-D57 M 0394 | 0125 15° 0.173 ok W 0 (WS =
RDMX12T3M0-D57 M 0.472 | 0.156 15° 0.173 os B 0o WS =
RDMX1604M0-D57 M 0630 | 0.187 15° 0.217 ns B N B =
RDMX2006MO0-D57 M 0.787 | 0236 15° 0.217 os B 0N (WS =

HC = Coated carbide
HW = Uncoated carbide

DS B/« New addition to the product range
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Milling tools with indexable inserts — |IUJIZIL'I'EH

Positive square
SDMW / SDMT

Tiger-tec® Gold

Indexable inserts

P M S
ﬁ ] HC HC HC HC
o ua _g’
SDMWO6T204-A57 M 4 | 0250|0109 | 15° | 0016 5|88 ol 3R
SDMW09T308-A57 M 4 |0375|0156 | 15° | 0031 |@5|$8 |8 ColE- 3R
: SDMW09T320-A57 M 4 | 0375|0156 | 15° | 0.079 ™K | B ® 3k B
SDMW120408-A57 M 4 | 0500|0187 | 15° | 0.031 |5 #%(E8 ColEcgE S
SDMW120425-A57 M 4 | 0500|0187 | 15° | 0098 | |§8 (98|88 3 BRS (BB
SDMT06T204-D51 M 4 |0250|0109| 15° | 0016 @ & S W 3R ol 3R 3k
E SDMT09T308-D51 M 4 |0375|0156 | 15° | 0031 @ &S W 3 ColE-3E 0|
s SDMT120408-D51 M 4 0500|0187 | 15° | 0.031 |® S S WS 3 ColE- 3R 3k
SDMT06T204-D57 M 4 0250|0109 | 15° | 0016 |® DS W BB BB OB BBS W&
E SDMT09T308-D57 M 4 0375|0156 | 15° | 0031 |B|H S W VS VN OBV S 8B
s SDMT120408-D57 M 4 0500|0187 | 15° | 0031 |@ DS W B S BB SNBSS W&
S— SDMTO6T204-F57 M 4 0250|0109 15° | 0016 B H S W WS WWBNS |OBBNS WS
E SDMTO6T208-F57 M 4 0250|0109 15° |0031| |5 S W|W® o8 ek gk
, SDMT06T212-F57 M 4 0250|0109 15° |0047 | |CB|EH 8B S| S W BN D W
SDMT09T304-F57 M 4 | 0375|0156 | 15° | 0.016 CAAC RS 8. 3k 0|
SDMT09T308-F57 M 4 0375|0156 | 15° | 0031 @D S W WS W WRS &V S W B
SDMT09T312-F57 M 4 0375|0156 | 15° | 0047 | || (B o8 ek 3k
SDMT09T316-F57 M 4 | 0375|0156 | 15° | 0.063 CoC R B ® 3k B
SDMT09T320-F57 M 4 0375|0156 | 15° | 0079 | |CB|EH| 8B S| W VWD
SDMT120408-F57 M 4 | 0500|0187 | 15° | 0031 |B|H S W WS WW NS |&BSNS W E®
SDMT120412-F57 M 4 | 0500|0187 | 15° | 0047 | || 8B B ® Bs 3R
SDMT120416-F57 M 4 05000187 | 15° | 0063 |5 & S o ek Bs
SDMT120420-F57 M 4 | 0500|0187 | 15° | 0.079 CoC R B ® e 3k B
SDMT120425-F57 M 4 | 0500|0187 | 15° | 0098 | |CB|EH R W S| W | BBS BB S

HC = Coated carbide

Optimum indexable insert for

o & 8

or
Good Average Pol
machining conditions

Indexable inserts for milling 199



— ||UJ|:|_TER

Milling tools with indexable inserts

Positive square

SDMT \
Tiger-tec® Gold s -
Indexable inserts
M K S
a
8 g HC HC HC HC
[E) — o
@ OE 0 [%2]
o — n v un un v nio un v n n o
c o D N oMb wo Lo nwmni w9 o n
IS a £ NS F2)F N n |2 F |
5 ES | s r b alalala|a|S|lala|lalaly|2|ala
i ) S ERS i ; i A X XX NN N nwxx x xun unoun
Designation = Z0 in in a in in |33 (3333|3333 =
—— SDMTO06T2ZDR-D57 M 4 0.250 | 0.109 | 15° | 0.016 | 0.047 OO W® (W/WE (NN B
SDMTO09T3ZDR-D57 M 4 0375 | 0.156 | 15° | 0.031 | 0.047 OO W® (W (NN (W
- SDMT1204ZDR-D57 M 0500 | 0.187 | 15° | 0.031 | 0.071 OO W’ W W (W
HC = Coated carbide
Positive square ~ !
SDGT \
Tiger-tec® Gold s -
Indexable inserts
M K S
a
o ] HC HC HC HC
[S) «“ [=]
) 3 ["2) w0
s 5o A A A A R
o a £ N (T2 F N[ |2 |
s 58 1| s A EEEEEEEEEE
. . =) =1 . . . .
Designation = Z0 in in a in in |23 (3|S5
SDGTO6T2PDR-D57 G 0250 | 0.109 | 15° | 0016 | 0.047 (BB D W B B W B D W NS W &®
SDGTO9T3PDR-D57 G 0375 | 0156 | 15° | 0031 | 0.047 BB S W XN B W VS W NS W S®
- SDGT1204PDR-D57 G 0500 | 0.187 | 15° | 0031 | 0.063 BB D W B B W B DWW S WS

DS B/« New addition to the product range
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Milling tools with indexable inserts

Positive square
SDMT / SDGT

Tiger-tec® Gold

Indexable inserts

P M S
n
& 8 HC HC HC HC
[s] w— _g\
[} o a > >
g 5o A AT S A A A R
6 |ac Nlm m| (%23 v F=(NNmm 23|y
s |EE| | s r p 2|2 iaalZZ2ajalx|X¥ajalg|2 2 aa
—05‘5 ¥ X X N N N WnMowmonig XX IXEIXE N NN N
Designation = |Z 0| in in a in in 2233333333332z
SDMT09T3AZN-D57 M 4 {0375|0.156| 15° |0.012[0.047 D B D W W/ S| VN BBV S BB
SDMT1204AZN-D57 M 4 (0500|0187 15° |0.012|0.055 || D B W S (8B WV SO SH S W WS WS
SDMTO9T3AZN-F57 M 4 [0375]0.156| 15° |0.012|0.055 | | |9 8|58 |88 (5% SWW (BB
SDMT1204AZN-F57 M 4 [0500(0187| 15° (0012|0071 | & | &8 | [$8|88 (N O W/ BB/
SDGTO9T3AZN-F57 G 4 [0375|0156| 15° |0.012|0.055 || H W WV S VRS B VWS WS
SDGT1204AZN-F57 G 4 [0500(0.187| 15° |0.012(0071 BB H W WV S VRS &V BS WS
— SDGTO9T3AZN-G77 G | 4 |0375]/0156  15° |0.012|0.047 ] ks Lk
Q SDGT1204AZN-G77 G 4 |0500|0.187| 15° |0.012|0.055 = 0o s 0 s

HC = Coated carbide

Positive square
SPMT

Tiger-tec® Gold

Indexable inserts

P M K S
n
8 9 HC HC HC HC
[E) u_U)
@ c3
o o nvlun v ellinwv nivnfn v
c o D N wniwmin ;n N 1 In|O ;L|n n 10
© a £ AN (S 2D XN | D
5 €5 | s r ololalalaldE|alal¥lala|a|S|ala
i . S =,<=-,' ; X X X NN Wnunmuowg X XX NNV
Designation = Z3 in in a in 2222|222 (222222
SPMT060304-F55 M 4 0250 | 0.125 11° 0016 | H DWW SW DRSS N B DN
SPMT09T308-F55 M 4 0.375 | 0.156 11° 0031 B S W B SN NDDE S
SPMT120408-F55 M 4 0.500 | 0.187 11° 0031 B SO W B SN NDDE S

HC = Coated carbide

Optimum indexable insert for

o & 8

or
Good Averageé Pe
nditions

mach'lning col
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J— | |IL|J;“_-|-E|=' Milling tools with indexable inserts

Positive form inserts r 4

XDMT I] O

Tiger-tec® Gold .

Indexable inserts

M K S
wn
ki 8 HC HC HC HC
o — [=2]
o ©3 % %
g = o wwmmmmmwwwmmmu:
(7] v ;miwn|wn [ER AR T Ny [ToRmTy]
© a c NI 2 F (TN || Q|
o =] | | s R alaag|ala S|alala|yla|2|ala
i ) S 345 _2 . ; K X X XN W unowmomxxx x unwwoumn
Designation = Z0 in in in a in |33 (333|333 =
XDMT1303080R-F55 M 2 0335 | 0517 | 0.118 | 15° | 0315 (B H S B B S W W DB WS ™
XDMT16T3100R-F55 M 2 0354 | 0627 | 0147 | 15° | 039% BB DWW S W B DWW S WS
XDMT2004125R-F55 M 2 0.445 | 0.785 | 0.184 | 15° | 0492 (B H S B B S W W DB WS ™™
XDMT2405150R-F55 M 2 0531 | 0943 | 0221 | 15° | 0591 DD DE SN OB BS
XDMT2506160R-F55 M 2 0567 | 1.006 | 0236 | 15° | 0630 B S W N B W VD W NS E®
XDMT3207200R-F55 M 2 0709 | 1258 | 0295 | 15° | 0787 (BB B W S W/ & WV S
XDMT4009250R-F55 M 2 0886 | 1573 | 0370 | 15° | 098 BB SDHW BN OB BSS

HC = Coated carbide

BCGX ;

Tiger-tec® ,

Positive rhombic
O

m—

Indexable inserts

P M K S H 0
0
8 2 HC HC HC HC | HC [HC
) -
it oo ninlnllin 0nin|lln >
c T o (W LY nE oL Y.nlin|w
o a £ NN (DT =N MDD
[} EB 1> | s r b |SS%I25(%S S 2% ZE2
. . o S5 ) . : . . g X X 00 I T
Designation = Z30 in in in a in in |22 (22222 =
BCGX0903PDR-G55 G 0.248 | 0.406 | 0.126 | 7° | 0.016 | 0.197 S )]
BCGX1605PDR-G55 G 2 10390 | 0681|0229 | 7° |0031] 0315 S DS

HC = Coated carbide

DS B/« New addition to the product range

202 Indexable inserts for milling



Milling tools with indexable inserts

_4pun:LJ1£n

Finishing inserts
ODHX

Tiger-tec® Gold

Indexable inserts

at

P M K S H |0
0
& 2 HC HC HC HC | HC [HC
o w— o
8 S% nlolnlnl vln nlolnlalvn >
c =) O o oo D o womn Do nin v
© o c N 2T N2 F =D
] =] d s b alala|al2a¥ajala3Sa | IS
) ) S :*5 A ; A X ¥X X NN X XX nown | Io|X
Designation = Z 30 in in a in A A A A
ODHX0504ZZR-A57 H 1 0.500 | 0.187 15° 0.283 CCYC) S 3D oG]
ODHX0605ZZR-A57 H 1 0625 | 0219 15° 0370 S S BS S
ODHX0605ZZN-A57 H 8 0625 | 0219 15° 0.236 S )
ODHX0605ZZN-A88 H 8 0625 | 0219 15° 0.236 S SOS
* ZZN for k = 45° only HC = Coated carhide
Positive square =\
1572\ i
SDHX d /)
- ® \ /
Tiger-tec s
Indexable inserts
P M K S H |0
wn
© 2 HC HC HC HC | HC |[HC
o w“ [=2]
] °% niun n van niun2n >
c T o LR A A R A R R R N A R R )
© a c NN Q| (N| Q[ == D
] = d s b alala|2a|l¥a|a(2a| | |2
. ) o S '5‘ A ; A X X NN ng X Xnow | x| X
Designation = Z 0 in in a in A A
SDHX09T3AZR-A88 H 0.375 0.156 15° 0.220 S GO
SDHX1204AZR-A88 H 0.500 0.187 15° 0.295 S SDOS

nsert for

o

Poor

Optimum indexable i

@

Average

Good N
machining conditions

HC = Coated carbide
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— ||UJ|:|_TER

Milling tools with indexable inserts

Finishing inserts
P2901 / P2903 / P2905

Tiger-tec®

Indexable inserts

Qe

P M K N| S H |0
n
o ] HC HC HC HW| HC | HC [HC
[S) «“ [=)]
] °% niun un n nin nin =
c =) 000|900 00 Dio|w|is |9
© o c N | =N N o N =2
o =] d s b [ e e S e N e S R R - == = o
. . S ER] | ; h X X0 u X XXoununIIx
Designation = Z 0 in in a in AR A A A
P2901-1R H 1 0.500 0.187 11° 0.433 () S SOS
P2903-2R A 3 0375 | 0.187 11° 0.138 S S GO
P2905-1 F 4 0500 | 0.187 11° 0.394 S S GO

DS B/« New addition to the product range
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HC = Coated carbide
HW = Uncoated carbide



Milling tools with indexable inserts

Negative rhombic
ENMX

Tiger-tec® Gold

Indexable inserts

P M K N S H
n

8 g HC HC HC HCHW|  HC HC

[5) H—-g’
g |2¢e nivlnnlvolin v ninlvoln Ninlv >
c |o D mmmmmmmmmmmmmm mlnlnl.nl.n
© | 2ct NMM\‘I‘\TE\‘I‘\‘I‘HNNMMHQE\T\TEE
S EE| | 1| s | r |SIEEHGEHFSEC S S ESEGHTE
Designation 2 |Z3| in in in in |||\ 2 === ¢=2
ﬁﬁ ENMX08T316R-D27 M 4 [0.236(0.433|0.142(0.063 D | D W B S WK &SBE OB BSOS
ﬁﬁ ENMX08T316R-F47 M | 4 |0236]0433]0142]0063 DS S W W S W |G WW OB XSS

HC = Coated carbide
HW = Uncoated carbide

Negative rhombic
LNGX

Tiger-tec® Gold

~—S

Indexable inserts

M N 5
n
5 g HC HC HC HCHW  HC
3] u—-g’
g |20 nioununvonov ninlvoln Nin|l v
c o O N oL L L O o(in (O WL o oln a0
© | o £ N (S ST H N NN M| oD 2
5 | EB| | | p [2lela|aa|Zaja|¥ X¥Xalaia(Z gl a
2 |5% 2 S r X X X0 nunun g XXX XXX 0nounon
Designation = |Z3| in in in in in ||| (=223 ===
LNGX130708R-L55 G 4 | 0433]0539 0305|0031 | 0047 | S SWES BB SDSS | S
LNGX130712R-L55 G | 4 |0433|0539]|03050.047 |0.039 B SHSSS SN S W W Ik
LNGX130716R-L55 G 4 | 0433|0539 030500630035 |3 S S EW & GOk S B
LNGX130720R-L55 G 4 |0433]0539 | 0305|0079 | 0028 | S D |S N S S B
LNGX130725R-L55 G 4 | 04330539 | 0305 |0.098 | 0.024 || S| &S S S S
LNGX130730R-L55 G 4 | 0433|0539 | 0305 0.118 | 0028 | B & S SN
HC = Coated carbide
HW = Uncoated carbide
nsert for

Optimum indexable i

o © B

Good Average
g Conditions

machinin

@S B/« New addition to the product range
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J— | |IL|J;“_-|-E|=' Milling tools with indexable inserts

Negative octagonal
ONHF

Tiger-tec® Silver

Indexable inserts

P M K N S H
n
© g HC HC HC HCHW|  HC HC
[S) U_D)
g | °% nlnlunlovnl o nlnln Nlnlvw >
c =) Bio|(o o9 0 oln 0|00 n V5|0 n|in
§ | £5 SEEEzEE2EEIEZ8ElE Rz
o g | Es| d I s r 2 X|0|0|dnd <X 2 2RED G0 I
Designation = Z 0 in in in in |S(S|Z 3|33 3|23|2 3=
ONHF050408-F67 H 16 | 0.500 | 0.207 | 0.187 | 0.031 S & I
HC = Coated carbide
HW = Uncoated carbide
Negative triangular
Tiger-tec® Gold - s e
Indexable inserts
P M K N s
n
E: b HC HC HC HCHW|  HC
o “_cn
@ g
5] = Nnivwunun o ano nin vwlin Nninl v
c =] N oo LML L o L n nMvMo ol n PARGRED]
z 25 QRRFFsFEggYe ez s
o 2 EL d s T X2 06|06 o< XXX XED GG
Designation = Z0 in in in 2SSz 2
P23696-1.0 M 6 0354 | 0209 | 0047 B DS W B S S S B S =
P23696-2.0 M 6 0531 | 0292 | 0063 B S S W WS W W CoEdE COEES

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o & 8

¥
Good Average poo

machining conditions
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Milling tools with indexable inserts — |IUJI:II_'I'EH

Negative square N
SNGX / SNMX

Tiger-tec® Gold

Indexable inserts

P M K N S
n
& ] HC HC HC HCHW|  HC
] D2
g oo nivlnu e lin v nin vln Ninlw
c o D N o w;m on|wn [ ER L ERT N R BT AT T} .
o o c N S22 TS NN M= o2
s | ES| 1 s | BI8I865 3055 SEEEEEEE

. . =) =1 .

Designation = Z 0 in in in A A A A A A
= SNGX120512-F57 G 8 0500 | 0220 | 0.047 |® DS W B S WS ColR g o3RS
- SNMX090408-F57 M 8 0375 | 0191 | 0031 B S DWW S BB DB S

SNMX120512-F57 M 8 0500 | 0217 | 0047 D S D W WM S W B &S WS GO R

SNMX120520-F57 M 8 0500 | 0217 | 0079 B S DWW S W B DB S

SNMX160620-F57 M 8 0630 | 0251 | 0079 B DS W = GO IR =

SNMX160640-F57 M 8 0630 | 0251 | 0157 S =
- SNMX090408-F67 M 8 0375 | 0192 | 0031 B DD W B S S SN S =

SNMX120512-F67 M 8 0500 | 0222 | 0047 DO DLW SB S S BSW® SN

HC = Coated carbide
HW = Uncoated carbide
Negative square
SNGX / SNMX
Tiger-tec® Gold s
Indexable inserts
P M K N S
é HC HC HC HCHW|  HC
EE niv nun v nin o 00| wln Qln|lwv
= R A R R R 0|99
€5 I s b &&&n.n.En.mxxa.a.n.zEEr.\.n.
i i ER] ; ! NN nnn g XXX xononon

Designation Z0 in in in A A A A A A

SNGX0904ANN-F57 8 0.375 0.185 0047 BH S W B DWE DSBS S

SNGX1205ANN-F57 8 0.500 0.218 0059 B DSV BDBB SSBS GO R

SNGX1606ANN-F57 8 0.630 0.248 0.071 S S = 0n s 3

SNGX0904ANN-F67 8 0.375 0.186 0047 B DS W B DNBSD SB GO R

SNGX1205ANN-F67 8 0.500 0.218 0059 DB B DBBVSD &B S GO

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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— ||UJ|:|_TER

Milling tools with indexable inserts

Negative square
SNGX / SNMX

Tiger-tec® Gold

Indexable inserts

M N S
§’ HC HC HC HCHW| HC
]
oo niolnlnviiinwv nin|vln Nin|lw
o D v ;m wn|wn | W 0|0 W©n|( WL .v|n [ToRmTy]
a2 £ N M 2| =N N Mo
E = | s b alaja|ala|S|alal¥| Xy Z(a2aa
. . ER] . ; ! X X X0 WnunowwcxxxxXXxXononon
Designation Z 0 in in in A A A A A
SNMX0904ANN-F57 8 0.375 0.185 0047 DOHDWTBW VN &SN 0
SNMX1205ANN-F57 8 0.500 0.218 0059 BB S CoC N
SNMX0904ANN-F67 0.375 0.186 0067 OSB!V BVBBXS SN e
SNMX1205ANN-F67 0.500 0.218 0059 | B S S S WS
HC = Coated carbide
HW = Uncoated carbide
Negative square
Tiger-tec® Gold
S —=|
Indexable inserts
P M K N S
] HC HC HC HCHW|  HC
-
e niolnun v n v nin voln 0inlv
o @ AR A R R R A R R AR AR R R ) LN 0
a £ N S DN NN M| oD
=] | s b ala|la|ala2alal¥iXaia|a|Z|g|2|aa
. . ER=] . ; | X XX 0N nuwgxxxxXxXxXxounonwon
Designation Z0 in in in 2SSz
SNGX1205ENN-F57 8 0.500 0.221 0047 BB D WDV DBET &SB N S =

Optimum indexable insert for

o & 8

¥
Good Average poo

machining conditions

\
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HC = Coated carbide
HW = Uncoated carbide



Milling tools with indexable inserts — |IUJI:II_'I'EH

Negative square
SNGX / SNMX

Tiger-tec® Gold

Indexable inserts

P M K N 5
g HC HC HC HCHW|  HC
EE nivln v ellinwv nin ol n Vin|lv
o D N o w;m on|wn [ ER L ERT N R BT AT T} .
235 SpREFs gl de e 2=
Eg | s b SIEI¥|nnlninn =¥ < EERE AR 0NN
Designation Z 0 in in in A A A A A A
= SNGX0904ZNN-F57 8 0375 0.193 0039 BD DN NS W/B S o 3R
SNGX1205ZNN-F57 8 0.500 0.227 0047 BB S W B BDWE HSWE S =
- SNGX0904ZNN-F67 8 0.375 0.194 0039 OB B SDNBS &N S
SNGX1205ZNN-F67 8 0.500 0.228 0047 B DSV B DNBSD OB GO R
ﬁ SNMX0904ZNN-F57 8 0.375 0.193 0039 @D S WS SN S
ﬁ SNMX0904ZNN-F67 8 0375 0.194 0039 B HSWBDBBVSD SB X GO R
HC = Coated carhide
HW = Uncoated carhide
Negative triangular
TNMU
Tiger-tec® Gold
Indexable inserts
P M K N S
n
k| 2 HC HC HC HCHW  HC
] -
(4] o
S 5= A - I - P - A
© a £ N M (2NN M=o
s |ES) ¢ | s | b | r BIGICHG 35532 EEEEEEREE
. . S ER= ; < X X|nwnn
Designation 2 | Z3| in in in in 22|22 (222|222
=t TNMU160508R-G57 M 6 | 0378|0211 | 0063|003 B S S W W BB GOk o

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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J— | |IL|J;“_-|-E|=' Milling tools with indexable inserts

Negative heptagonal
XNMU

Tiger-tec® Gold

Indexable inserts

M N s
n
© ] HC HC HC HCHW|  HC
] 0—%"
g |2e nownownovanno ninl voln 0nin|lw
c oD N O|miwm LY LN nmmnmn LN |10
g |a & N M T2 F (T =N AN =2
& |ES| d | s r bn.n.n.n.n.Zn.chxn.n.n.z_.En.n.
—osg ¥ X X NN N nmuom/XIXIXIXEIXIEON N OV
Designation = |Z 0| in in in in in |22 2323|3333 23
XNMUO705ANN-F57 M | 14 |0.571|0.275|0.197|0.031|0.043 || | 8 &% & | £ |8 CE3E C-TE
XNMUO9O6ANN-F57 M | 14 |0.750|0.361|0.231|0.031|0.055 |® & & N |S B S B S
HC = Coated carbide
HW = Uncoated carbide
Negative heptagonal
Tiger-tec® Gold iyl
Indexable inserts
P M K N s
n
E: 4 HC HC HC HCHW|  HC
[] u—-g'
5] e niolnun v unwv ninl oln Dinlv
s |22 IR R I R P o g R R
] = d | ala|ajalaSalalxiX¥aia|a|Z|a|2|aa
5 5 S N I¥IXIX|0|n|nvn|ovn < XX XXX Xononon
Designation = | Z0 ] in in in in |23 23|22z =2
XNMU070508-F57 M 14 | 057102750197 | 0.031 | B & S W B S |8 CEE S |
XNMU090612-F57 M 14 | 0750 | 0.361 | 0.231 | 0.047 |B | SN = CoEdE

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o & 8

¥
Good Average poo

machining conditions
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Milling tools with indexable inserts — |IUJI:II_'I'EH

Finishing inserts
SNEX

Tiger-tec®

Indexable inserts

P M K N S H
w0
8 H HC HC HC HCHW| HC HC
o u_:n
o g
5] = nnwn v nuo 0ninn Nninlv >
c o D N oo L oo n 0 |mioin Do |0 n|n
I a £ ANl QT (NN o2 ||| =
] £ | s r p |&a|alaZlala¥|Xala|Z o|(2a|a I I
. . - 5e ¥ XN nonunun < XXX Eonunan I
Designation = Z 0 in in in in |33 (3333332333333
SNEX1204PNR-B67 E 4 | 0500 | 0.187 | 0.031 | 0.425 S )
HC = Coated carbide
HW = Uncoated carbide
. . . r
Finishing inserts T -

SNEX o

Tiger-tec® b

Indexable inserts

T
5 o
T
s £
=
5 =
A
=
=
T
Fw
B
= ==

Number of
cutting edges

%]

-

o
WKP25S
WKP35S
WSP45S
WSP456
WSM35S
WSP45S
WSP456

@ | wAK15
WKK25S
WKP25S
WKP35S
WXN15
WK10
WSM35S
WSP45S
WSP456

Designation
SNEX1204PNN-A27

m™ [ Tolerance class

® | WHH15
@ | WHH15X

4 0.500 | 0.187 | 0.047 | 0.406

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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J— | |IL|J;“_-|-E|=' Milling tools with indexable inserts

Finishing inserts
XNGX

Tiger-tec®

Indexable inserts

P M K N S H |0
]
& 2 HC HC HC HCHW|  HC HC |HC
o U_B)
] 5% nlnunlovnlv nlnln 0nlnlv >
c T o (oo o Do oin vnmnlin Lin o n|in |0
© a2 £ NNt 2 (F| A (NN o|2 (S| =
o ES d s b alalalaS|alal¥|X¥/ala|Z|a(=2|a|al| |2
. . < 5% ; X Xnunnwun g XXX onn I I X
Designation = Z 0 in in in 3233|2333 2333332
XNGX0904ANN-F67 G 2 0.375 | 0.184 | 0.197 S DS
XNGX1205ANN-F67 G 2 0500 | 0.212 | 0.185 S SOS
HC = Coated carbide
HW = Uncoated carbide
Finishing inserts
- ® -l s~
Tiger-tec
Indexable inserts
P M K N S H |0
w0
8 ] HC HC HC HCHW  HC HC [HC
o u_:n
o 3
o = nnwunovwanuv 0ninn Ninlv >
c o O AR R R AR R R A AR e R RS Lo (0| n|n|w
© a c AN M 2T NN o2 |2
i = d s b alalala 2aja|¥(¥aja|Z|o|2|aa| (|3
. . 2 5e ; X X0 ovuv XXX ou I I X
Designation = Z3 in in in |22 (S (222222222
XNGX1205ENN-F67 G 2 0.500 | 0.213 | 0.177 S )

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

o B

¥
Average Poo

d
Goo nditions

machining €0
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Milling tools with indexable inserts — |IUJIZIL'I'EH

Finishing inserts
XNGX

Tiger-tec®

1
=

Indexable inserts

P M K N S H |0
wn
5 2 HC HC HC HCHW|  HC HC |HC
o “— [=2]
] ST nlnlunlovnlo nlnln nlnlv >
c T o DB OOV 0 B[ n v n o n I8 0| n|in|Ww
© a2 £ NN QI AHNNM | oQ ==
H =B d s b alalalal2alal¥ ¥ajglZg(2|aa IS
. . S ER] : X X 0w unuwungXXXEXXonunonIIx
Designation = Z 0 in in in [ 3323|2333 33(3 =533\
XNGX0904ZNN-F67 G 2 0.375 | 0.190 | 0.138 S SO S
XNGX1205ZNN-F67 G 2 0500 | 0221 | 0.157 S SOS
HC = Coated carbide
HW = Uncoated carbide
Finishing inserts %
Tiger-tec® -l
Indexable inserts
P M K N S H
w0
8 ] HC HC HC HCHW  HC HC
o w“— [=2]
) Og n [%2]
(%} - niunun v 0n o ni unun 0n o x
c o o AR R R AR N R AR R RS Dio 0| n|lin
© o c Al 2NN o2 (F (||
o E 5 d s b alg|ala|2a|a|¥(XiggZ|a|2|a|a|
. . 5 55 : X X 0w unoununXxxXXonononI:I
Designation = i in in in 222|222 22222222
XNHX0705ANN-D67 H 2 0571 | 0196 | 0.228 S CCIC)
XNHX0906ANN-D67 H 0750 | 0219 | 0.295 S Y]
HC = Coated carbide
HW = Uncoated carbide
Finishing inserts
Tiger-tec® -
Indexable inserts
P M K N S H |0
(]
o ] HC HC HC HCHW  HC HC |HC
o — [=2]
it EE 0ninn v n v 0nlinln Din|w x| n
c | 22 SRR AR e PR R R
H = d s b alalala|l2alal¥Xa|lglZ g(2|aa |2
. . S ER=] : X X0 unuuigXx XX X xXunounounIIx
Designation = Z0 in in in [T |23z 2=z |=
XNGX0705ANN-F67 G 2 0571 | 0197 | 0.224 S SOS

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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J— | |IUJl2I_'I'EI=I Milling tools with indexable inserts

Tangential rhombic
LNHU / LNMU

Tiger-tec® Gold

Indexable inserts

M N s
n
© ] HC HC HC HCHW|  HC
] w“ _g’
g |2e noununovnuno ninl voln niun o
c oD N O|miwm LY LN nmmnmn 0|0
© | c N (T2 LI =N N2
& |ES| | | s r bn.n.n.n.n.En.n.xxn.n.n.z—.En.n.
—°=<=-;2 ¥ X X NN N nmuom/XIXIXIXEIXIEON N OV
Designation = |Z 0| in in in in in 3333333333333
; LNHUO090404R-L55T H 4 |0.335|0.354|0.177|0.016|0.059 | | & 5|28 S B (8 S S S B B GOl R
LNHUO090408R-L55T H 4 |0335|0.354(0.177|0.031|0.043 | B | & I8 58 S W & S W®S GRS
LNHU090412R-L55T H 4 |0335|0354(0.177|0047(0.031| | SW & W mns ColE
LNHU090416R-L55T H 4 [0335|0.354(0.177|0.063 OB S n s S
LNHU090420R-L55T H 4 0.3350.354|0.177 | 0.079 ODOW OB B® S %
LNHU130608R-L55T H 4 [0472]0512]0.2680.031/0.087 || B W WM S W B SSSD W™ GO
LNHU130612R-L55T H 4 |0472|0512|0.268|0.0470.075| |& & 88 %8 S W B "nIs GO R
LNHU130616R-L55T H 4 |0472|0512|0.268|0.063(0.059| || B B S W 0ns SW/E®
LNHU130620R-L55T H 4 |0472|0512(0.268|0.079(0.047| || B B S W 3k Cole e
LNHU130625R-L55T H 4 |0472|0512|0.268|0.098|0.028| &S W |S W mnIes S
LNHU130630R-L55T H 4 [0472]0512(0.268/0.118(0.091| || & W S W T o s GO
LNHU130632R-L55T H 4 [0472|0512(0.268|0.126 SO®N O o s S
LNHU160708R-L55T H 4 [0610|0630(0.283/0.031/0.091 D S S W W S W W &S W W GRS
; LNMUO90404R-L55T M 4 033503540177 00160059 | B | B W8 W S B S BB
LNMU130608R-L55T M 4 047205120268 |0.031/0.087 BB B WX WH S WS o
e P LNHUO090404R-L65T H 4 |0335/0.354(0.177|0.016 | 0.059 nw/ (W w1
X}) LNHU130608R-L65T H 4 |0472|05120.268|0.031 |0.087 oK B ns
- LNHU160708R-L65T H 4 |0.610|0.6300.283|0.031|0.091 = = =
HC = Coated carbide
HW = Uncoated carbide
- - r
Tangential rhombic ”
Tiger-tec® Gold
S |—-—
Indexable inserts
P M K N s
0
© g HC HC HC HCHW|  HC
[S] — -?
3 N nounounovnuno ninl oln nin o
c o o O OO WwL L L e aWiwMnB ol n a0
© o c ANm NS 3 2% 5NN Mmool 9
° == | | s rn.n.n.n.n.En.n.xxn.n.n.z—.En.n.
5 345' 2 ¥ X X NNNnmuom/XIXIXIXEIXIEON N OV
Designation = Z0 in in in in ||| (|22 =2 222
LNMX201012R-F57T M 4 06710787 | 039 | 0047 DSBS W WHB WS =

HC = Coated carbide
HW = Uncoated carbide

DS B/« New addition to the product range
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Tangential rhombic
LNHX

= BN
Tiger-tec® Gold '
Indexable inserts
P M K N S
n
& a HC HC HC HCHW HC
(8] w g
(] o I > ;o3
¢ 5o AP BRI AR s
© o £ N IS =NV |2 o|23 (3|
] E = | | s r aalaalZ|S|alal¥|X¥aa|(Za =22 ala
. . - 5e 2 ) : | X X 0w unoununuwgexXxxXxXonononon
Designation = Z 0 in in in in |33 |33 =333 3 =33
/(3\_ LNHX120604R-L65T H 4 | 0433|0500 | 0.268 | 0.016 eIk
HC = Coated carhide
HW = Uncoated carhide
. . -5~
Tangential rhombic
Tiger-tec® Gold A
Indexable inserts
P M K N S
1]
8 Q HC HC HC HCHW HC
[} [P
[ o g > x
2 l5o plaRR e s aR,alRarmiainas
© |9 & NS 2(F NN |2
g | ES| | | s r p 2la|alaZ2 2 ala|¥Xaa|Z(g2=20aa
s |38 X X 00 unounouugxxxxXxxounounonon
Designation P |Z3] in in in in in [ (=== =
XNHX130608R-L65T H 2 |0413|0551(0.268|0.031|0.079 B WS
XNHX130612R-L65T H 2 |0.413]0.551(0.268|0.047 | 0.079 0N W\
XNHX130616R-L65T H 2 |0413|0551(0.268|0.063|0.079 B WS
XNHX130620R-L65T H 2 |0.413|0551|0.268|0.079|0.079 =
XNHX130624R-L65T H 2 |0.413|0551|0.268|0.094|0.079 o
XNHX130630R-L65T H 2 |0.413|0551|0.268|0.118|0.055 o
XNHX130632R-L65T H 2 |0.413|0551|0.268|0.126|0.051 o
XNHX130640R-L65T H 2 |0.413]0.551|0.268|0.157 | 0.020 W

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for

Average Poor

Good N
machining conditions
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e e . . - s =
Finishing inserts
- r
Tiger-tec® s
b |=
Indexable inserts
P M K N S H |0
n
& g HC HC HC HCHW,  HC HC [HC
[5) - 2
g1°% nlnlnlolvanlo nlnln 0nin|lo >
c | o I R R A R R R R T I8 0| n|in |0
o | c NN (F 2NN o Qo= D
& EB| | | s r p (2l ala|Z2ajaX|X¥a|alZlg 2aa|lZ|(I| 2
. i —°=§_2 . A i _xxmmmmm«.xxxxxmmm::x
Designation = |Z0|in | in | in |in | in |33 333333233 333333 =
LNHX0904PDR-L55T H 0.335|0.354(0.177/0.016|0.138 S DS
LNHX1306PDR-L55T H | 2 |0.472|0512(0.268|0.024|0.197 S SOS
HC = Coated carbide
HW = Uncoated carbide
e e . . s
Finishing inserts T
LNHX |
Tiger-tec® i
b r
b
Indexable inserts
P M K N S H |0
n
8 ] HC HC HC HCHW|  HC HC |HC
o “ [=]
v [6F
O | o ninun v unuov 0nin un Niniv x
€ o @ ARG AR R AN, R TR R AT R T o} Lo |0 |(in|n|®©
o |oc NI A A A A R R A R A I A s A S A = = =
5 |ES| | | s r p 2l ala|Z2ajaX|¥a|alZ|lg 2aa|l (|2
) ) 2|58 2| : . D IXIX|n|un|nnunig XXX XX0D0uIIX
Designation = |Z0|in | in | in |in | in 23|32 |22 (3232|2233 3= =
S LNHX130608R-L55T H | 4 |0472(0.512|0.268/0.031|0.087 S o))

HC = Coated carbide
HW = Uncoated carbide

Optimum indexable insert for \

Average Poor

Good N
machining conditions
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Finishing inserts RN
P45420 \EQ/ i
Tiger-tec® A e

Indexable inserts

P M K N S H 0
wn
E H HC HC HC HCHW| HC HC |HC
[ U—-g’
] Dw
e s o Qmﬂ%mu"’»%mﬂﬂu‘qm gm%mﬁm
© a2 £ N|lm (2NN o QT o= D
H =B d s b alalalal2alal¥ ¥ajglZg(2|aa IS
S :‘5‘ X XN WN W unumic XX XXX XN NN n T I X
Designation = Z 0 in in in [ 3323|2333 33(3 =533\
P45420-G67 H 4 0.375 | 0.187 | 0.276 S DS
HC = Coated carbide
HW = Uncoated carbide
Finishing inserts @ f
b
P45424 = i
- l=—d —=] | S |-
Tiger-tec®
Indexable inserts
P M K N S H
0
8 ] HC HC HC HCHW|  HC HC
[=) u__g’
it Nl ninun o no 0nln|ln ninlo P
c =] (oL L oo 0 L oin Lio || n|in
© a2 £ N NS 2| NN M o2 (X ==
; =] d b ala|ala|(2ala¥(XalaZ g2
S 5= S XX 00vvuu v XXX XXoonouIz
Designation = Z0 in in in EHEAE AR A A A A A
P45424-1-G67 G 0472 | 0197 | 0315 S S
P45424-2-G67 G 4 0.787 | 0.256 | 0.591 S S

HC = Coated carbide
HW = Uncoated carbide

@S B/« New addition to the product range
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Indexable insert milling cutters product range overview

Milling tools with indexable inserts

Shoulder milling cutters

Machining [Z?

Lead angle k 90°

Designation M5130 M5137
Xtra-tec® XT

Dc [mm] 16-63

De linch] 0.625-2.480 2.000-4.000

Page 220 226

Copy milling cutters

Slot milling cutters

Machining

Lead angle k

Designation

D¢ [mm]

D¢ [inch]

0.750-1.750

Page

228

5

Machining %

Lead angle k

Designation F2239 F2239B F2339
D¢ [mm] 20-32 20-40 16-32
D¢ linch] 0.787-1.260 0.787-1.575 0.625-1.260
Page 230 230 232

Profiling cutters

Machini <<
achining [ﬁ?
Lead angle k 30° + 60°
Designation M4574
Dc [mm] 8-20
D¢ linch] 0.750
Page 236

>
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Milling tools with indexable inserts

Designation key for Walter milling tools

— |IUJIZII_TER

Example:
M4 1 32-063-B22-07-09 -
1 2 3 4 5 6 7 8 9 10 11
1 2 3 4
Tool group Generation Tool type Type
M Milling 2 0 Face milling cutter 02 High-feed face milling cutter | 32 Shoulder milling cutter
. k=15°, radial, positive, K = 89°45', radial, positive,
3 Walter BLAXX 1 Shoulder milling cutter four cutting edges four cutting edges
2 Shoulder/slot/helical per indexable insert per indexable insert
4 M4000 illing cutter
miing e 03 Face milling cutter 37 Shoulder milling cutter
5 Xtratec® XT 3 Other milling cutters K =45°, radial, positive, K = 90°, radial double-sided,
four cutting edges six cutting edges
4 Copy milling cutter per indexable insert per indexable insert
5 Profiling cutter 08 High-feed milling cutter 55 Helical milling cutter
k = 17°, radial, double-sided, K = 90°, tangential,
7 Routing cutter four cutting edges double-sided, two or
per indexable insert four cutting edges
per indexable insert
5 6 7 09 Face milling cutter 56 Helical milling cutter
K = 45°, radial, double-sided, k=90°, radial, positive,
o . . eight cutting edges two or four cutting edges
1. Delimiters Cutting diameter Adaptor type per indexable insert per indexable insert
12 Face milling cutter 57 Helical milling cutter
—  Metric A Parallel shank k = 88°, radial, double-sided, k = 90°, radial, positive,
eight cutting edges two or four cutting edges
Inch B Bore adaption per indexable insert per indexable insert
' 16 Heavy-duty cutter 58 Helical milling cutter
T ScrewFit K = 60°, tangential, k = 90°, radial, positive,
o double-sided, four cutting two or four cutting edges
TC _Cyt“”‘:”cal'mod”'ar edges per indexable insert per indexable insert
interface
24 Heptagon face milling cutter | 74 Chamfer milling cutter
W' Weldon shank K = 45°, radial, double-sided, Kk = 30°, 45°, 60°,
14 cutting edges radial, positive,
H Hsk per indexable insert, four cutting edges
screw clamping per indexable insert
25 Octagon face milling cutter | 75 T-slot milling cutter
8 9 10 for finishing k=90°, radial, positive,
K = 42°, radial, double-sided, four cutting edges
Adaptor size Number of teeth Depth of cut 16 guttmg edges - per indexable insert
per indexable insert, finish-
ing face milling cutter
26 Octagon face milling cutter | 91 Routing cutter
for finishing k=90°, radial, positive,
K = 42°, radial, double-sided, four cutting edges
11 16 cutting edges per indexable insert
per indexable insert
Vt]agrst)n ac_c. to I_(:Ingt: . 30 Shoulder milling cutter 92 Routing cutter
or manufacturer-specific adaptors K =90°, radial, positive, k=90°, radial, positive,
two cutting edges two or four cutting edges
S Short version per indexable insert per indexable insert
L Long version 31 Ramping milling cutter
k=90°, radial, positive,
D  Dorries Scharmann machines two cutting edges
M per indexable insert
Makino machines

Indexable insert milling cutters
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Shoulder milling cutters

M5130 [ mm |

BC..0903..R
Xtra-tec® XT

- tting ed indexable i t :
wo cutting edges per indexable inser \g o E Wlper

VvV
vy == S P M K N S H O
Q’ g @ M5130 0 00 00 00 00 o o

No. of
Tool . ) Dc d; I Le [} indexable
Designation mm mm mm mm mm Z inserts Type
ScrewFit * M5130-016-T14-02-09 16 T14 25 9 2 0.03 2
SV * M5130-020-T18-02-09 20 T18 30 9 2 0.05 2
= * M5130-020-T18-03-09 20 T18 30 9 3 0.05 3
be * M5130-025-T22-03-09 25 T22 35 9 3 0.09 3 BC..0903 .R
L (@) * M5130-025-T22-04-09 25 T22 35 9 4 0.09 4
- Le * M5130-032-T28-04-09 32 T28 40 9 4 0.18 4
. * M5130-032-T28-05-09 32 T28 40 9 5 0.19 5
* M5130-016-TC08-02-09 16 M8 25 9 2 0.03 2
* M5130-020-TC10-02-09 20 M10 30 9 2 0.05 2
* M5130-020-TC10-03-09 20 M10 30 9 3 0.05 3
* M5130-025-TC12-03-09 25 M12 35 9 3 0.09 3 BC..0903 ..R
* M5130-025-TC12-04-09 25 M12 35 9 4 0.09 4
* M5130-032-TC16-04-09 32 M16 40 9 4 0.17 4
* M5130-032-TC16-05-09 32 M16 40 9 5 0.18 5
* M5130-016-W16-02-09 16 16 41 9 90 2 0.12 2
f ‘ | x M5130-020-W20-03-09 20 20 39 9 90 3 0.18 3 BC 0903 R
F=%sl” * M5130-025-W25-04-09 25 25 43 9 100 4 0.31 4
e ;’k o * M5130-032-W32-05-09 32 32 49 9 110 5 0.57 5
(A ;
fe— I —>]
h
Parallel shank * M5130-016-A16-02-09 16 16 41 9 180 2 0.25 2
4 y * M5130-018-A16-02-09 18 16 41 9 180 2 0.26 2
De ¢ * M5130-020-A20-02-09 20 20 39 9 200 2 0.44 2
L" ] 1 * M5130-020-A20-03-09 20 20 39 9 200 3 0.44 3 BC..0903 ..R
+Iai * M5130-022-A20-03-09 22 20 39 9 200 3 0.44 3
I * M5130-025-A25-03-09 25 25 43 9 200 3 0.68 3
* M5130-025-A25-04-09 25 25 43 9 200 4 0.68 4

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

DS B/« New addition to the product range
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Milling tools with indexable inserts

— |IUJIZII_TER

Assembly parts

D¢ [mm] 16-32
Er) Clamping screw for indexable insert FS2576 (Torx 8IP)
= Tightening torque 1.2Nm
Accessories
D¢ [mm] 16-32
@] Torque screwdriver, analogue FS2001
Tightening torque 0.4-1.2 Nm
6| ] Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm

Interchangeable blade

FS2012 (Torx 8IP)

i

Screwdriver

FS1483 (Torx 8IP)

Indexable inserts

P M K N S H |O
HC HC HC HCHW  HC HC [HC
mEleneRne ., BleR Al B R, s
NNt 2 F|F =N NN o2 | F ==
r b olalala|a|22|ajlal¥| ¥la|la|ja|lZ(a(2|alalT| (2
¥ X X N N N WMhn X XXX X IXEN N n| || X
Designation mm mm (333333322322 (Z233 3222
BCGT090304R-G55 0.4 12 OO0 BSOS NS &BS =
@ BCGT090304R-K85 0.4 12 1)
BCMT090302R-G55 0.2 14 SS = = o gp s =
BCMT090304R-F55 0.4 12 OO |8 EACC IR =
BCMT090304R-G55 0.4 12 OOS BSOS NOSHSW/EW S |
BCMT090304R-K55 0.4 1.2 DS _BS B oG] S B
BCMT090308R-G55 0.8 0.8 SS | = gp s =
BCMT090312R-G55 1.2 0.4 SS = = 0= =
BCMT090316R-G55 1.6 0.4 OO = = 0N =
BCMT090320R-G55 2 0.4 SS = = o gp s =
- BCGX0903PDR-G55 0.4 5 S GO Y]
HC = Coated carbide
HW = Uncoated carbide
o0
. kpiece imary
- machine, wor Primar
St:?\“d‘tcyl::mi“g a rrangeme“t appncatlon

[}
Other

ication
d Good Moderate applica
Very goo
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Shoulder milling cutters

M5130 [ mm |

BC..0903..R
Xtra-tec® XT

- tting ed indexable i t :
wo cutting edges per indexable inser \g o E Wlper

vvy @ @ P M K N S H 0
Q’ g @ M5130 o0 00 00 00 o0 o [ ]

No. of
Tool D¢ dp I Le [} indexable
Designation mm mm mm mm mm Z inserts Type
Parallel bore * M5130-032-B16-03-09 32 16 40 9 3 0.12 3
DIN 138 transverse keyway * M5130-032-B16-06-09 32 | 16 | 40 9 6§ | 012 | &
[ * M5130-040-B16-04-09 40 16 40 9 4 0.19 4
* M5130-040-B16-07-09 40 16 40 9 7 0.21 7
BC..0903 .R
* M5130-050-B22-05-09 50 22 40 9 5 0.32 5
T * M5130-050-B22-08-09 50 22 40 9 8 0.34 8
D 4 % M5130-063-B22-07-09 63 22 40 9 7 0.50 7
i * M5130-063-B22-11-09 63 22 40 9 11 0.51 11
©§

.-

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

DS B/« New addition to the product range
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Milling tools with indexable inserts

— |IUJIZII_TER

Assembly parts

D¢ [mm] 32-63
Er) Clamping screw for indexable insert FS2576 (Torx 8IP)
= Tightening torque 1.2Nm
Accessories
D¢ [mm] 32-63
@] Torque screwdriver, analogue FS2001
Tightening torque 0.4-1.2 Nm
6| ] Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm

Interchangeable blade

FS2012 (Torx 8IP)

i

Screwdriver

FS1483 (Torx 8IP)

Indexable inserts

P M K N S H |O
HC HC HC HCHW  HC HC [HC
mEleneRne ., BleR Al B R, s
NNt 2 F|F =N NN o2 | F ==
r b olalala|a|22|ajlal¥| ¥la|la|ja|lZ(a(2|alalT| (2
¥ X X N N N WMhn X XXX X IXEN N n| || X
Designation mm mm (333333322322 (Z233 3222
BCGT090304R-G55 0.4 12 OO0 BSOS NS &BS =
@ BCGT090304R-K85 0.4 12 1)
BCMT090302R-G55 0.2 14 SS = = o gp s =
BCMT090304R-F55 0.4 12 OO |8 EACC IR =
BCMT090304R-G55 0.4 12 OOS BSOS NOSHSW/EW S |
BCMT090304R-K55 0.4 1.2 DS _BS B oG] S B
BCMT090308R-G55 0.8 0.8 SS | = gp s =
BCMT090312R-G55 1.2 0.4 SS = = 0= =
BCMT090316R-G55 1.6 0.4 OO = = 0N =
BCMT090320R-G55 2 0.4 SS = = o gp s =
- BCGX0903PDR-G55 0.4 5 S GO Y]
HC = Coated carbide
HW = Uncoated carbide
o0
. kpiece imary
- machine, wor Primar
St:?\“d‘tcyl::mi“g a rrangeme“t appncatlon

[}
Other

ication
d Good Moderate applica
Very goo
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Shoulder milling cutters

M5130

BC..0903..R
Xtra-tec® XT

- tting ed indexable i t :
wo cutting edges per indexable inser \g o E Wlper

vvy @ @ P M K N S H 0
Q’ g @ M5130 o0 00 00 00 o0 o [ ]

No. of
Tool Dc dp I i} Lc indexable
Designation inch inch inch inch inch Z inserts Type
Shank DIN 1835 B * M5130.015-W15-02-09 0625 |0.625| 0945 2.851 0.354 2 0.2 2
' ' * M5130.019-W19-03-09 0.750 |0.750| 1535 3.567 0.354 3 0.4 3
. BC..0903..R
F=sl” * M5130.026-W26-04-09 1.000 |1.000| 1.181 3.462 0.354 4 0.6 4
De {— d
¢ - ! * M5130.026-W26-03-09 1.000 |1.000| 1.181 3.462 0.354 3 0.6 3
[¢]
g ;
la— 1y —»
h
Parallel shank * M5130.015-A15-02-09 0625 |0.625| 1.630 0.354 2 05 2
{ ! * M5130.019-A19-02-09 0.750 | 0.750| 1.630 0.354 2 09 2 BC.. 0903 ..R
Dc . 4 * M5130.026-A26-03-09 1.000 |1.000| 1.750 0.354 3 1.6 3
4] L }
i
I I
Parallel bore * M5130.051-B19-05-09 2.000 |0.750| 1.575 0.354 5 08 5 BC. 0903 . R
DIN 138 transverse keyway * M5130.051-B19-08-09 2000 |0.750| 1575 0.354 8 0.8 8 R

O\
=)

T

of

T

c2

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

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

D, [inch] 0.625-1.000 2.000
f - Clamping screw for indexable insert FS2576 (Torx 8IP) FS2576 (Torx 8IP)
o= Tightening torque 1.2 Nm 1.2Nm
Clamping screw for
arbour-mounted tools F51523
Accessories
D [inch] 0.625-2.000
@] Torque screwdriver, analogue FS2002
Tightening torque 0.4-1.2Nm
6| ] Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
-y Interchangeable blade FS2012 (Torx 8IP)
@=— Screwdriver FS1483 (Torx 8IP)
Indexable inserts
P M K N 5 H |0
HC HC HC HCHW|  HC HC |HC
0N unnvnin v nin vln Vin|w >
|0 0|00 000 |00 0o 8N 0 M D0 n|in| D
N ||| T =N NN = N (=
r b ololalalalsS|alal| ¥ alala|Zla=2ala S
X X XN N W nNuwmlX X X X XIXN WO onx |X
Designation mm mm |22 |22 22222222222
BCGT090304R-G55 0.4 12 DS B NS B =
@ BCGT090304R-K85 0.4 12 ()G
BCMT090302R-G55 0.2 14 SO = = 0N =
BCMT090304R-F55 0.4 12 ODS |8 NODS W =
BCMT090304R-G55 0.4 12 DD BSOS BODDDEW S S |
BCMT090304R-K55 0.4 12 DB B"BS (B S S S B
BCMT090308R-G55 0.8 0,8 OS = = 0= =
BCMT090312R-G55 12 0.4 OD | -] B8 s
BCMT090316R-G55 16 0.4 OO = ] oA L]
BCMT090320R-G55 2 0.4 OO = = 0= =
- BCGX0903PDR-G55 0.4 5 S O]

HC = Coated carbide
HW = Uncoated carbide

[ X ]
i kpiece Oy
<ty of machine, Wor priman
St:tr’\“d‘tcyl:mping arrangement apphcatlon
[
Other
ication
d Good Moderate applica
Very goo
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Shoulder milling cutters

M5137
TNMU160508R

- Six cutting edges per indexable insert

@ @ P M K N S H 0
Q’ lg @ M5137 oo oo oo (X )

No. of
Tool Dc d; Iy Lc indexable
Designation inch inch inch inch Z inserts Type
Parallel bore * M5137.051-B19-04-08 2.000 0.750 1.500 0315 4 0.64 4
DIN 138 transverse keyway * M5137.064-B26-05-08 2500 |1.000| 1500 | 0315 5 1.06 5
TNMU160508R
@ _ * M5137.076-B26-07-08 3.000 1.000 2.000 0.315 7 181 7
» iR * M5137.102-B38-08-08 4.000 1.500 2.500 0.315 8 5.47 8
D¢ }—H dq
G
A ||

| Lg|=

ey —]

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

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

D¢ [inch] 2.000 2.500-3.500 4.000
Clamping screw for indexable insert FS2079 (Torx 9IP)

Tightening torque 2.0 Nm

Clamping screw for FS1518 FS1519 FS1583
arbour-mounted tools

Accessories

D¢ [inch] 2.000-4.000
@] Torque screwdriver, analogue FS2004
Tightening torque 1.5-5.0 Nm
5] ] Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm
—— -y Interchangeable blade FS2013 (Torx 9IP)
@3 Screwdriver FS1484 (Torx 9IP)

Indexable inserts

P M K N S

HC HC HC HCHW,| HC

niv ununvnin o niunvln Qln|wv

niwn min ;n O WO oL |(wn Wv|n n| v

NN F 2T =N NN o2 2T

b r olalajalaldS|lalal|¥lalala|Z(a|=2ala

¥ ¥ X0 ovon <X XXXXEDOoO

Designation mm mm A A E AR A A A
TNMU160508R-G57 16 0.8 DO WEW (WS e R

HC = Coated carbide
HW = Uncoated carbide

[ X ]
i kpiece Oy
<ty of machine, Wor priman
St:tr’\“d‘tcyl:mping arrangement apphcatlon
[
Other
ication
d Good Moderate applica
Very goo
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Routing cutters

M4791

— Four cutting edges per indexable insert
g edges p -0 L1/

111 @ @ P M K N S H 0
#/g [ GZD? \/@ @7 M4791 e 00 00 o0 o000 o

No. of
Tool Dc d; Iy Iy Lc indexable
Designation inch inch inch inch inch z inserts Type
Shank DIN 1835 B M4791.019-W19-01-06 0.750 |0.750 | 1.529 3.560 0.220 1 03 2 SD .. 06T204
M4791.026-W26-01-09 1.000 |1.000| 2844 5.125 0331 1 09 2
: ! SD . 09730 ..
j * M4791.028-W13-01-09 1125 [0.750 | 1.250 3.310 0331 1 03 2
M4791.031-W31-01-12 1250 |1.250| 3.219 5.500 0.457 1 1.4 2
* M4791.035-W31-01-12 1375 |1.250| 1500 3.820 0.457 1 1.0 2 D 120408
B M4791.038-W31-01-12 1500 |1.250| 3219 5.500 0.457 1 15 2 ;
* M4791.044-W31-01-12 1.750 |1.250 | 2.000 5.500 0.457 1 16 2

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

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

— |IUJIZII_TER

Type SD .. 06T204 SD .. 09730 .. SD .. 120408
(i ‘ﬁ. Clamping screw for indexable insert FS2084 (Torx 7IP) FS2266 (Torx 10IP) FS1453 (Torx 15IP)
ii L Tightening torque 0.9Nm 2.0 Nm 3.5Nm
Accessories
Type SD .. 06T204 SD .. 09730 .. SD .. 120408
@] Torque screwdriver, analogue FS2002 FS2004 FS2004
Tightening torque 0.4-1.2 Nm 1.5-5.0 Nm 1.5-5.0 Nm
- Torque screwdriver, digital FS2248 FS2248
Tightening torque 1.0-6.0 Nm 1.0-6.0 Nm

Interchangeable blade

FS2011 (Torx 7IP)

FS2268 (Torx 10IP)

FS2014 (Torx 15IP)

Screwdriver

FS2088 (Torx 7IP)

FS2267 (Torx 10IP)

FS1485 (Torx 15IP)

Indexable inserts

M N s
HC HC HC HCHW HC

[%) niw v xXnuw 0n|wn 0 xXno

R 888898500488y 8354558

r ajlalalala|2|S|lalal¥Xajlala|lZa(22|ala

X X X N N N nmouomounm X XXX X IXEON N NN

Designation mm A A A A A
SDHTO6T204-G88 0.4 CIC)

. SDMT06T204-D51 0.4 GRS EAE W B
SDMTO6T204-D57 0.4 DOOBVBS VBB OB S BB
SDMT06T204-F57 0.4 OOV BOBBBS OB W S B WB
SDMWO6T204-A57 0.4 GRS CEgE
SDHT09T304-G88 0.4 )
SDHTO9T308-G88 08 CIC)
SDMT09T308-D51 0.8 GRS B CoE g 3k
SDMT09T308-D57 0.8 OOV NS BBV HOSWV W S BW
SDMTO9T308-F57 08 OO DB BB BBS SBE Gk
SDMWO09T308-A57 08 GRS CESES
SDHT120408-G88 08 IC)
SDMT120408-D51 0.8 GGG RS BB CoE g 3k
SDMT120408-D57 0.8 OOV BVNS BV HOSBV W S BB
SDMT120408-F57 0.8 OO DB BONBBS SBEW OB BB
SDMW120408-A57 08 GRS CE 3R

HC = Coated carbide
HW = Uncoated carbide
. o0
. chine, workpiece Primary
St:xtr’\“tl‘?l::\;?:g arrangement application
[ ]
a Other'
Moderate application
Very good Good
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Copy milling cutters
F2239 / F2239B [ mm |

— With peripheral cutting edges \ Z /
— Three or four cutting edges per indexable insert

P M K N S H 0

F2239 e o oo [

F2239B e o oo [

No. of

Tool Dc R dp A Lc indexable

Designation mm mm mm mm mm z inserts Type
Cylindrical, modular 1 SP .. 060304
* F2239.TC10.020.201.15 20 10 M10 30 15 1 0.0 > P26315R10
0| 7 1 SP .. 060304
o, ol ] * F2239.TC12.025.201.18 25 125 M12 35 18 1 0.1 > P26315R12
@) 1 SP .. 097308
L O * F2239.TC16.030.201.23 30 15 M16 40 23 1 0.1 > P26315R15
R 1 SP .. 097308
f—oL,

c s * F2239.TC16.032.201.24 32 16 M16 40 24 1 0.1 > P26315R16
Cylindrical, modular * F2239B.TC08.020.201.10 20 10 M8 25 15 1 0.0 3 P26315R10
7 * F2239B.7C10.025.201.12 25 12.5 M10 30 20 1 0.1 3 P26315R12

* F2239B.TC12.030.201.15 30 15 M12 40 24 1 0.1 3 P26315R15
41 % F2239B.7C12.032.201.16 32 16 M12 40 26 1 0.1 3 P26315R16
4L * F2239B.TC16.040.201.20 40 20 M16 45 32 1 0.2 3 P26315R20

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

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

D¢ [mm] 20 25 30-32 40
(i ‘ﬁ. Clamping screw for indexable insert FS1129 (Torx 8) FS923 (Torx 8) FS359 (Torx 15) FS1030 (Torx 20)
- Tightening torque 0.8 Nm 1.2Nm 2.5Nm 5.0 Nm
Accessories

D¢ [mm] 20-25 30-32 40

@3 Screwdriver for indexable insert | FS230 (Torx 8) ‘ FS229 (Torx 15) ‘ FS228 (Torx 20)

Indexable inserts

P M K N s
HC HC HC HC|HW HC

0nioln n oLl L) nioln Al |2 L)

N wmi;m|in|n D1 0|0 |o(Wv v ©n n | n| °n

AN | F(F Q22N |00 Q2|

R r olalajlalala|l2 Salalalxlalala|lZ 22 alala

X X X NN n unowmomunmuowm«a XXl X X XIXEON N n oun oun

Designation mm mm (222|332
P26315R10 10 S B = S B .

@ P26315R12 125 S B . S | ]
P26315R15 15 S B = S B .
P26315R16 16 S B = S B 3
P26315R20 20 S 8% % S B s
SPHT060304-G88 0.4 (1)

SPMT060304-D51 046 @ OBBW OS BN S |8 CICIEdE S
SPMT060304-F55 04 OSSN BSOS W SO B BB
SPMWO060304-A57 04 |& |88 B =B
SPMW060304T-A27 04 |S |88 & B
SPHT09T308-G88 08 - YC)
SPMT09T308-D51 08 B SWVW OGBS S |8 CICIEdE S
SPMT09T308-F55 08 DS W W B SSB B DSOS E CoCIE e
SPMWO09T308-A57 08 |& |88 B =B
SPMWO09T308T-A27 08 | |88 S B
HC = Coated carbide
HW = Uncoated carbide
. o0
. achine, workpiece Primary
Stztr’\“d‘?l:r;;?ng arrangement application
[ ]
Other'
Moderate application
Verygood  ©0°
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Copy milling cutters

F2339[ mm |

— With anti-twist protection
— Two cutting edges per indexable insert @

P M K N S H 0

F2339 oo o0 oo [}
No. of
Tool D¢ R dp g Lc indexable
Designation mm mm mm mm mm Z inserts Type

Cylindrical, modular * F2339.TC08.016.202.11 16 8 M8 25 11 2 0.0 2 XD .T1303080R
T - * F2339.TC10.020.202.15 20 10 M10 30 15 2 0.0 2 XD .T16T3100R

QO Al
b -,—\;g—:’ j * F2339.TC12.025.202.20 25 125 M12 35 20 2 0.1 2 XD .T2004125R
c 1
l Q A i * F2339.TC16.030.202.24 30 15 M16 40 24 2 0.1 2 XD . T2405150R

;l * F2339.TC16.032.202.25 32 16 M16 40 25 2 0.1 2 XD . T2506160R
R f=~—Lc

l4

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

DS B/« New addition to the product range

232 Indexable insert milling cutters



Milling tools with indexable inserts — |IUJI:II_'I'EH

Assembly parts

D¢ [mm] 16 20 25 30-32

Clamping screw for indexable insert FS1454 (Torx 8IP) FS1013 (Torx 8) FS378 (Torx 15) FS1165 (Torx 20)

Tightening torque 1.2Nm 1.0Nm 3.0 Nm 6.0 Nm
Accessories

D¢ [mm] 16 20 25 30-32

@:— Handle key FS1173 (Torx 20)

@3 Screwdriver for indexable insert FS1483 (Torx 8IP) FS230 (Torx 8) FS229 (Torx 15)

Indexable inserts

P M K s
HC HC HC HC
0niolnl n v 2N ©ln wnln 0]
SRR FEHEREEHEEREE
R ¥ X XA AN 0Dnn n XX b aan
Designation mm A A A A
XDGT1303080R-D57 8 ] ] I
XDMT1303080R-F55 8 OOV BOB BONBHW B
XDGT16T3100R-D57 10 S ] IR
XDMT16T3100R-F55 10 OOV VOB BONBHEN |8
XDGT2004125R-D57 12.5 S = o B
XDMT2004125R-F55 125 DOOB/ NROB BOBBOHW |8
XDGT2405150R-D57 15 S ] L]
XDMT2405150R-F55 15 DODWB OBW OBV W®
XDGT2506160R-D57 16 S ] I
XDMT2506160R-F55 16 DO DWW OB B RO B DWW E

HC = Coated carbide

[ X ]
i kpiece Oy
<ty of machine, Wor primar
Stztr’\“d‘tcyl:mping arrangement apphcatlon
[
Other
ication
d Good Moderate applica
Very goo
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Copy milling cutters

F2339

— With anti-twist protection
— Two cutting edges per indexable insert @

P M K N S H 0

F2339 o0 00 oo [ ]
No. of
Tool Dc R dp lg Lc indexable
Designation inch inch inch inch inch Z inserts Type
Cylindrical, modular * F2339.UTC08.015.202.11 0.625 | 0313 M8 0.984 | 0.433 2 0.1 2 XDMT1303079R
T - * F2339.UTC10.019.202.15 0.750 | 0.375 | M10 | 1.181 | 0591 2 0.1 2 XD . T16T3095R
QO Al

b :—\\_‘g—:’ j * F2339.UTC12.026.202.20 1.000 | 0500 | M12 | 1.378 | 0.787 2 0.2 2 XD .T2004127R
c 1
l Q A i * F2339.UTC16.031.202.25 1250 | 0625 | M16 | 1575 | 0984 2 03 2 XD . T2506159R
iy ——

l4

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

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

— |IUJIZII_TER

D¢ [inch] 0.625 0.750 1.000 1.250
Clamping screw for indexable insert FS1454 (Torx 8IP) FS1013 (Torx 8) FS378 (Torx 15) FS1165 (Torx 20)
Tightening torque 1.2 Nm 1.0Nm 3.0 Nm 6.0 Nm
Accessories ,
D¢ [inch] 0.625 0.750 1.000 1.250
@:— Handle key for indexable insert FS1173 (Torx 20)
@3 Screwdriver for indexable insert FS1483 (Torx 8IP) FS230 (Torx 8) FS229 (Torx 15)
Indexable inserts
P M K S
HC HC HC HC
nonnRunununonln
oo wn ;o on| v n
N2 N[ m| D
R olajajla(S|lajlajlalalSa
X X X 0N W X X unwnmn
Designation mm A A
XDMT1303079R-F55 7.92 DO DB D WD WD
XDGT16T3095R-D57 9.53 CoYE T I
XDMT16T3095R-F55 953 SOOW BOW/W B
XDGT2004127R-D57 127 OB B 8 B
XDMT2004127R-F55 12.7 DOSOB BVWOW/W B
XDGT2506159R-D57 15.88 CoIEIE I E
XDMT2506159R-F55 15.88 OB/ BSWW (W
HC = Coated carhide
o0
i kpiece imary
L4y of machine, Wor Primary
St:tr’\“d‘gamping arrangement application
°
Other
ication
4 Moderate applicat!
very good  6°°
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Chamfer milling cutters

M4574 [ mm |

— Four cutting edges per indexable insert
g edges p %300 }\?T N

P M K N S H 0

@ M4574 o0 00 o0 o0 o0

No. of
Tool D. D, d; Iy I Lc indexable

Designation mm mm mm mm mm mm K Z inserts Type
Parallel shank * MA4574-008-A12-01-03-30 8 18.4 12 30 120 | 27 30° 1 0.10 1
* M4574-012-A16-02-03-30 12 22.4 16 40 160 | 27 30° 2 0.23 2 | SD.. 067204
S d* * MA4574-016-A16-03-03-30 16 26.4 16 40 160 | 27 30° 3 0.24 3
)] ; * MA4574-020-A20-02-05-30%* 20 353 | 20 40 200 4 30° 2 0.48 2 | SD..09T308
l4
Parallel shank * MA4574-008-A12-01-03-60 8 14.3 12 30 120 | 48 60° 1 0.09 1
De * MA4574-012-A16-02-03-60 12 18.3 16 40 160 | 4.8 60° 2 0.22 2 | SD..06T204
ﬂﬁk 1 10 ! % M4574-016-A16-03-03-60 16 22.3 16 40 160 | 4.8 60° 3 0.23 3
DEF I 0] d; * M4574-020-A20-02-05-60% 20 295 | 20 40 200 | 68 60° 2 0.46 2 | SD.. 097308
T
la

Bodies and assembly parts are included in the scope of delivery.
* Without internal coolant supply

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

— |IUJIZII_TER

Type SD .. 06T204 SD .. 097308
(i ‘ﬁ. Clamping screw for indexable insert FS2084 (Torx 7IP) FS2266 (Torx 10IP)
ii L Tightening torque 0.9 Nm 2.0 Nm
Accessories
Type SD .. 06T204 SD .. 097308
@] Torque screwdriver, analogue FS2001 FS2003
Tightening torque 0.4-1.2 Nm 1.5-5.0 Nm
- Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm

Interchangeable blade

FS2011 (Torx 7IP)

FS2268 (Torx 10IP)

Screwdriver

FS2088 (Torx 7IP)

FS2267 (Torx 10IP)

Indexable inserts

M N s
HC HC HC HCHW HC

2l2RLL B E 888482 85488

N|mmit 03 F8 NN MM ao0I

r ajlalalala|2|S|lalal¥Xajlala|lZa(22|ala

X X X N N N nmouomounm X XXX X IXEON N NN

Designation mm A A A A A
SDHTO6T204-G88 0.4 CIC)

. SDMT06T204-D51 0.4 GRS EAE W B
SDMTO6T204-D57 0.4 DOOBVBS VBB OB S BB
SDMTO6T204-F57 0.4 OOV BOBBBS OB W GRS
SDMWO6T204-A57 0.4 GRS S W
SDHT09T308-G88 0.8 )
SDMT09T308-D51 0.8 GRS EAE S\ 3k
SDMT09T308-D57 0.8 OOV NS BB HOBN W S BW®
SDMT09T308-F57 08 OOV BOBBBS OB W S B TWB
SDMWO0ST308-A57 08 S S BB

HC = Coated carbide
HW = Uncoated carbide
. o0
. achine, workpiece Primary
St:xtr’\“d‘?l::\;l\ng arrangement application

[}
Other

Moderate application

Very good Good
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Milling tools with indexable inserts

Chamfer milling cutters

M4574
SD .. 09T308

— Four cutting edges per indexable insert

2

P M K N S H 0
[ﬁ M4574 o0 00 00 o0 o0
No. of
Tool Dc D, dy Iy, Iy Lc indexable
Designation inch inch inch inch inch inch K Z inserts Type
Parallel shank * M4574.019-A19-02-05-30 0.750 | 1.353 | 0.750 | 1.575 | 7.874 | 0.157 | 30° 2 0.97 2 | SD..09T308
) t
) dr
1
l4
Parallel shank * M4574.019-A19-02-05-60 0.750 | 1.124 | 0.750 | 1.575 | 7.874 | 0.268 | 60° 2 0.93 2 | SD..09T308

I 01

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

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

D¢ [inch] 0.750
(i ‘ﬁ. Clamping screw for indexable insert FS2266 (Torx 10IP)
ii L Tightening torque 2.0 Nm
Accessories ,

D¢ [inch] 0.750

@] Torque screwdriver, analogue FS2003
Tightening torque 1.5-5.0 Nm

Torque screwdriver, digital FS2248
Tightening torque 1.0-6.0 Nm

h

Interchangeable blade FS2268 (Torx 10IP)

————
@:— Screwdriver FS2267 (Torx 10IP)

Indexable inserts

M N S
HC HC HC HCHW HC
S | 5 2 |2 2598
NIRRT I S s e e
r ajlalalala|2|S|lalal¥Xajlala|lZa(22|ala
X X X N N N nmouomounm X XXX X IXEON N NN
Designation mm A A A A A
SDHT09T308-G88 0.8 G0
SDMT09T308-D51 0.8 GGG IS 0 S B 0™
SDMT09T308-D57 0.8 CoC G RS BN S BS S B
SDMT09T308-F57 08 DOOB RO RSO OB =N
SDMW09T308-A57 0.8 SN CoYEg
HC = Coated carbide
HW = Uncoated carhide
o0
. kpiece imary
- machine, wor Primar
St:tr’\“d‘g:r;ping arrangement application
[ ]
Other
ication
te appllca
Very good Good Modera
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Cutting data for roughing
WSP45G/WHH15X

ﬁ = Cutting data for wet machining Cutting material grades
3% = Dry machining is possible
Starting values for
cutting speed v, [sfm]
HC
Face/shoulder milling
2| E |
= Overview of the main material groups . 5 3
g and code letters _:-'S‘ g =, WSP456
g E z ~ g ae / De*
8 R 5 =5 171
g £ |83 ¢ = U5
C<0.25% Annealed 125 428 P1 ° |oo 754 951
C>0.25% to < 0.55% Annealed 190 639 P2 ® | oo 623 820
C>0.25% to < 0.55% Heat-treated 210 708 P3 ° |oo 590 754
Non-alloyed steel
C>0.55% Annealed 190 639 P4 ° |oo 623 820
C>0.55% Heat-treated 300 | 1013 P5 ° | oo 426 410
Free-machining steel (short-chipping) Annealed 220 745 P6 e (o0 574 738
Annealed 175 591 P7 ° |oo 623 787
P Heat-treated 300 1013 P8 e o0 426 476
Low-alloy steel
Heat-treated 380 1282 P9 e o0 328 361
Heat-treated 430 | 1477 | P10 ® | oo 262 295
. Annealed 200 675 P11 e (oo 377 459
H.|gh—aIIOy Siiel e Hardened and tempered 300 | 1013 | P12 °o | oo 246 295
high-alloy tool steel
Hardened and tempered 400 1361 | P13 e oo 213 262
Stainless steel Ferritic/martensitic, annealed 200 675 P14 e oo 377 459
Martensitic, heat-treated 330 | 1114 | P15 o | o0 262 328
Austenitic, quench hardened 200 675 Ml |ee® | @ 361 426
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1013 M2 |ee | @ 295 328
Austenitic/ferritic, duplex 230 778 M3 |ee | @ 328 394
Malleable cast iron Ferritic 200 675 K1 e oo
Pearlitic 260 867 K2 e (o0
Byt Low tensile strength 180 602 K3 e (o0
K High tensile strength/austenitic 245 825 Ka e oo
. ) : : Ferritic 155 518 K5 ° |oo
Cast iron with spheroidal graphite Pearlitic 265 885 K6 5 oo
GGV (CGl) 200 675 K7 e (oo
Wrought aluminium alloys Not hardenable 30 - N1 |ee
Hardenable, hardened 100 343 N2 | e®
< 12% Si, not hardenable 75 260 N3 | e®
Cast aluminium alloys <12% Si, hardenable, hardened 90 314 N4 | @@
> 12% Si, not hardenable 130 447 N5 (Y]
N Magnesium-based alloys? 70 250 N6 | @@
Unalloyed, electrolytic copper 100 343 N7 | e®
Copper and copper alloys Brass, bronze, red brass 90 314 N8 | @@
(bronze/brass) Cu alloys, short-chipping 110 | 382 Ng | ee
High tensile, Ampco 300 | 1013 | N10 | e®
— Annealed 200 675 S1 | ee 213 230
Hardened 280 943 S2 | ee 148 164
Heat-resistant alloys Annealed 250 839 S3 | ee 164 180
Ni- or Co-based Hardened 350 1177 S4 | ee 98 115
Cast 320 | 1076 S5 | ee 131 148
S Pure titanium 200 675 S6 | ee 213 230
Titanium alloys aand B alloys, hardened 375 | 1262 S7 | ee 98 115
B alloys 410 | 1396 S8 | ee 98 115
Tungsten alloys 300 1013 S9 (1) 230 262
Molybdenum alloys 300 1013 | S10 | e® 230 262
Hardened and tempered 50HRC| - H1 (1)
Hardened steel Hardened and tempered 55HRC| - H2 [ XJ
H Hardened and tempered 60HRC| - H3 o0
Hardened cast iron Hardened and tempered 55HRC| - H4 (1)
Thermoplastics Without abrasive fillers 0l |ee | @ 1312 1312
Thermosets Without abrasive fillers 02 |ee | o 984 984
0 Plastic, glass-fibre-reinforced GFRP 03
Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06 (1)

e e Recommended application (the specified cutting data is regarded as starting values for the recommended application)
® Possible application, reduce cutting data by 30-50% (increase by approx. 70-80% for ISO M)

! The classification of the machining groups can be found from page C 833 onwards in the Walter General Catalog 2018.
2 Cutting data can also be used without coolant.

* ae/Dc = 1/10, v¢ = 10% higher than 1/5

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

240 Technical information — Milling



Milling

— |IUJI:II_TEI=!

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

Cutting material grades

Starting values for
cutting speed v, [sfm]

HC
Face/shoulder milling Shoulder milling Shoulder milling Circular interpolation Slot milling Copy milling
with full effective with half effective milling with slotting cutters
helical milling cutters helical milling cutters
WHH15X WSP456 WSP456 WSP456 WSP456 WSP456 WWH15X
ae / Dc* ae / De* ae / De* ae / De* ae / De ae / D¢ ae / D¢

%g 1/5 172 1/5 5; 1/5 %g 1/5 1/4* 1/10 1/1 1/5 1/10 %g 1/5 1/20
558 705 607 754 607 754 689 853 607 754 754 951 1197 558 738 1000
492 640 492 656 492 656 558 722 492 656 623 820 1033 492 656 886
394 508 426 541 426 541 525 689 443 558 508 656 820 394 525 722
344 459 492 656 492 656 558 722 443 558 476 558 705 344 459 623
262 328 344 377 344 377 394 426 344 410 426 476 590 262 344 476
394 508 410 525 410 525 525 689 459 590 623 820 377 394 525 722
459 574 492 623 492 623 558 689 492 623 623 787 984 459 607 820
361 410 344 377 344 377 410 492 344 377 476 558 705 394 525 722
361 394 197 230 197 230 279 312 246 279 426 476 590 361 492 656
361 410 197 230 164 197 197 213 213 246 328 361 459 344 459 623
295 361 295 361 328 426 295 361 377 459 574 344 459 623
213 230 213 230 246 295 197 230 246 295 377 328 426 590
197 230 164 197 213 246 180 213 213 262 328 262 328 459
295 361 295 361 328 394 295 361 377 459 574 394 525 722
197 230 197 230 180 213 197 262 295 361 459 328 426 590

279 328 279 328 295 328 279 328 361 426 541

230 262 246 295 230 262 230 279 295 361 459

246 295 246 295 262 295 246 295 328 394 492
344 410 344 459 623
295 361 295 394 525
361 394 361 492 656
295 344 295 394 525
361 394 361 492 656
295 344 295 426 590
262 328 262 361 492

164 180 164 180 197 213 180 197 213 230 295

115 131 115 131 131 148 131 148 148 164 213

131 148 131 148 148 164 148 164 164 180 230

82 98 82 98 82 98 98 115 98 115 148

98 115 98 115 115 131 115 131 131 148 180

164 213 164 213 213 262 180 197 213 262 328

98 115 98 115 131 148 98 115 131 148 180

82 98 82 98 115 131 82 98 115 131 164

98 115 98 115 131 148 98 115 131 148 180

82 98 82 98 115 131 82 98 131 148 180
164 197 164 213 279
115 148 115 164 230
115 148 197
131 164 131 180 262
2296 1312 1312 1312 1312 1312 1312 1312 1312 1312 1640 | 1968 | 2296 | 2296 | 2624 | 2952
1968 1968 984 984 984 984 984 984 984 984 1312 | 1640 | 1968 | 1968 | 2296 | 2624
1968 1968 1968 | 2296 | 2624
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Cutting data for semi-finishing and finishing
WSP45G/WHH15X

ﬁ = Cutting data for wet machining
. . Cutting material grades
jﬁ = Dry machining is possible
Starting values for
cutting speed v, [sfm]
HC
foe) £
a T |z o Copy milling
§ Overview of the main material groups § §’ g WSP456 WHH15X
o and code letters k= % B
g = 2 = ae/ De* ae / D
b £ 55| 2 2R | ws vl s | w2
C<0.25% Annealed 125 | 430 P ® | ee | 345 | 435 | 545 | 210 | 280 | 380
C> 0.25% to < 0.55% Annealed 190 | 640 P2 ® | ee | 285 | 375 | 470 190 | 250 | 340
C>0.25% to < 0.55% Heat-treated 210 | 710 P3 ® | ee | 235 | 300 | 375 150 | 200 | 270
Non-alloyed steel
C> 0.55% Annealed 190 | 640 P4 ® | ®ee® | 220 | 255 | 320 130 | 170 | 235
C> 0.55% Heat-treated 300 | 1010 | P5 e | ee | 195 | 220 | 270 100 | 130 | 180
Free-machining steel (short-chipping) | Annealed 220 | 750 P6 e | ee | 290 | 380 | 470 180 | 240 | 330
Annealed 175 | 590 P7 ® | ®ee | 285 | 360 | 450 170 | 230 | 310
P Heat-treated 285 | 960 P8 ® | ee | 220 | 255 | 320 150 | 200 | 270
Low-alloy steel
Heat-treated 380 | 1280 | P9 e | ee | 195 | 220 | 270 140 | 190 | 250
Heat-treated 430 | 1480 | P10 ® | ee | 150 | 165 | 205 130 | 170 | 235
' Annealed 200 | 680 | P11 ® | ee | 175 | 210 | 265 130 | 170 | 235
el gy il e Hardened and tempered 300 | 1010 | P12 | ® | ee | 115 | 135 | 170 | 120 | 160 | 220
high-alloy tool steel
Hardened and tempered 380 | 1280 | P13 (] ee | 110 130 150 110 150 210
. Ferritic/martensitic, annealed 200 | 680 | Pl4 o ee | 175 210 260 150 200 270
Stainless steel =
Martensitic, heat-treated 330 | 1110 | P15 e | ee | 135 | 160 | 205 120 | 160 | 220
Austenitic, quench hardened 200 680 M1 o0 ° 165 195 245
M | Stainless steel Austenitic, precipitation hardened (PH) 300 | 1010 | M2 | e® | @ 130 | 160 | 210
Austenitic/ferritic, duplex 230 780 M3 | e® (] 150 180 230
Malleable cast iran Ferritic 200 | 400 K1 °o | oo 130 | 170 | 235
Pearlitic 260 | 700 K2 ® | oo 110 | 150 | 200
Grey cast iron Low tensile strength 180 | 200 K3 PY o0 140 190 250
K High tensile strength/austenitic 245 | 350 K& (] (1] 110 150 200
) ) : ; Ferritic 155 | 400 K5 e | oo 140 | 190 | 250
Cast iron with spheroidal graphite =
Pearlitic 265 | 700 K6 °o | oo 120 | 160 | 220
GGV (CGI) 230 | 400 K7 ® | oo 110 | 150 | 200
Wrought aluminium alloys Notharderable 20 - N oo
Hardenable, hardened 100 | 340 N2 o0
< 12% Si, not hardenable 75 260 N3 (1)
Cast aluminium alloys < 12% Si, hardenable, hardened 90 310 N4 (Y1)
N > 12% Si, not hardenable 130 | 450 N5 | e®
Magnesium-based alloys ? 70 250 N6 | @@
Unalloyed, electrolytic copper 100 | 340 N7 (1)
Copper and copper alloys Brass, bronze, red brass 90 310 N8 | e®
(bronze/brass) Cu alloys, short-chipping 110 | 380 | N9 | e®
High tensile, Ampco 300 | 1010 | N10 | ®®
Annealed 200 | 680 S1 | ee® 100 | 105 | 130
Fe-based
Hardened 280 | 940 S2 | ee 70 75 95
Heat-resistant alloys Annealed 250 | 840 S3 | ee 75 85 105
Ni- or Co-based Hardened 350 | 1180 | S4 (1) 45 55 70
S Cast 320 | 1080 | S5 | ee 60 70 90
Pure titanium 200 | 680 S6 (1) 100 120 150
Titanium alloys a and B alloys, hardened 375 | 1260 | S7 | ee® 60 70 90
B alloys 410 | 1400 | S8 | ee 50 60 80
Tungsten alloys 300 | 1010 | S9 o0 70 80 100
Molybdenum alloys 300 | 1010 | S10 | ee® 70 80 100
Hardened and tempered 50HRC| - H1 (1} 60 80 110
Hardened steel Hardened and tempered 55HRC| - H2 (X ) 40 50 70
H Hardened and tempered 60 HRC| - H3 (1} 40 45 60
Hardened cast iron Hardened and tempered 55 HRC| - H4 (1] 50 70 90
Thermoplastics Without abrasive fillers 0l |ee | @ 550 | 650 | 750 | 800 | 900 | 1000
Thermosets Without abrasive fillers 02 oo | o 450 550 650 700 800 900
Plastic, glass-fibre-reinforced GFRP 03
0 Plastic, carbon-fibre-reinforced CFRP 04
Plastic, aramid-fibre-reinforced AFRP 05
Graphite (technical) 80 Shore 06 (X ) 700 | 800 | 1000

ee Recommended application (the specified cutting data is regarded as starting values for the recommended application)
® Possible application, reduce cutting data by 30-50% (increase by approx. 70-80% for ISO M)

! The classification of the machining groups can be found from page C 833 onwards in the Walter General Catalog 2018.

2 Water-miscible coolants must not be used when machining magnesium-based alloys.
* a¢/Dc = 1/50, v¢ = 40% higher than 1/20
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Feed d eterm i natio n ( sta rti n g va I ues ) The specified feed rates are average standard values.

For specific applications, adjustment is recommended.

Cutter type M5130 M4574
N
o |
O
e
Feed per tooth fzg
for
@ =Dc For shoulder milling
ap =apmax = Lc operations
g Lead angle k 90° 30°/45°/60°
.'_En fzq [in] fzo [in]
% Tool diameter or diameter range [in] 0.630-1.969 0.472-0.630 0.787-1.575 1.260-1.575
= | Maximum depth of cut ap max = L¢ [in] 0.354 0.118 0.197 0.276
Non-alloyed steel * 0.006 0.006 0.008 0.010
Low-alloy steel 0.004 0.005 0.006 0.008
P High-alloy steel and tool steel 0.004 0.005 0.006 0.008
Stainless steel 0.003 0.004 0.005 0.006
M | Stainless steel 2 0.003 0.003 0.004 0.005
Malleable cast iron 0.005 0.006 0.008 0.010
Grey cast iron 0.006 0.008 0.010 0.012
K Cast iron with spheroidal graphite 0.005 0.006 0.008 0.010
GGV (CGI) 0.004 0.006 0.008 0.010
Wrought aluminium alloys 0.004 0.004 0.005 0.006
Cast aluminium alloys 0.005 0.004 0.005 0.006
N Magnesium-based alloys 0.004 0.003 0.004 0.005
Copper and copper alloys (bronze/brass) 0.003 0.003 0.004 0.005
Heat-resistant alloys 0.003 0.003 0.004 0.005
Titanium alloys 0.003 0.003 0.004 0.005
S Tungsten alloys 0.003 0.003 0.004 0.005
Molybdenum alloys 0.003 0.003 0.004 0.005
Hardened steel 0.003
H Hardened cast iron 0.004
Thermoplastics 0.005 0.004 0.005 0.006
0 | Plastic, carbon-fibre-reinforced 0.006
Graphite (technical) 0.004 0.004 0.005 0.006
Indexable insert types BC..0903.. SD..06T2 SD..09T3.. SD..1204..
Correction factor Kag a2/ De= 1/1-1/2 0.039 0.039 0.039 0.039
1/5 0.043 0.043 0.043 0.043
For the feed per tooth depending 1/10 0.047 0.047 0.047 0.047
on the ratio of width of cut ae
to milling cutter diameter D 1/20 0.051 0.051 0.051 0.051
1/50 0.059 0.059 0.059

! and cast steel

¢ and austenitic/ferritic

* only possible if a, < 0.75 x D¢
** only with ag/D¢ < 1/5
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Application information for the Xtra-tec® XT M5130 shoulder milling cutter

Ramping and circular plunging
into solid material

Plunging with M5130 shoulder milling cutter/plunging angle Eqax [°]

244 Technical information — Milling

Milling AC..0602..
\ cutter dia. Apmax =3 mm
} Dc Emax Do min Do max ap
‘ [mm] [°] [mm] [mm] [mm]
al 16 84 202 32 12
18 6.7 242 36 12
| 20 54 282 40 11
: } 22 46 322 bt 11
ezl O] £} L al 25 38 382 50 11
ap
/ T 32 26 522 64 11
40 20 68.2 80 11
50 16 882 100 11
63 12 1142 126 11
a| | o £} ;n ap max = 0.354 inch
t Fa— t D
VAN [mcch] Ermax [°] Do min [inch] Dg max linch] ap linch]
| 0.625 85 0.785 1.250 0,047
| | 0.750 61 1035 1,500 0047
Q
(@) “;6 in 1.000 37 1535 2000 0043
. L , \ 2.000 15 3535 4,000 0043
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Circular interpolation of a

bore into solid material Max. axial feed per tool revolution (“thread pitch") f [mm]
Machined drilled ADCE_E]:_?]
hole diameter ¢
r‘(} i Dg [mm] 10 12 14 16 18 20 22 25 32 40 50 63
; 15 18
! 20 37 | 21
30 5.0 4.7 33 2.3 16
Do . 40 50 5.0 50 4.0 3.0 2.3 19
50 5.0 5.0 5.0 5.0 4.4 35 29 2.2
60 50 5.0 5.0 50 5.0 4.6 4.0 31 1.8
70 5.0 5.0 5.0 5.0 5.0 5.0 5.0 39 2.5
80 5.0 5.0 5.0 50 5.0 5.0 5.0 4.8 32 2.0
90 5.0 5.0 5.0 5.0 5.0 5.0 5.0 5.0 38 25
100 5.0 5.0 5.0 5.0 5.0 5.0 5.0 5.0 45 3.0 19
120 5.0 5.0 5.0 5.0 5.0 5.0 5.0 50 5.0 39 2.7 16
150 5.0 5.0 5.0 5.0 5.0 50 5.0 5.0 5.0 5.0 38 2.4
180 5.0 5.0 5.0 5.0 5.0 5.0 50 50 5.0 5.0 5.0 32
200 5.0 50 5.0 5.0 5.0 5.0 5.0 5.0 5.0 5.0 5.0 38
250 5.0 5.0 50 5.0 5.0 5.0 5.0 5.0 50 5.0 5.0 5.0

Max. axial feed per tool revolution (“thread pitch") f [inch]

Machined drilled /?JC[[??EE]

hole diameter ¢

Dy linch] 0.500 | 0.625 | 0.750 | 1.000 | 1.500 | 2.000 | 2.500 | 3.000
0.591
0.787 0.069
1.181 0.165 | 0.092
1.575 0.197 | 0.156 | 0.104
1.969 0.197 | 0.197 | 0.154 | 0.085
2.362 0.197 | 0.197 | 0.197 | 0.120 | 0.073
2.756 0.197 | 0.197 | 0.197 | 0.154 | 0.099 | 0.069
3.150 0.197 | 0.197 | 0.197 | 0.189 | 0.125 | 0.090
3.543 0.197 | 0.197 | 0.197 | 0.197 | 0.151 | 0.112 | 0.059
3.937 0.197 | 0.197 | 0.197 | 0.197 | 0.177 | 0.134 | 0.074
4.724 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.177 | 0.105 | 0.061
5.906 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.150 | 0.093
7.087 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.195 | 0.126
7.874 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.147
9.843 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197 | 0.197
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Application information for M5137 shoulder milling cutter

Ramping and circular plunging
into solid material

Plunging with the Xtra-tec® M5137 shoulder milling cutter/plunging angle Epay [°]

Milling cutter TNMU160508R..
diameter ap max = 8 mm
Dc Emax Do min Do max ag
[mm] [°] [mm] [mm] [mm]
50 13 91 100 10
63 10 117 126 10
80 08 151 160 10
100 06 191 200 10
Milling cutter TNMU160508R..
diameter ap max = 0.315 inch
Dc Ema>< DU min DD max ag
[in] [°] [in] [in] [in]
2.000 13 3625 4,000 0.039
2.500 10 4625 5.000 0.039
3.000 08 5625 6.000 0039
4.000 06 7625 8.000 0.039

246
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bore into solid material
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Max. axial feed per tool revolution (“thread pitch") f [mm]

Machined drilled TNMU160508R ..
| hole diameter Dc [mm]
Y {EF Do [mm] 50 63 80 100
o | I¢ ' 100 36
< ; 120 5.0 31
D, 150 7.8 53 35
Do 180 8.0 6.4 bt
200 8.0 75 53 33
250 8.0 8.0 75 49
300 8.0 8.0 8.0 6.6
350 8.0 8.0 8.0 8.0
400 8.0 8.0 8.0 8.0
Circular interpolation of a
bore into solid material Max. axial feed per tool revolution ("thread pitch") f [in]
Machined drilled TNMUIBQSDBR -
e hole diameter B [in]
‘E Dg [in] 2 2.5 3 4
Jf [© | 2.250 0.018
E 2.500 0.036 0.000
PR 3.000 0.071 0.027 0.000
Do 3.500 0.107 0.055 0.022
4,000 0.143 0.082 0.044
5.000 0.214 0.137 0.088 0.033
6.000 0.285 0.192 0.132 0.066
7.000 0315 0.247 0.175 0.099
8.000 0315 0.302 0.219 0.132
10.000 0315 0315 0.307 0.197
12.000 0315 0315 0315 0.263
14.000 0315 0315 0315 0315
16.000 0315 0315 0315 0315
18.000 0315 0315 0315 0315
20.000 0315 0315 0315 0315
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Notes on high-speed cutting

1. Maximum permissible speeds:

The limit values specified in the tables should not
be exceeded. Otherwise correct operation and/or
reliability are no longer guaranteed.

2. Only use original Walter indexable inserts and
assembly parts (screws, etc.). New screws should
be used after having replaced the indexable
inserts five times at the most.

3. Observe the tightening torques specified in the
catalogue.

Part 1: Metric

4. Balancing:
Balancing in two steps is required when milling at
fast speeds (> 6000 rpm) or at circumferential
speeds of > 1000 m/min:
a. Basic balancing of the tool body including
indexable inserts (can be carried out by Walter
if required). In this case, tool adaptors that have
been balanced separately beforehand must be
used.
b. Fine balancing of the tool when fully mounted
on the adaptor. The fine balancing operation
is strongly recommended, as even the smallest
concentricity fault can seriously affect the
balance status.

5. Short projection lengths reduce concentricity
faults or an imbalance, and increase spindle
service life. The specified speeds only apply to the
use of tools without additional extensions and for
tools with a neck length of < 2.2 xD.

For tools with longer neck lengths, the speeds
must be reduced upon consultation with Walter.

Nmax [rpm] with D

In relation
Tool Safety-related parts to @10 g12 A14 @16 718 920 022 025 028 @32 0 35
AC.T0602.. D¢ 40.000 | 40.000 | 40.000 | 40.000 | 40.000 | 40.000 | 40.000 | 40.000 36.600
BC..0903.. D¢ 40.000 | 40.000 | 40.000 | 38.700 | 36.000 31.300
M5130
BC.T1204.. D¢ 28.100 24.400
BC.T1605.. D¢ 22.300 | 20.900 | 19.300 | 18.300
Part 2: Inch
Nmax [rpm] with D
In relation
Tool Safety-related parts to 0 0.375 0 0.5 0 0.625 0 0.750 @ 1.000 0 1.250 2 1.500
AC.T0602.. D¢ 40.000 40.000 40.000 40.000 36.800 33.400
BC..0903.. D¢ 40.000 40.000 35.700
M5130
BC.T1204.. D¢ 33.100 27.900 24.500 22.100
BC.T1605.. D¢ 22.100 19.300 17.400
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6. Safety guard:
Appropriate safety guards or machine encapsulations must be used to
safely collect particles which spin off, such as chips or cutting edge parts
that are broken as a result of collisions.

7. Damaged tools:
The operating speed must be specified for the repair of an HSC tool.
The table values only apply to tools with a condition equivalent to new
condition following repair.

. Application of standards:

Walter recommends using the balancing standard DIN 63888, which
describes the balancing of tools and the requirements in the cutting area.
DIN 69888 is tailored to the needs of the cutting area, and describes the
tool balancing requirements in a practical way. DIN ISO 1940, which was
previously often used, describes balancing for all areas of mechanical
engineering.

The requirements when working at circumferential speeds of >1000 m/min
are described in DIN ISO 15641.

Nmax [rpm] with D

0 40 042 750 @52 263 0 66 @80

0 85 7100 @125 0 160 @ 200 @ 250 0 315

32.500 28.900 25.700
27.700 24.600 21.800
21.500 19.100 16.900 14.800

16.900 16.500 14.900 14.600 13.200 12.800 11.600

11.200 10.300 9.100 8.000

Nmax [rpm] with D

@ 2.000 0 2.500 @ 3.000 0 4.000 0 5.000 0 6.000 7 8.000 ©10.000 @ 12.000
28.700 25.500

24.400

18.900 16.800 15.200

14.800 13.100 11.900 10.200 9.100 8.200
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D - Boring bars/adaptors

Rotating boring bars/adaptors — D2

Tool body adaptors Product range overview 252

Accure-tec vibration-damped boring bars/adaptors 253

251
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Product range overview of Accure-tec vibration-damped milling cutter adaptors
Tool adaptors

Designation AC001.K AC001.K
Tool type Accure-tec boring bars/adaptors
Machine-side ASME B 5.50 ASME B 5.50
Tool-side B19 / B26 / B38 B19 / B26
Page 253 253
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CAT-V boring bar/adaptor — vibration-damped
AC001.K

- For milling tools with parallel bore according to DIN 138
— With preset vibration damping

Tool dyg di2 ls hg
Designation dp inch inch inch inch di3

ASME B 5.50 * AC001.K40-B19-191 CAT40 0,750 1,750 7.500 0,690 5/8"-11 6.83
* AC001.K40-B26-229 CAT40 1,000 2,250 9,000 0,690 5/8"-11 13,01
* AC001.K50-B19-191 CAT50 0,750 1,750 7.500 0,690 1"-8 11,02
* AC001.K50-B26-229 CAT50 1,000 2,250 9,000 0.690 1"-8 17.64
* AC001.K50-B38-349 CAT50 1,500 3,500 13,750 0,940 1"-8 44,09

CAT-V boring bar/adaptor, conical - vibration-damped
AC001.K

— For milling tools with parallel bore according to DIN 138
— With preset vibration damping

Tool diy di2 s hg hg
Designation dp inch inch inch inch inch di3

ASME B 5.50 * AC001.K40-B19-229 CAT40 0,750 1,750 9,000 3,125 0,690 5/8"-11 10,10
* AC001.K50-B19-229 CAT50 0,750 1,750 9,000 3125 0,690 1"-8 13,89
* AC001.K50-B26-305 CAT50 1,000 2,250 12,000 3,096 0,690 1"-8 24,03

DS B/« New addition to the product range

Accure-tec vibration-damped milling cutter adaptors 253
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Alphanumeric index

Designation

Page

Turning

A2140-W...

A3000-HSK-T...cooorociiccras 36
CCOT e 18
CENGN. e 22

Designation

Drilling

Page

D4120.02.......ccccovvceen.
D4120.03.......cccccceo.ece.
D4120.04...................
D4120.05.........ccccoccc.e.

...116

.......... 100, 102
......... 104, 106
......... 108, 110
......... 112,114

DCGT s 19
DNMG.....ooicciieecrceeececeees 15
DX e 47, 48, 49,50
GAOLY oo 63, 65

Designation Page
Milling
ACMT....
ADMT ... .190..191
[ C 192..193
BCOX e 202
BCHT .o 192..193
BCMT e 192..193
205
F2239. e 230
F2239B ... 230
F2339. e, 232..234
LNGX oo 205
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Designation

Page

Qu.mDCLN 37
Q...-DDUN ... 38
Q..-DWLN Lo 39

Threading

......... 142, 144
......... 146, 148
150, 152, 154

P26379
P45420
P45424

Boring bars/
adaptors
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Can you generate energy
from innovation?

The world’s population will reach over 8 billion by 2025, leading to the energy demand rising accordingly.
Achieving optimum efficiency in energy generation has therefore never been more important. Components
for the energy industry need to be optimised to fulfil their maximum potential, which requires the use of

new machining techniques and technologies. Having a partner that provides reliable tool solutions and a
dependable service is therefore crucial.

Harnessing energy for the future: Engineering Kompetenz from Walter.

—_ | WALTER

walter-tools.com Engineering Kompetenz




Walter USA, LLC

N22W23977 RidgeView Parkway West
Waukesha, W1 53188, USA

Phone: 800-945-5554 Fax: 262-347-2500
service.us@walter-tools.com

www.walter-tools.com/us
www.facebook.com/waltertools
www.youtube.com/waltertools

AN\

1)

Walter Canada
Mississauga, Canada
service.ca@walter-tools.com

Walter Tools S.A. de C.V.

Carr. Estatal KM 2.22 #431, Mddulo 3, Interior 19 y 20
El Colorado Galindo, Municipio EI Marqués,

Querétaro, C.P. 76246, México

Phone: +52 (442) 478-3500
service.mx@walter-tools.com
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