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®dpe3epoBaHMe KOHUEBbIMU hpe3amu
Milling with end mills

A.2 Ta6nuubl ans BbiGopa
Selection tables 2
A.10 LlenbHoTBepAaocnnaBHble KOHLUEBble hpesbl é
End mills solid carbide cd
A.10 OpHo3y6ble hpesbl C OTBOAOM CTPY>KKU BBEPX g:gé
Single-flute upcut end mills §§
A.15 ®pesbl ¢ ABYMS 3y6bAMM 83
Double edge end mills
A.16 ®dpesbl ¢ ABYMS 3yO6bAMU ANSA MATKAX MNNacTUKOB
Double edge end mills for soft plastics
A7 Flatball HSC g
Flatball HSC 85
A.18 ®dpesbl Co CPHePUHECKNM KOHLLOM le
Ball nose end mills §§
A.19 ®pesbl Ans nasos 3¢
Slotting end mills
A.20 KoHueBble dpesbl
A.32 End mills
A.22 HSCline-KoHLeBble hpesbi §
A.40 HSCline end mills ]
A.29 Cynep-thuHULLHbIE hpesbl CO CHepUHECKUM KOHLIOM §,§
High Finish ball nose end mills 3
A.30 MultiEdge 2Feed HSC koHLeBble hpe3bl Bbicokas nogaya 86
High feed end mills MultiEdge 2Feed HSC
A.31 MultiEdge 4Feed HSC koHueBble hpesbl BbicOKasi nogada
High feed end mills MultiEdge 4Feed HSC
A.33 DHC koHueBble pesbl AN YHEPHOBbIX U YUCTOBbIX Onepauui
DHC end mills for roughing and finishing
A.41 Chip Master — 4epHOBble KOHLEBbIE (hpe3bl °
Chip Master — Roughing end mills gg
A.42 AlRline KoHueBble hpesbl =
AlRline end mills
A.45 DFC KkoHLeBble hpe3bl ¢ pasHoHanpasBfieHHbIMY BUHTOBbIMI KaHaBKamMmn
DFC Compressions end mills
A.46 ®pes3a opgHO3ybast Ans KOMMO3UTHbLIX MaTepunanos
Composite Router .
A.47 KoHueBas ¢pesa PM-Edition, HSS-E %é’
End mills PM-Edition, HSS-E 85
A.55 HacapgHble kKoHueBble hpe3bl PM-Edition, HSS-E
Shell end mills PM-Edition, HSS-E
A.56 TpexcTopoHHue u hacoyHble pesbl g
Side face milling cutters and form milling cutters g_g’

A.65 PekomeHpaumm no pexxumam pesaHus, TexHu4yeckasi uHopmauus
Cutting data recommendations, Technical hints

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping
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Ta6nuua gns BbiGopa
Selection table

LlenbHoTBepaocnnaBHble hpesbl
Solid carbide cutters

Yucno [duameTp xBOCTOBMKA Yron noabema FeomeTpua Matepuan
3y6beB Shank diameter BUHTOBOWA Topua thpesbl
Kart. Ne Tun oT - po  Number oT - A0 KaHaBKM Front Cutting
Cat.-No.| Type from-to | of tooth from-to Helix angle | geometry | material
1400C N 4-12 2 6-16 20° TR LC620Q
1410C N 1-20 2/3/4 3-20 20° CR LC620A
LC620T
1412C N 1-20 2/4 3-20 20° BN LC620A
LC620T
1417C N 3-20 2 6-20 30° BN LC630T
1418C N 3-20 2 6-20 30° BN LC630T
1425C N 2-20 2 6-20 30° EM LC630T
1426C N 2-20 2 3-20 30° EM LC630T
1428C N 2-20 3 3-20 30° EM LC630T
1429C N 4-20 3 6-20 30° EM LCB30T
1460C N 4,8-15,7 3 6-16 30° EM LC630T
1584C N 4-25 4 6-25 30° EM LC630T
1585C N 4-20 4 6-20 30° EM LC630T
1584 N 4-25 4 6-25 30° EM LW630
1585 N 4-20 4 6-20 30° EM LW630
1450C H 1-12 2/4 3-12 20° CR LC620ZM
1451C H 1-12 2/4 3-12 20° BN LC620ZM
1430C | MultiEdge 1-20 2 3-20 0° HF LC620T
2Feed HSC
1431C | MultiEdge 4-12 4 6-12 0° HF LC620ZM
4Feed HSC
1528C SN 4-25 4/6/8 6-25 45° EM LC630T
/10
1529C SN 4-25 4/6/8 6-25 45° EM LC630T
/10
1461C SN 45 3-20 3 6-20 45° EM LCB30T
1462C SN 45 3-20 3 6-20 45° EM LC630T
1464C SN 45 6-20 3 6-20 45° EM LC630T
1411C SN 50 2-20 4/6/8 3-20 50° EM LC620ZM
1413C SN 50 2-20 4/6/8 3-20 50° EM LC620ZM
1443C SN 50 2-20 4/6/8 4-20 50° CR LC620ZM
1520C DHC 6-20 4 6-20 35°/38° CR LC630T
1521C DHC 1-20 4 4-20 35°/38° EM LC630T
1522C DHC 4-20 4 6-20 35°/38° EM LC630T

CR = Paguyc ckpyrnerus Corner radius | BN = Cdpepuyeckuin koHey, Ball nose | EM = Mnockunin Topey, straight | HF = Beicokas nogaya High feed
TR = TopoupanbHas toric | IC = BHyTpenHuin nogsog COX Internal cooling

A.2 www.itmash.ru
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BHyTpeH. MokpbiTne
noasopn CraHpapT Coating
COX XBOCTOBUKA 6e3 NoKpPbITUS Nanosphere Anmas MpumeHsiemocTb CTtp.
IC Shank (norm) uncoated AI2Plus Al6 Red Diamond Application Page

DIN 6535 HA | @ @ @ @ @ A7
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®pe3bl ¢ CHM

DIN 6535 HA | | @ @ @ @ @ A.22

DIN 6535 HA | | @ @ @ @ @ A.22

DIN 6535 HB | @ @ @ @ @ A.18

DIN 6535 HA | @ @ @ @ @ A.18

CMeHHbIe NAacTUHbI

Indexable inserts

DIN 6535 HB | @ @ @ A.19

DIN 6535 HA | @ @ A19

| DIN 6535 HA | @ @ @ @ A.20

| DIN 6535 HB | @ @ @ @ A.20

3y6othpesepoBaHne
Gear cutting

DIN 6535 HB | @ @ @ A.20

DIN 6535 HB | @ @ @ A.21

DIN 6535 HA | @ @ A.21

DIN 6535 HB | @ @ @ A.21

Touenne
Turning

DIN 6535 HA | @ @ @ A.21

DIN 6535 HA | @ @ A.27

DIN 6535 HA | @ @ A.27

DIN 6535 HA | @ @ @ @ A.30

CeepneHue
Drilling

DIN 6535 HA | @ @ A.31

DIN 6535 HA | @ @ @ A.39

DIN 6535 HB | @ @ @ A.39

DIN 6535 HA | @ @ @ A.32

OGpa6oTka pe3b6

Threading

DIN 6535 HB | @ @ A.32

DIN 6535 HB | @ @ @ A.32

DIN 6535 HB | @ @ A.40

DIN 6535 HA | @ @ A.40

PesbGoHakaTka
Threading Rolling

DIN 6535 HA | @ @ A.40

DIN 6535 HB | @ @ @ A.34

DIN 6535 HA | @ @ @ A.33

DIN 6527 B | @ @ A.33

OcHacTka
Clamping

M = gocTtynHo available
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Ta6nuubl gns Bbl60pa LlenbHoTBepaocnnaBHble pe3bl
Selection table Solid carbide cutters

Yucno AmameTp XBOCTOBMKA Yron nogbema Feometpus Matepuan
3y6beB Shank diameter BUHTOBOW TOopua chpesbl
Kat. Ne Tun oT - ao | Number oT - Ao KaHaBKM Front Cutting
Cat.-No.| Type from-to | of tooth from-to Helix angle | geometry | material
m 1524C < DHC SLOT 4-20 3 6-20 33°/35°/37° EM LC630T
m 1525C | DHC INOX 4-20 4 6-20 41° / 44° EM LCB30T
m 1526C | DHC SLOT 4,8-15,7 3 6-16 33°/35°/37° EM LC630T
‘” 1544C < DHC SLOT 4-20 3 6-20 33°/35°/37° EM LC630T
‘m 1550C | DHC SLOT 6-20 3 6-20 33°/35°/37° EM LCB30T
m 1576C | DHC SLOT 4,8-15,7 3 6-16 33°/35°/37° EM LC630T
m 1565C | DHC INOX 4-20 4 6-20 41° / 44° EM LC630T
; 1570C | DHC INOX 6-20 4 6-20 41° / 44° EM LC630T

‘ﬁ 1591C RFT 25 8-25 4 8-25 25° EM LC630T

‘m 1592C | RFT 25 8-25 4 8-25 25° EM LC630T

‘j 1563C | RFT 45 6-20 3/4 6-20 45° EM LC630T

3 1564C | RFT 45 6-20 3/4 6-20 45° EM LCB30T

E@ 1434 AlRline SH 4-20 2 6-20 30° BN LW630
‘E@ 1435 AlRline SH 4-20 2 6-20 30° BN LW630
‘—3 < 1436 AlRline SH 4-25 2/3 6-25 20° CR LW630
‘-‘ << | 1437 AlRline SH 4-25 2/3 6-25 20° CR LW630
- < 1571 AlRline SH 4-25 2/3 6-25 20°/30° EM LW630
1572 AlRline SH 4-25 2/3 6-25 20°/30° EM LW630
1586 AlRline SHR 6-25 2/3 6-25 20°/30° EM LW630
1587 AlRline SHR 6-25 2/3 6-25 20°/30° EM LW630
13000 | 1-3y6., cTpyxka BBepx | 1-12 1 3-12 EM SC
Single-flute upcut
: 12000 | 1-3y6ble, cTpyXKKa BHU3  1-12 1 3-12 EM SC
i Single-flute downcut
‘m 53000 | Cristal 3-10 1 3-10 EM SC
M 52-700 | 2-3y6., cTpyxKka BBepx | 12-20 2 12-20 EM SC
2flutes upcut
—————— 56-430 | 2-3y6ble, Nnock. Topey,| 3-12 2 6-12 0° EM SC
e

2flutes straight

E 65-200B | Superfinish 3-10 2 3-10 BN SC
Ball nose

) 67-000 | Router 4-12 MHOrO 6-12 EM SC
Composite

’ 66-800 DFC 6-12 | 4/5/6 6-25 EM SC
Compression

m 33000 | 1-3y6., cTpyxka BBepx | 1,5-10 1 3-10 EM SC
Single-flute upcut

w 22000 | 1-3y6ble, cTpy>xKa BHU3 1,5-10 1 3-10 EM SC
Single-flute downcut

CR = Paguyc ckpyrnenus Corner radius | BN = Cdepudeckuin koHel, Ball nose | EM = nnockuii Topel straight | HF = Beicokas nogaya High feed
TR = TopouganesHas toric | IC = BHyTpeHHuin nogsog COX Internal cooling

A4 www.itmash.ru



~a . N\
LMT- BELIN LMT-. FETTE LMT- ONSRUD
N’ ) =g \

BHyTpeH. MokpbiTHe P
noaBsopn CTtaHpapTt Coating _g
COX XBOCTOBUKA 6e3 NoKpbITUS Nanosphere Anmas MpumeHsiemocTb CTp. %
IC Shank (norm) uncoated Al2Plus Al6 Red Diamond Application Page 3
DIN 6535 ] @ @ @ @ A.36 5c
3o
DIN 6535 u @ @ @ A.38 3
DIN 6535 HA n @ @ @ @ @ A.37
DIN 6535 HB [ ] @ @ @ @ @ A.36 -
Eso
m DIN 6535 HB n @ @ @ @ A.36
DIN 6535 HB m @ @ @ @ @ A37 i
(5) =
DIN 6535 HB n @ @ @ A.38
n DIN 6535 HB u @ @ @ A.38
DIN 6535 HA ] @ @ A.41 g
DIN 6535 HB = @ @ @ A41 g
58
DIN 6535 HA n @ @ @ A.41
DIN 6527 B n @ @ A.41
DIN 6535 HA n @ A.43
DIN 6535 HB ] @ A.43 -
5
DIN 6535 HA ] @ A42 B
DIN 6535 HB m @ A.42
n DIN 6535 HA ] O @ A.44
n DIN 6535 HB n O @ A.44
n DIN 6535 HA n O @ A.44 E
n DIN 6535 HB ] O @ A.44
DIN 6535 HA m @ A.10
DIN 6535 HA n @ A12 £
Eg
DIN 6535 HA ] A4 g5
8E
DIN 6535 HA m @ A.15
DIN 6535 HA n @ A.16
DIN 6535 HA n A.29 g2
§e
DIN 6535 HA [ @ A.46 &s
$E
DIN 6535 HA n @ A.45
DIN 6535 HA n @ A1
DIN 6535 HA n @ A13

B = pocTtynHo available | [J = no 3akagdy on request

OcHacTka
Clamping
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Tab6nuubl ana sbi6opa

Selection table

HSS-E / PM-®pe3sbl
HSS-E / PM-Cutters

KonuyectBo [AnameTp xBocTOBMKA Yron nogbema [eometpus Martepuan
3y6beB Shank diameter BUHTOBOM Topua chpesbl
Kat. Ne Tun oT - A0 Number oT - Ao KaHaBKu Front Cutting
Cat.-No.| Type | from-to of tooth from-to Helix angle geometry material
F406 N 3-25 3 6-25 30° EM HSS-E-PM
F406C N 3-25 3 6-25 30° EM HSS-E-PM
F445 N 2-25 2 6-25 30° EM HSS-E-PM
F445C N 2-25 2 6-25 30° EM HSS-E-PM
F454C N 2-20 2 6-20 30° EM /BN HSS-E-PM
F515C NF 6-25 3/4/5 6-25 30° EM HSS-E-PM
F516 NR 6-32 3/4/5 6-32 30° EM HSS-E-PM
F516C NR 6-32 3/4/5 6-32 30° EM HSS-E-PM
F519C HR 6-25 3/4/5 6-25 30° EM HSS-E-PM
F523 SN 3-25 4 6-25 40° EM HSS-E-PM
F523C SN 3-25 4 6-25 40° EM HSS-E-PM
F524 AIR- 4-32 2/3 6-32 20° EM HSS-E-PM
. line
= SH
F525 AIR- 4-32 2/3 6-32 20° EM HSS-E-PM
line
SHR
1602 N 12,5-40 6/8 10-25 10° TS HSS-E
ﬂ pasHoHanp. 3y6 EMo5Co5
staggered tooth
1602C N 12,5-40 6/8 10-25 10° TS HSS-E
ﬂ pasHoHanp. 3y6 EMo5Co6
staggered tooth

CR = Paguyc ckpyrnenusi Corner radius | BN = Ccepurdeckuii koHew, Ball nose | EM = KoHuesasi pesa End mill | HF = Beicokasi nogaya High feed

TR = TopoupaneHas toric | IC = BHyTpeHnHuin nogsog COX Internal cooling | SM = TpexctopoHHue dpesbl Side milling | TS = T-Mag T-slot

WKC = LLInoHo4HbIn na3 Woodruff keyseat cutters | AM = ®acouHas dpesa Angle milling cutter | SEM = HacagHasi koHueBasi hpesa Shell End Mill

www.itmash.ru
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BHyTpeH. CtaHpapT MokpbiTne
noABoOJ, XBOCTOBMKA Coating P
COX Shank 6e3 NoKpbITUS Nanosphere Anmas MpumeHsiemocTb CTp. 2
IC (norm) uncoated | AlI2Plus AI6 Al-nano Red Diamond Application Page é
DIN 1835 B [ ] @ @ @ A.49 .:§
5
e
53
DIN 1835 B [ ] @ @ @ A.49
DIN 1835 B n @ @ A.47
gt
g£
DIN 1835 B [ ] @ @ A.47 :‘,’é
DIN 1835 B [ ] @ @ @ @ A.48 p
DIN 1835 B [ ] A.50 §§
&6
DIN 1835 B [ ] @ @ @ A.50
DIN 1835 B [ ] @ @ @ A.51 e
5
B
- Plmlk(s]n
DIN 1835 B [ ] @ @ @ @ A.52 o
DIN 1835 B [ ] @ @ @ @ A.52
DIN 1835 B [ ] @ A.53 §
8
DIN 1835 B n @ A53 °r
DIN 1835 B [ ] @ @ @ A.61
gg
§e
DIN 1835 B [ ] @ @ @ A.61 ég

M = gocTtynHo available

OcHacTka
Clamping

www.itmash.ru A.7
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Tab6nuubl ana sbi6opa HSS-E / PM-®pesbl
Selection table HSS-E / PM-Cutters

BHyTpeHHMIA gnameTp
Bore diameter
OvameTp aganTtepa
Adapter diameter Yron nogbema [eomeTpus
[AvameTp XBOCTOBMKA BUHTOBOM Topua
Kat.Ne Tun @ oT-po Shank diameter KaHaBKu Front MaTtepuan cdpesbl
Cat.-No.| Type |from-to oT - go from-to Helix angle geometry Cutting material
’ 1641 N 10,5-45,5/8/10/12 6-12 10°-12° WKC HSS-E
g /14 pasHoHarnpas. EMo5Co5
3y6
1653 N 16-32 6/8/10 12-16 AM HSS-E
a EM05C05
1654 N 16-32 | 6/8/10 12-16 - AM HSS-E
5 EMo5Co5
1664 H 8-56 4 10-32 npsiMon 3y6 CR HSS-E 909 M42
straight tooth
g 1013 SN 40-80 8/10 16/22/27 40° SEM HSS-E 909 M42
' 1013C SN 40-80 8/10 16/22/27 40° SEM HSS-E 909 M42
E 1015 NF 40-80 6/8/10 16/22/27 30° SEM HSS-E 909 M42
. 1015C NF 40-80 6/8/10 16/22/27 30° SEM HSS-E 909 M42
ﬂ 1016 NR 40-80 6/8/10 16/22/27 30° SEM HSS-E 909 M42
. 1016C NR 40-80 6/8/10 16/22/27 30° SEM HSS-E 909 M42
1203 N 63-125 | 32/36/ 22/27/32 npsmMon 3y6 SM HSS-E
@ 40/ 44 straight tooth EMo5Co5
1212 H 50-125 | 14/16/ 16/22/27/32 10° SM HSS-E
18/ pasHoHanpas. EMo5Co5
L 20/ 22 3y6
1213 N 63-200  28/32/ 22/27/32/40 14° SM HSS-E
36/ pasHoHanpas. EMo5Co5
40/ 48/ 56 3y6
1542 N 32-80 6/8/10 SK40 / SK50 30° EM HSS-E
@ EMo5C05
1547 NR 32-80 6/8 SK40 / SK50 30° EM HSS-E
1324A - 75 18 27 - - HSS-E
EMo5Co5

CR = Pagnyc ckpyrnenust Corner radius | BN = Ccpepuyeckmin koHew, Ball nose | EM = KoHuesas dpesa End mill | HF = Beicokas nogaya High feed |
TR = ToponpaneHas toric IC = BHyTpeHHuin nogsog COXK Internal cooling | AM = ®aco4Has ¢pesa Angle milling cutter

A.8 www.itmash.ru
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£
BHyTpeH. nOKpb-ITI/Ie é
nogBon  CraHpapTt Coating .:iﬁ
COX | xBOoCTOBMKA 6€3 NOKPbITUS Nanosphere = Anmas MpumeHsiemocTb CTtp. §§
IC Shank (norm)| uncoated AlI2Plus Al6 | Alnano Red Diamond Application Page §§
DIN 1835 B [ | @ @ @ A.62 83
DIN 1835 B [ | @ @ @ A.63 _
g£
DIN 1835 B | @ @ @ A.63 E
DIN 1835 B [ | @@@@@ A.64
- Plmin][s) S
-
go
- Plmin][s) e e
- AJmMgN)(s) |
- DIDIGIDID NI
B
- Plmik(N[s] A
- BRIOIIDID .
85
- R0 o
- LI =
83
8E
A.57
- Plm[ (N
DIN 69871 A n @ @ @ A.54 g2
te
DIN 69871 A n @ @ @ A54 3
o~
- Plmils "o

OcHacTka
Clamping

M = gocTtynHo available
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OpHO3y6ble KOHLUEeBble (hpe3bl C 0OTBOAOM CTPYXXKU BBEPX Vam
Single-flute upcut end mills LMT- BELIN
W’
[ | |Carbide
l2
T ©
ht
Kat. Ne Cat.-No. 13000
dy lo I4 do z ApTukyn
1 4 30 3 1 2700280
1,1 4 30 3 1 2750688
1,2 4 30 3 1 2750690
1,4 4 30 3 1 2750692
1,5 6 30 3 1 2700286
1,6 6 30 3 1 2750694
1,8 6 30 3 1 2750696
2 8 30 2 1 2700132
2 8 60 2 1 2701855
2 8 30 3 1 2700287
2 8 50 6 1 2728731
2,5 8 30 2,5 1 2700262
2,5 8 60 2,5 1 2701856
3 10 30 3 1 2700263
3 10 60 3 1 2701867
3 10 50 6 1 2700288
3 20 60 3 1 2709117
3 20 60 6 1 2709118
3 15 40 3 1 2731105
4 12 50 4 1 2700264
4 20 60 4 1 2701859
4 30 70 4 1 2701860
4 12 50 6 1 2700289
4 20 60 6 1 2709119
4 12 40 4 1 2734847
5 16 60 5 1 2700265
5 30 70 5 1 2701861
5 16 50 6 1 2700290
6 20 60 6 1 2700266
6 30 70 6 1 2701862
6 38 80 6 1 2701863
8 22 60 8 1 2700267
8 38 80 8 1 2701865
10 30 75 10 1 2700268
12 30 75 12 1 2700269

PekomeHpauumn no npumeHeHuio ctp. A.65
Application recommendations starting page A.65

A.10 www.itmash.ru



OpHO3y6ble KOHLUEeBble (hpe3bl C 0OTBOAOM CTPYXXKU BBEPX Vam
Single-flute upcut end mills LMT- BELIN

h6 | |Solid
[ | |Carbide

1)
T
o}
7]
5
2
]
T
X
o)
k-]
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£
H
o
=
=

®pe3bl ¢ CHM

e ©

CMeHHbIe NAacTUHbI

Indexable inserts

Kar. Ne Cat.-No. 33000 o
d4 I, I4 d» z ApTUKYn §§’
1,5 4 30 3 1 2700149 3e
2 5 30 3 1 2700131 &8
2,5 6 30 3 1 2700150
3 8 30 3 1 2700151
3,17 7,93 38,1 6,35 1 2700152
3,17 7,93 38,1 3,17 1 2709120
4 12 60 4 1 2700153
4 10 50 6 1 2700154 .
4 30 70 4 1 2760622 -
4,76 12,7 50,8 4,76 1 2709121 =
4,76 12,7 50,8 6,35 1 2700155
5 16 60 5 1 2700156
5 12 50 6 1 2700157
5 30 70 5 1 2758088
5 25 70 8 1 2758086
5 35 80 8 1 2760621
6 30 70 6 1 2758094 g2
6 38 80 6 1 2758096 S5
6 30 80 8 1 2758090
6 15 50 6 1 2700158
6 15 70 6 1 2754630
6 20 60 6 1 2758092 g
6,35 15,87 50,8 6,35 1 2700159 g
8 20 60 8 1 2700160 Eo
8 20 80 8 1 2754632 -
8 38 80 8 1 2758100 S
9,52 25,4 76,2 9,52 1 2744581

10 30 75 10 1 2758102
10 23 60 10 1 2700161
10 23 100 10 1 2754634 o
12,7 28,57 88,9 12,7 1 2744583 £

PekomeHpauumn no npumeHeHuio ctp. A.77
Application recommendations starting page A.77

OcHacTka
Clamping

www.itmash.ru A.11
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OpHO3y6ble KOHLUEeBble (hpe3bl C OTBOAOM CTPY)XXKW BHU3 Vam
Single-flute downcut end mills LMT- BELIN

h6 | |Solid
[ | |Carbide

% (2 == ©

KaTt. Ne Cat.-No. 12000
dy lo I4 do z ApTukyn
1 4 30 3 1 2700279
1,5 6 30 3 1 2700281
2 8 30 2 1 2700025
2 8 60 2 1 2701844
2 8 30 3 1 2700282
2,5 8 30 2,5 1 2700254
2,5 8 60 2,5 1 2701846
3 10 30 3 1 2703050
3 10 60 3 1 2701847
3 10 50 6 1 2700283
4 12 50 4 1 2700256
4 20 60 4 1 2701849
4 30 70 4 1 2701850
4 12 50 6 1 2700284
5 16 60 5 1 2700257
5 30 70 5 1 2701852
5 16 50 6 1 2700285
6 20 60 6 1 2700258
6 30 70 6 1 2701843
6 38 80 6 1 2701841
8 22 60 8 1 2700259
8 38 80 8 1 2701854

10 30 75 10 1 2700260
12 30 75 12 1 2700261

PekomeHpauumn no npumeHeHuio ctp. A.65
Application recommendations starting page A.65

A.12 www.itmash.ru



OpHo3y6ble KOHLEeBble (hpe3bl C OTBOAOM CTPYXXKWU BHU3 Vam N
Single-flute downcut end mills LMT- BELIN
) g
h6 | (Solid
-
5
32
&=
I
i
d2 S == ©
| g
| =
‘ te
c g
Kat. Ne Cat.-No. 22000 o
dy I I4 do z ApTUKYn §,§’
1,5 4 30 3 1 2700139 g
2 5 30 3 1 2700051 &3
2,5 6 30 3 1 2700140
3 8 30 3 1 2700141
3,17 7,93 38,1 6,35 1 2730637
4 12 60 4 1 2700142
4 10 50 6 1 2700147
4,76 12,7 50,8 6,35 1 2724106 R
5 16 60 5 1 2700143 ic
5 12 50 6 1 2700148 EE
6 15 50 6 1 2700144
6,35 15,87 50,8 6,35 1 2730641
8 20 60 8 1 2700145
10 23 60 10 1 2700146
-
g
8E
52

PekomeHpauumn no npumeHeHuio ctp. A.77
Application recommendations starting page A.77
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OpHo3y6ble KoHLUeBble (hpe3bl CRISTAL /R
Single-flute end mills CRISTAL LMT- BELIN

h6 | |Solid
[ |Carbide

do i \(771'

KaTt. Ne Cat.-No. 53000
dy lo I4 do z ApTukyn
3 9 30 3 1 2823827
4 13 50 4 1 2823828
4 13 50 6 1 2803593
6 16 50 6 1 2823830
8 20 60 8 1 2823831
10 23 60 10 1 2823832

PekomeHpauumn no npumeHeHuio ctp. A.65
Application recommendations starting page A.65
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AByx3y0Oble KOHLeBble (hpe3bl Vam N
Double edge end mills LMT- ONSRUD
e’
=
[ |Carbide 2
5
b
I
. == g
l4 2
8t
E2
KaTt. Ne Cat.-No. 52-700 o
d4 I, I4 dy ApTUKyn §,§
12 35 100 12 7053925 3e
12 45 100 12 7053926 &3
12 55 100 12 7053927
16 45 120 16 7053928
16 55 120 16 7053929
20 65 125 20 7053930
8=
-
oE

PekomeHpauumn no npumeHeHuio ctp. A.65
Application recommendations starting page A.65
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AByx3yOble C NPAMON peXyLeil KPOMKOW A 06paboTKM MArKMX niacTukoB
Double Edge 2 flutes, straight, soft plastics

h6 | |Solid

da

Vam
LMT+-ONSRUD
e’

KaTt. Ne Cat.-No. 56-430
d4 lo I4 ds ApTuKyn
3 12 50 6 7053953
4 16 64 6 7053954
5 20 64 6 7053955
6 25 64 6 7053956
8 25 76 8 7053957
10 35 88 10 7053958
12 25 76 12 7053959
12 35 88 12 7053961

PexkomeHpauun no npumeHeHuto ctp. A.65
Application recommendations starting page A.65
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Flatball HSC Vam
Flatball HSC LMTe. FETTE
e’
M) (h10 h5 Solid
N )
5
$3
:
r
: o » z
‘ l2 g
Kat. Ne Cat.-No. 1400C o
d; | r=0,01 I, I4 I5 d» z ApTUKyn §,§
KopoTkas short gg
4 1,5 4 57 14 6 2 9123725 &S
5 2 5 57 17 6 2 9123726
6 2 6 57 21 6 2 9123727
8 3 8 63 27 8 2 9123728
10 4 10 72 32 10 2 9123729
12 5 12 83 38 12 2 9123730
AJIMHHaa long p
6 2 6 80 44 6 2 9123785 §§
8 3 8 90 54 8 2 9123787 =
10 4 10 100 60 10 2 9123788
12 5 12 110 65 12 2 9123790
ANVHHas ycuneHHas long reinforced?’)
6 2 6 90 27 8 2 9123794
8 3 8 100 32 10 2 9123795
10 4 10 110 35 12 2 9123796 %
12 5 12 130 37 16 2 9123797 52
85
-
g ¢
8E
&2
dy h7

PekomeHpauumn no npumeHeHuto ctp. A.68
Application recommendations starting page A.68
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®pe3bl co chepuHecKMM KOHLOM /"
Ball nose end mills LMT- FETTE
AL2 | (Solid h10| | h6 DIN DIN | [ DIN
N ) () ol ) (29 ()
3
I3
l2
X( \L '
V.o
=S
Iy
KaTt. Ne Cat.-No. 1418C 1417C
d, r Io I4 I3 ds z ApTukyn ApTukyn
AnuHHas long

3 1,5 7 57 21 6 2 1122569 1331040

4 2 8 57 21 6 2 1122582 1331029

5 2,5 10 57 21 6 2 1122594 1331030

6 3 10 57 21 6 2 1122606 1331031

8 4 16 63 27 8 2 1122618 1331032
10 5 19 72 32 10 2 1122631 1331033
12 6 22 83 38 12 2 1122643 1331034
14 7 22 83 38 14 2 1122656 1331035
16 8 26 92 44 16 2 1122668 1331036
18 9 26 92 44 18 2 1122680 1331039
20 10 32 104 54 20 2 1122692 1331038

PekomeHpauumn no npumeHeHuio ctp. A.66
Application recommendations starting page A.66
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KoHueBble hpesbl Ans nasos Y
Slotting end mills LMTe. FETTE

W AL2 | (Solid| [ e8 | [ h6 DIN DIN| (DN
30°) | Plus ) (Carbide |\ ([ 6528 6527B| | jp

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

®pe3bl ¢ CHM

CMeHHbIe NAacTUHbI

Indexable inserts

Kar. Ne Cat.-No. 1426C 1425C o
d4 I, I4 I5 d» z ApTUKyn ApTUKyn g g
KopoTkasi short 32
2 3 50 14 6 2 1122346 1100091 86
3 4 50 14 6 2 1122358 1100092
4 5 54 18 6 2 1122370 1100093
4,81 6 54 18 6 2 1122382 -
5 6 54 18 6 2 1122394 1100094
5,75 7 54 18 6 2 1122407 -
6 7 54 18 6 2 1122420 1100095 °
7,757 9 58 22 8 2 1122434 - e
8 9 58 22 8 2 1122447 1100096 =
9,7 11 66 26 10 2 1122460 -
10 11 66 26 10 2 1122473 1100097
11,7 12 73 28 12 2 1122486 -
12 12 73 28 12 2 1122498 1100098
16 16 82 34 16 2 1122522 1100099
20 20 92 42 20 2 1122534 1100100 %
anvHHas long g2
2 6 38 10 3 2 1122246 - 85
3 7 38 10 3 2 1122258 -
4 8 50 22 4 2 1122271 -
5 10 50 22 5 2 1122285 -
6 10 57 21 6 2 1122298 1100117 9
7 13 60 24 7 2 1122311 - g
7 13 63 27 8 2 1110124 1110119 Eo
8 16 63 27 8 2 1122323 1100118 E_é
9 16 67 27 9 2 1122335 - ®=
9 16 72 32 10 2 1110125 1110120
10 19 72 32 10 2 1122347 1100119
11 22 83 38 11 2 1122359 -
11 22 83 38 12 2 1110126 1110121 o
12 22 83 38 12 2 1122371 1100120 §§
14 22 83 38 14 2 1122383 1100121 %’ =
15 26 92 44 15 2 1122395 - §§
15 26 92 44 16 2 1110127 1110122 dF
16 26 92 44 16 2 1122408 1100122
18 26 92 44 18 2 1122421 1100123
20 32 104 54 20 2 1122435 1100124

1) TouynocTb h10
Tolerance h10

PekomeHpgauuy no npumMeHeHuto cTp. A.66
Application recommendations starting page A.66
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KoHueBblie ¢pesbl Vam N
End mills LMTe. FETTE
W’
i DIN LMT DIN
N () (2 5 (3) (=
SN
I3
x?\ l2
\S |
d2| { 77777 == d1) %
I | \
Kat. Ne Cat.-No. 1428C 1429C 1460C
dq lo I I3 do z ApTukyn ApTukyn ApTukyn
KopoTKasi short
4 5 54 18 6 3 1122116 1100171 -
4,8 6 54 18 6 3 - - 1121963
5 6 54 18 6 3 1122128 1100172 -
5,75 6 54 18 6 3 - - 1121964
6 7 54 18 6 3 1122142 1100173 -
7,75 9 58 22 8 3 - - 1121965
8 9 58 22 8 3 1122155 1100174 -
9,7 11 66 26 10 3 - - 1121966
10 11 66 26 10 3 1122168 1100175 -
11,7 12 73 28 12 3 - - 1121967
12 12 73 28 12 3 1122181 1100176 -
13,7 14 75 30 14 3 - - 1121968
14 14 75 30 14 3 1122195 1100177 -
15,7 16 82 34 16 3 - - 1121970
16 16 82 34 16 3 1122207 1100178 -
18 18 84 36 18 3 1122221 1100179 -
20 20 92 42 20 3 1122234 1100180 -
ANVHHas long
2 6 38 10 3 3 1122007 - -
3 7 38 10 3 3 1122020 - -
4 8 50 22 4 3 1122034 - -
5 10 50 22 5 3 1122046 - -
6 10 57 21 6 3 1122060 1100181 -
7 13 60 24 6 3 1122073 - -
7 13 63 27 8 3 1110106 1110092 -
8 16 63 27 8 3 1122087 1100182 -
9 16 67 31 9 3 1122100 - -
9 16 72 32 10 3 1110107 1110093 -
10 19 72 32 10 3 1122113 1100183 -
11 22 83 38 12 3 1110108 1110094 -
11 22 83 43 11 3 1122125 - -
12 22 83 38 12 3 1122139 1100184 -
14 26 83 38 14 3 1122152 1100185 -
15 26 92 44 16 3 1110109 1110095 -
15 26 92 47 15 3 1122164 - -
16 26 92 44 16 3 1122178 1100186 -
18 26 92 44 18 3 1122191 1100187 -
20 32 104 54 20 3 1122204 1100188 -

PekomeHpauumn no npumeHeHuio ctp. A.66
Application recommendations starting page A.66
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KoHueBbie ¢pesbl Y
End mills LMT- FETTE
W’

sO'Id h10 h6 DIN DIN DIN DIN DIN DIN
N re o o oy (B e [

AL2
Plus

n 3'2
i R ; o ‘@ l l

1)
T
o}
7]
5
2
]
T
X
o)
k-]
=
£
H
o
=
=

®pe3bl ¢ CHM

CMeHHbIe NAacTUHbI

Indexable inserts

Kart. Ne Cat.-No. 1585 1585C 1584 1584C §g
d4 I l4 I3 do z ApTukyn ApTukyn ApTukyn ApTukyn §§
KopoTKas short

4 8 54 18 6 4 1120214 1122871 1120215 1100206

6 10 54 18 6 4 1300027 1122584 1143359 1100207

8 12 58 22 8 4 1300028 1122596 1143361 1100208

10 14 66 26 10 4 1300029 1122608 1143363 1100209

12 16 73 28 12 4 1300030 1122620 1143365 1100210 °
14 18 75 30 14 4 1300031 1122633 1143430 1100211 §§
16 22 82 34 16 4 1300032 1122645 1143367 1100212 =
18 24 84 36 18 4 1300033 1122658 1143432 1100213

20 26 92 42 20 4 1300034 1122670 1143369 1100214

ANVHHas long

4 11 50 22 4 4 1142765 - - -

5 13 50 22 6 4 1142767 1122436 - -

6 13 57 21 6 4 1142769 1122449 1142704 1100215 %
7 16 60 24 7 4 1142771 1122462 - - §§
7 16 63 27 8 4 1110085 1110088 1110081 1110077 S5
8 19 63 27 8 4 1142773 1122475 1142713 1100216

9 19 67 27 9 4 1142775 1122488 - -

9 19 72 32 10 4 1110086 1110090 1110072 1110078

10 22 72 32 10 4 1142776 1122500 1142722 1100217 9
11 26 83 38 12 4 1110087 1110091 1110083 1110079 g
11 26 83 38 11 4 1142778 1122524 - - % 2
12 26 83 38 12 4 1142780 1122536 1142731 1100218 E‘é
14 26 83 38 14 4 1142783 1122548 1142608 1100219 OL=
16 32 92 44 16 4 1142785 1122560 1142740 1100220

18 32 92 44 18 4 1142787 1122572 1142610 1100221
20 38 104 54 20 4 1142789 1122585 1142759 1100222
25 45 121 65 25 4 - - 1110084 1110080 .
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HSCline KoHuUeBble hpes3bl Vam N
HSCline end mills LMT- FETTE
W’
LMT ;
J
I3
%
MIN
JEE= = @
I N
I3
I
N
[e PR | - -d
EE=Fe9d ®
1
KaTt. Ne Cat.-No. 1410C 1412C
d, Io I4 I3 d, z r ApTukyn ApTukyn
KopoTKasi short
1 1,5 38 2,7 3 2 0,2 1122314 -
1 1,5 38 2,7 3 2 0,5 - 1122452
2 2 50 3,6 6 2 0,3 1122326 -
2 2 50 3,6 6 2 1 1122464
3 3 50 5,5 6 2 0,4 1122338 -
3 3 50 5,5 6 2 1,5 - 1122477
4 4 57 14,5 6 2 0,5 1122350 -
4 4 57 14,5 6 2 1 1110039 -
4 4 57 14,5 6 2 2 - 1122490
5 5 57 21 6 2 0,5 1110040 -
5 5 57 21 6 2 0,6 1122362 -
5 5 57 21 6 2 1 1110041 -
5 5 57 21 6 2 2,5 - 1122502
6 6 57 21 6 2 0,8 1122374 -
6 6 57 21 6 2 1 1110044 -
6 6 57 21 6 2 0,3 1110188 -
6 6 57 21 6 2 0,5 1110042 -
6 6 57 21 6 2 3 - 1122526
8 8 63 27 8 3 0,3 1110190 -
8 8 63 27 8 3 1 1122386 -
8 8 63 27 8 3 1,5 1110045 -
8 8 63 27 8 3 2 1110046 -
8 8 63 27 8 2 4 - 1122538
10 10 72 32 10 3 1,5 1110048 -
10 10 72 32 10 3 2 1110049 -
10 10 72 32 10 3 0,5 1110192 -
10 10 72 32 10 3 1 1110047 -
10 10 72 32 10 3 1,25 1122398 -
10 10 72 32 10 2 5 - 1122550
12 12 83 38 12 3 0,5 1110194 -
12 12 83 38 12 3 1 1110050 -
12 12 83 38 12 3 1,5 1110051 -
12 12 83 38 12 3 1,6 1122411 -
12 12 83 38 12 3 2 1110053 -
12 12 83 38 12 2 6 - 1122562
16 16 92 44 16 4 2 1122425 -
16 16 92 44 16 4 8 - 1122574

PekomeHpauumn no npumeHeHuio ctp. A.69
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HSCline KoHuUeBble hpes3bl Vam N
HSCline end mills LMT+ FETTE
e’
LMT i
|3 ':g
I gt
S
JEEE ISSER-2
I Nro
I :
I 8%
SN
Aol —-—-—- = -d1 ‘% §§
je====sxg
Kar. Ne Cat.-No. 1410C 1412C .
d, Io I4 I3 d, z r ApTukyn ApTukyn g §’
KopoTkasi short 32
20 20 104 54 20 4 2 1110197 - &S
20 20 104 54 20 4 2,5 1122438 -
20 20 104 54 20 4 10 - 1122587
AnuHHasa long
2 2 70 17 6 2 0,3 1122673 -
2 2 70 17 6 2 1 - 1300377
3 3 70 18 6 2 0,4 1122685 - °
3 3 70 18 6 2 1,5 - 1300378 § 2
4 4 80 19 6 2 0,5 1122697 - =
4 4 80 19 6 2 1 1110054 -
4 4 80 19 6 2 2 - 1300379
5 5 80 44 6 2 0,5 1110055 -
5 5 80 44 6 2 0,6 1122014 -
5 5 80 44 6 2 1 1110056 -
5 5 80 44 6 2 2,5 - 1300380 §
6 6 80 44 6 2 1 1110058 - &g
6 6 80 44 6 2 0,3 1110189 - S5
6 6 80 44 6 2 0,5 1110057 -
6 6 80 44 6 2 0,8 1122027 -
6 6 80 44 6 2 3 - 1300381
8 8 90 54 8 3 0,3 1110191 - 9
8 8 90 54 8 3 1 1122040 - g
8 8 20 54 8 3 1,5 1110059 - Eo
8 8 9 | 54 8 3 2 1110060 - -
8 8 90 54 8 2 4 - 1300382 =
10 10 100 60 10 3 2 1110064 -
10 10 100 60 10 3 0,5 1110193 -
10 10 100 60 10 3 1 1110062 -
10 10 100 60 10 3 1,3 1122053 - o
10 10 100 60 10 3 1,5 1110063 - §§
10 10 100 60 10 2 5 - 1300384 e
12 12 110 65 12 3 0,5 1110195 - §§
12 12 110 65 12 3 1 1110065 - wiE
12 12 110 65 12 3 1,5 1110066 -
12 12 110 65 12 3 1,6 1122066 -
12 12 110 65 12 3 2 1110067 -
12 12 110 65 12 2 6 - 1300385
PekomeHgaumu no nprMeHeHuto ctp. A.69 *
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HSCline KoHueBbie hpesbl Y
HSCline end mills LMT- FETTE
W’
LMT ;
J
I3
%
MIN
JEE= = @
I N
I3
I
N
[e PR | - -d
EE=Fe9d ®
1
KaTt. Ne Cat.-No. 1410C 1412C
d, Io I4 I3 d, z r ApTukyn ApTukyn
AnuHHas long
16 16 130 82 16 4 2 1122080 -
16 16 130 82 16 4 8 - 1300386
20 20 150 100 20 4 2 1110198 -
20 20 150 100 20 4 2,5 1121609 -
20 20 150 100 20 4 10 - 1121625
cBepxpNnuHHas extra long
2 2 120 17 6 2 0,3 1122093 -
2 2 120 17 6 2 1 - 1300397
3 3 120 18 6 2 0,4 1122107 -
3 3 120 18 6 2 1,5 - 1300398
4 4 160 19 6 2 0,5 1122119 -
4 4 160 19 6 2 2 - 1300399
5 5 160 92 6 2 0,6 1122132 -
5 5 160 92 6 2 2,5 - 1300400
6 6 160 92 6 2 0,8 1122145 -
6 6 160 92 6 2 3 - 1300401
8 8 160 92 8 3 1 1122158 -
8 8 160 92 8 2 4 - 1300402
10 10 160 92 10 2 1,3 1122171 -
10 10 160 92 10 2 5 - 1300403
12 12 200 112 12 2 1,6 1122185 -
12 12 200 112 12 2 6 - 1300404
16 16 200 110 16 4 2 1122198 -
16 16 200 110 16 4 8 - 1300405
20 20 230 122 20 4 2,5 1121611 -
20 20 230 122 20 4 10 - 1121626

PekomeHpauumn no npumeHeHuio ctp. A.69
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HSCline KoHuUeBble hpe3bl ana o6paboTku rpacduTta Vam N
HSCline end mills for graphite machining LMT- FETTE
e’
]
Carhide g
Is E‘g"
JEEE ISSER-2
I Nro
Iy :
I 8%
SN
Aol —-—-—- = -d1 ‘% §§
] : %T? 3t
Kar. Ne Cat.-No. 1410C 1412C .
d, Io I4 I3 d, z r ApTukyn ApTukyn g §’
KopoTkasi short 32
1 1 38 2,7 3 2 0,2 1110505 - &S
1 1 38 2,7 3 2 0,5 - 1110524
2 2 50 3,6 6 2 0,3 1110506 -
2 2 50 3,6 6 2 1 - 1110525
3 3 50 5,5 6 2 0,4 1110507 -
3 3 50 55 6 2 1,5 - 1110526
4 4 57 14,5 6 2 0,5 1110508 - R
4 4 57 14,5 6 2 1 1110509 - §§
4 4 57 14,5 6 2 2 - 1110527 =
5 5 57 21 6 2 0,5 1110510 -
5 5 57 21 6 2 1 1110511 -
5 5 57 21 6 2 2,5 - 1110528
6 6 57 21 6 2 0,5 1110512 -
6 6 57 21 6 2 1 1110513 -
6 6 57 21 6 2 3 - 1110529
8 8 63 27 8 3 1 1110515 - g2
8 8 63 27 8 3 1,5 1110516 - S5
8 8 63 27 8 3 0,3 1110514 -
8 8 63 27 8 2 4 - 1110530
10 10 72 32 10 3 0,5 1110517 -
10 10 72 32 10 3 1 1110518 - 9
10 10 72 32 10 3 1,5 1110519 - g
10 10 72 32 10 3 2 1110520 - Eo
10 10 72 32 10 2 5 - 1110531 §§
12 12 83 38 12 3 1 1110521 - oF
12 12 83 38 12 3 1,5 1110522 -
12 12 83 38 12 3 2 1110523 -
12 12 83 38 12 2 6 - 1110532
AnuHHasa long o
2 2 70 | 17 6 2 0,3 1110533 - Es
2 2 70 17 6 2 1 - 1110551 go
3 3 70 18 6 2 0,4 1110534 - §§
3 3 70 18 6 2 1,5 - 1110552 i
4 4 80 19 6 2 1 1110536 -
4 4 80 19 6 2 0,5 1110535 -
4 4 80 19 6 2 2 - 1110553
5 5 80 44 6 2 0,5 1110537 -
PekomeHgaumu no nprMeHeHuto ctp. A.69 *

Application recommendations starting page A.69

OcHacTka
Clamping

www.itmash.ru A.25

Mpunoxexuns
Attachment



HSCline koHueBble (hpe3bl ans 06paboTkm rpacuTta Y
HSCline end mills for graphite machining LMT- FETTE
) —g
-\ ]
Carbide
I3
%
MIN
JEEE RO @
I Nro
I3
|
N[ o
===t T
H . &
)
Kart. Ne Cat.-No. 1410C 1412C
d, Io I4 I3 d, z r ApTukyn ApTukyn
AnuHHas long
5 5 80 44 6 2 1 1110538 -
5 5 80 44 6 2 2,5 - 1110554
6 6 80 44 6 2 0,5 1110539 -
6 6 80 44 6 2 1 1110540 -
6 6 80 44 6 2 3 - 1110555
8 8 90 54 8 3 1,5 1110543 -
8 8 90 54 8 3 0,3 1110541 -
8 8 90 54 8 3 1 1110542 -
8 8 90 54 8 2 4 - 1110556
10 10 100 60 10 3 0,5 1110544 -
10 10 100 60 10 3 1 1110545 -
10 10 100 60 10 3 1,5 1110546 -
10 10 100 60 10 3 2 1110547 -
10 10 100 60 10 2 5 - 1110557
12 12 110 65 12 3 1 1110548 -
12 12 110 65 12 3 1,5 1110549 -
12 12 110 65 12 3 2 1110550 -
12 12 110 65 12 2 6 - 1110558
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HSCline KoHuUeBble hpes3bl Vam N
HSCline end mills LMTe. FETTE
W’
LMT Nano- i
S g
I N
|3 ;
O\
dp| [(SSEEEEE = -d : 3
i e @
[ =
Kart. Ne Cat.-No. 1450C 1451C .
ds I, I4 I5 d» z r ApTUKYn ApTUKyn g g
KopoTkasi short 32
1 1 38 2,2 3 2 0,2 9207530 - &3
1 1 38 2,2 3 2 0,5 - 9207645
2 2 50 3,6 6 2 0,3 9207551 -
2 2 50 3,6 6 2 1 - 9207653
3 3 50 5,5 6 2 0,4 9207553 -
3 3 50 5,5 6 2 1,5 - 9207655
4 4 57 14,5 6 4 0,5 9207554 - o
4 4 57 14,5 6 4 1 9207555 - -
4 4 57 14,5 6 4 2 - 9207862 =
4 4 57 14,5 6 2 2 - 9207863
5 5 57 21 6 4 0,5 9207557 -
5 5 57 21 6 4 1 9207558 -
5 5 57 21 6 4 2,5 - 9207864
5 5 57 21 6 2 2,5 - 9207865
6 6 57 21 6 4 0,5 9207562 -
6 6 57 21 6 4 1 9207564 - &g
6 6 57 21 6 4 3 - 9207866 S5
6 6 57 21 6 2 3 - 9207867
8 8 63 27 8 4 1 9207567 -
8 8 63 27 8 4 1,5 9207568 -
8 8 63 27 8 4 2 9207569 - ©
8 8 63 27 8 4 0,5 9207565 - 2
8 8 63 | 27 8 4 4 - 9207869 Eo
8 8 63 | 27 8 2 4 - 9207870 -
10 10 72 32 10 4 0,5 9207582 - g
10 10 72 32 10 4 1 9207583 -
10 10 72 32 10 4 1,5 9207584 -
10 10 72 32 10 4 2 9207585 -
10 10 72 32 10 4 5 - 9207871 o
10 10 72 | 32 10 2 5 - 9207904 Es
12 12 83 38 12 4 1,5 9207596 - e
12 12 83 38 12 4 2 9207597 - : E
12 12 83 38 12 4 0,5 9207587 - wiE
12 12 83 38 12 4 1 9207590 -
12 12 83 38 12 2 6 - 9207905
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HSCline KoHuUeBble hpes3bl
HSCline end mills

N
LMT+ FETTE
e’

R
BEIREEmDE

SEET RS
I N
I3
lo
MNT T
dzt { fffff - 'd1’ @
Nro
Iy
Kat. Ne Cat.-No. 1450C 1451C
d, Io I4 I3 d, z r ApTukyn ApTukyn
AnuHHas long
4 4 80 19 6 4 0,5 9207599 -
4 4 80 19 6 4 1 9207600 -
4 4 80 19 6 4 2 - 9207906
4 4 80 19 6 2 2 - 9207907
5 5 80 44 6 4 1 9207604 -
5 5 80 44 6 4 0,5 9207603 -
5 5 80 44 6 4 2,5 - 9207908
5 5 80 44 6 2 2,5 - 9207909
6 6 80 44 6 4 0,5 9207605 -
6 6 80 44 6 4 1 9207606 -
6 6 80 44 6 4 3 - 9207910
6 6 80 44 6 2 3 - 9207923
8 8 90 54 8 4 0,5 9207608 -
8 8 90 54 8 4 1 9207609 -
8 8 90 54 8 4 1,5 9207611 -
8 8 90 54 8 4 2 9207613 -
8 8 90 54 8 4 4 - 9207925
8 8 90 54 8 2 4 - 9207926
10 10 100 60 10 4 0,5 9207616 -
10 10 100 60 10 4 1 9207622 -
10 10 100 60 10 4 1,5 9207627 -
10 10 100 60 10 4 2 9207628 -
10 10 100 60 10 4 5 - 9207927
10 10 100 60 10 2 5 - 9207930
12 12 110 65 12 4 0,5 9207630 -
12 12 110 65 12 4 1 9207631 -
12 12 110 65 12 4 1,5 9207632 -
12 12 110 65 12 4 2 9207633 -
12 12 110 65 12 2 6 - 9207931

PekomeHpauumn no npumeHeHuio ctp. A.70
Application recommendations starting page A.70
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CynepuuncrtoBble KOHLEeBble (hpe3bl co chepuvHeCKMM KOHLLOM Vam N
High Finish ball nose end mills LMT+ ONSRUD

5 (2o 22 e
[ (carbide

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

®pe3bl ¢ CHM

o i@

CMeHHbIe NAacTUHbI

Indexable inserts

Kat. Ne Cat.-No. 65-200B

d, lo I4 do ApTukyn
12 64 3 7053979
20 76 6 7053980

8 25 76 8 7053981
10 30 76 10 7053982

o w

3y6othpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

OGpa6oTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

PekomeHpauumn no npumeHeHuio ctp. A.65
Application recommendations starting page A.65

OcHacTka
Clamping
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MultiEdge 2Feed HSC koHueBble hpesbl

MultiEdge 2Feed HSC end mills

Multi
Edge
2 Feed

ra] (12 h6 | (HRC| [ AL2
e (= [ ) <52 |Plus

do

Solid
Carbide

Van
LMT+ FETTE
e’

Kat. Ne Cat.-No. 1430C
d4 ds I l4 I3 da Z  Riheo  @p max ApTukyn
cBepxkopoTkas extra short
1 0,8 0,35 40 2 3 2 0,1 0,05 1300994
2 1,6 | 0,7 40 4 4 2 0,2 0,1 1300995
3 251 50 6 6 2 0,3 | 0,15 1300996
4 3,4 15 57 8 6 2 0,4 | 0,2 1301100
5 42 2 57 |10 6 2 0,5 0,25 1301101
6 5 2,5 57 12 6 2 0,6 | 0,3 1301102
8 6,7 3 63 | 16 8 2 0,8 04 1301103
10 8,5 3,5 72 | 20 10 2 1 0,5 1301104
12 10 4 83 | 24 12 2 1,2 | 0,6 1301105
14 | 11,8 4,5 83 | 28 14 2 1,4 | 0,7 1301106
KopoTKaa short
1 0,8 0,35 40 4 3 2 0,1 0,05 1300997
2 1,6 0,7 40 8 4 2 0,2 | 0,1 1300998
3 25 1 57 |12 6 2 0,3 0,15 1300999
4 3,4 15 57 | 15 6 2 0,4 @ 0,2 1110170
5 4,2 | 2 57 17,5 6 2 0,5 | 0,25 1110171
6 5 2,5 57 |19 6 2 0,6 @ 0,3 1110172
8 6,7 3 63 | 24 8 2 0,8 04 1110173
10 85 35 72 285 | 10 2 1 0,5 1110174
12 10 4 83 | 34 12 2 1,2 | 0,6 1110175
16 | 13,5 | 5,5 92 | 39 16 2 1,6 | 0,8 1110176
20 | 17 7 104 | 48 20 2 2 1 1110177
AnuHHasa long
4 3,4 15 70 | 24 6 2 0,4 @ 0,2 1300988
5 42 2 70 | 30 6 2 0,5 0,25 1300989
6 5 2,5 80 | 35 6 2 0,6 | 0,3 1300990
8 6,7 3 80 | 40 8 2 0,8 04 1300991
10 8,5 3,5 90 | 45 10 2 1 0,5 1300992
12 10 4 100 | 50 12 2 1,2 | 0,6 1300993
cBepxpnnHHas extra long
4 3,4 15 80 | 34 6 2 0,4 | 0,2 1110180
5 42 2 80 | 37 6 2 0,5 0,25 1110181
6 5 2,5 80 | 42 6 2 0,6 | 0,3 1110182
8 6,7 3 90 | 51 8 2 0,8 04 1110183
10 8,5 3,5 100 | 56,5 | 10 2 1 0,5 1110184
12 10 4 110 | 61 12 2 1,2 | 0,6 1110185
16 | 13,5 5,5 130 |77 16 2 1,6 @ 0,8 1110186
20 |17 7 150 94 20 2 2 1 1110187

PekomeHnpauun no npumeHeHuto ctp. A.71
Application recommendations starting page A.71
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MultiEdge 4Feed HSC koHueBblie ¢hpesbl Vam N
MultiEdge 4Feed HSC end mills LMTe. FETTE

Math (LMD (hi2 h6 Nano- | (Solid|
Ed h . ez
4 Fege% ; s';le%re Carbide,

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

®pe3bl ¢ CHM

do ds| dy @

CMeHHbIe NAacTUHbI
Indexable inserts

KaTt. Ne Cat.-No. 1431C o
d, ds I l4 I3 da Z  Riheo  @pmax ApTukyn §>_§
cBepxKopoTkas extra short 3
3 2,7 1 50 6 6 4 0,3 0,15 7048450 86
4 3,55 1,5 57 8 6 4 0,4 0,2 9207993
5 4.4 | 2 57 10 6 4 0,5 0,25 9207994
6 53 | 2,5 57 12 6 4 0,6 0,3 9207995
8 71 3 63 | 16 8 4 0,8 0,4 9207996
10 8,9 3,5 72 | 20 10 4 1 0,5 9207997
12 10,7 4 83 | 24 12 4 1,2 0,6 9207998 °
KopoTKasi short gg
3 2,7 1 57 | 12 6 4 0,3 0,15 7048451 =
4 3,55/ 1,5 57 15 6 4 0,4 0,2 9207999
5 44 | 2 57 | 17,5 6 4 0,5 0,25 9208000
6 53 | 2,5 57 | 19 6 4 0,6 0,3 9208002
8 71 3 63 24 8 4 0,8 0,4 9208003
10 8,9 | 3,5 72 28,5 10 4 1 0,5 9208004
12 10,7 4 83 | 34 12 4 1,2 0,6 9208005 %
anvHHas long g2
3 | 27 | 1 70 | 18 6 | 4 | 03 | 0,15 7019116 85
4 3,55 1,5 70 | 24 6 4 0,4 0,2 7048452
5 44 | 2 70 | 30 6 4 0,5 0,25 7048453
6 53 | 2,5 80 | 35 6 4 0,6 0,3 9208006
8 71 3 80 | 40 8 4 0,8 0,4 9208007 9
10 8,9 3,5 90 | 45 10 4 1 0,5 9208008 g
12 (10,7 4 100 50 @ 12 | 4 1,2 | 06 9208009 Eo
(o=
g8

PekomeHpauumn no npumeHeHunio ctp. A.72
Application recommendations starting page A.72

OcHacTka
Clamping
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KoHueBbie ¢pesbl Y
End mills LMT- FETTE

W AL2 | (Solid| [ e8 | [ h6
45° | Plus | [Carbide | ;

DIN DIN DIN DIN DIN
G 65278 | S5 65278) Sonza’

DIN
6535
HB

o SN« &

Kart. Ne Cat.-No. 1461C 1462C 1464C
d4 lo l4 I3 do z ApTukyn ApTukyn ApTukyn
ANVHHas long

3 8 57 18 6 3 1128654 1128676 -

4 11 57 19 6 3 1128655 1128677 -

5 13 57 19 6 3 1128656 1128678 -

6 13 57 21 6 3 1128657 1128679 1128702

8 19 63 27 8 3 1128658 1128680 1128703
10 22 72 32 10 3 1128659 1128681 1128704
12 26 83 38 12 3 1128660 1128682 1128705
14 26 83 38 14 3 1128661 1128683 1128706
16 32 92 44 16 3 1128662 1128684 1128707
18 32 92 44 18 3 1128663 1128685 1128708
20 38 104 54 20 3 1128664 1128686 1128709

3awuTHas cdacka

Edge protection chamfer dq b
6-12 0,2
45° 14-20 0,3

b

PekomeHpauumn no npumeHeHuio ctp. A.66
Application recommendations starting page A.66
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DHC koHueBble (hpe3bl C HepaBHOMEPHbIM YroJiomMm NoAgbeMa BUHTOBON KaHaBKM Ve
DHC end mills with uneven helix angle LMT- FETTE

AL2 | [Solid h10| | h6 DIIS DIN | [ DIN

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

®pe3bl ¢ CHM

&

I
i |

CMeHHbIe NAacTUHbI

Indexable inserts

KaTt. Ne Cat.-No. 1521C 1522C e
dy I, I4 15 d, z ApTUKYN ApTUKyn §, g’
KopoTkasi short 3
1 1,5 40 2 4 4 9186421 - &S
2 3 40 4 4 4 9186422 -
3 4 40 6 4 4 9186423 -
4 5 54 8 6 4 1190000 1190010
5 6 54 10 6 4 1190001 1190011
6 7 54 16 6 4 1190002 1190012
8 9 58 20 8 4 1190003 1190013 o
10 11 66 24 10 4 1190004 1190014 §§
12 12 73 26 12 4 1190005 1190015 =
14 14 75 28 14 4 1190006 1190016
16 16 82 32 16 4 1190007 1190017
18 18 84 34 18 4 1190008 1190018
20 20 92 40 20 4 1190009 1190019
ANVHHas long
1 2,5 40 3 4 4 9186424 - %
2 4 40 6 4 4 9186425 - gg
3 6 40 9 4 4 9186426 - 85
4 8 54 12 6 4 1110700 1110705
5 10 54 15 6 4 1110701 1110706
6 13 57 21 6 4 1110223 1110231
8 19 63 27 8 4 1110224 1110232 9
10 22 72 32 10 4 1110225 1110233 %
12 26 83 38 12 4 1110226 1110234 Eo
14 26 83 38 14 4 1110227 1110235 E_é
16 32 92 44 16 4 1110228 1110236 OF
18 34 92 44 18 4 1110229 1110237
20 38 104 54 20 4 1110230 1110238
3awumTHasa dacka .
Edge protection chamfer d4 b §§
1 0,025 L
2 0,05 35
- 3 0,075 aF
4 0,1
b 5 0,15
T 6-12 0,2
14-20 0,3

PekomeHngauum no npumMeHeHuto ctp. A.73
Application recommendations starting page A.73
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DHC koHueBble thpe3bl ¢ paguycamm
DHC end mills with corner radius

DIN | [ h6 DIN |\ (h10| [ AL2 | [Solid
one) e (22 g (38 (20) (2] cnl )

do

Van
LMT+ FETTE
e’

KaTt. Ne Cat.-No. 1520C
d, Io I4 I3 d, z r ApTukyn
KopoTKaa short
6 7 54 12 6 4 0,5 9195575
6 7 54 12 6 4 1 9195578
6 7 54 12 6 4 1,5 9195579
8 9 58 16 8 4 1,5 9195582
8 9 58 16 8 4 2 9195583
8 9 58 16 8 4 0,5 9195580
8 9 58 16 8 4 1 9195581
10 11 66 20 10 4 2 9195587
10 11 66 20 10 4 0,5 9195584
10 11 66 20 10 4 1 9195585
10 11 66 20 10 4 1,5 9195586
12 12 73 24 12 4 0,5 9195588
12 12 73 24 12 4 1 9195589
12 12 73 24 12 4 1,5 9195590
12 12 73 24 12 4 2 9195591
14 14 75 28 14 4 1 9195592
14 14 75 28 14 4 1,5 9195593
14 14 75 28 14 4 2 9195594
16 16 82 32 16 4 1,5 9195597
16 16 82 32 16 4 2 9195598
16 16 82 32 16 4 1 9195595
18 18 84 36 18 4 1 9195599
18 18 84 36 18 4 1,5 9195601
18 18 84 36 18 4 2 9195602
20 20 92 40 20 4 1 9195603
20 20 92 40 20 4 1,5 9195604
20 20 92 40 20 4 2 9195605
AnuHHasa long
6 13 57 21 6 4 0,5 9195608
6 13 57 21 6 4 1 9195609
6 13 57 21 6 4 1,5 9195610
8 19 63 27 8 4 1,5 9195613
8 19 63 27 8 4 2 9195614
8 19 63 27 8 4 0,5 9195611
8 19 63 27 8 4 1 9195612
10 22 72 32 10 4 2 9195618
10 22 72 32 10 4 0,5 9195615

PexkomeHpauun no npumeHeHuno ctp. A.73
Application recommendations starting page A.73
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DHC koHueBble hpe3bl ¢ paguycamMmu U HepaBHOMEPHbIM Yr1IOM NoAbeMa BUHTOBOMN Vam N
KaHaBKM LMT- FETTE
W’

DHC end mills with corner radius and uneven helix angle

DIN | (h10 DIN | [ hG Solid
J

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

®pe3bl ¢ CHM

r
: ‘@

CMeHHbIe NAacTUHbI

Indexable inserts

KaTt. Ne Cat.-No. 1520C o
ds I, I4 I5 d» z r ApTUKyn g g
anvhHas long 32
10 22 72 32 10 4 1 9195616 86
10 22 72 32 10 4 1,5 9195617
12 26 83 38 12 4 0,5 9195619
12 26 83 38 12 4 1 9195620
12 26 83 38 12 4 1,5 9195621
12 26 83 38 12 4 2 9195622
14 26 83 38 14 4 1 9195623 °
14 26 83 38 14 4 1,5 9195624 g g
14 26 83 38 14 4 2 9195625 =
16 32 92 44 16 4 1,5 9195628
16 32 92 44 16 4 2 9195629
16 32 92 44 16 4 1 9195626
18 32 92 44 18 4 1 9195630
18 32 92 44 18 4 1,5 9195641
18 32 92 44 18 4 2 9195643 %
20 38 104 54 20 4 1 9195645 :l,g
20 38 104 54 20 4 1,5 9195646 S5
20 38 104 54 20 4 2 9195647

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

PekomeHpauumn no npumeHeHuio ctp. A.73
Application recommendations starting page A.73

OcHacTka
Clamping
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DHC SLOT koHueBble (hpe3bl C HepaBHOMEPHbIM YrjioM NogbemMa BUHTOBOW KaHaBKMU

DHC SLOT end mills with uneven helix angle

N
LMT+ FETTE
e’

£ o] |
i
Kart. Ne Cat.-No. 1524C 1544C 1550C
d4 I I4 I3 do z ApTukyn ApTukyn ApTukyn
KopoTKaa short
4 5 54 8 6 3 9097465 9097475 -
5 6 54 10 6 3 9097466 9097476 -
6 7 54 12 6 3 9097467 9097477 -
8 9 58 16 8 3 9097468 9097478 -
10 11 66 20 10 3 9097469 9097479 -
12 12 73 24 12 3 9097470 9097480 -
14 14 75 28 14 3 9097471 9097481 -
16 16 82 32 16 3 9097472 9097482 -
18 18 84 36 18 3 9097473 9097483 -
20 20 92 40 20 3 9097474 9097484 -
AnuHHasa long
4 8 54 12 6 3 9097445 9097455 -
5 10 54 15 6 3 9097446 9097456 -
6 13 57 21 6 3 9097447 9097457 9205360
8 19 63 27 8 3 9097448 9097458 9205361
10 22 72 32 10 3 9097449 9097459 9205362
12 26 83 38 12 3 9097450 9097460 9205363
14 26 83 38 14 3 9097451 9097461 -
16 32 92 44 16 3 9097452 9097462 9205364
18 32 92 44 18 3 9097453 9097463 -
20 38 104 54 20 3 9097454 9097464 9205365
3awuTHas dacka
Edge protection chamfer d4 b
4 0,1
45° 5 0,15
6-12 0,2
14-20 0,3

PekomeHpauuy no npumMmeHeHuto ctp. A.74

Application recommendations starting page A.74
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DHC SLOT cdpesbl ¢ 3aHMKEHbIM XBOCTOBUKOM, C HEpaBHOMEPHbIM yrjiom nogbema Vam N
BUHTOBOW KaHaBKWu LMTe. FETTE

DHC SLOT undersize end mills with uneven helix angle

DHC AL2 | (Solid h10 | | h6 DIN | [ DIN
5 15 2 8 ) ) = = 58 @
5
b=
Is =
M l2
A2
d f dal =D E
Kar. Ne Cat.-No. 1526C 1576C o
d4 I, I4 I5 d» z ApTUKyn ApTUKyn §,§
KopoTkasi short K 2
4,8 6 54 18 6 3 9097643 9097665 86
5,75 6 54 18 6 3 9097644 9097666
7,75 9 58 22 8 3 9097645 9097667
9,7 11 66 26 10 3 9097646 9097668
11,7 12 73 28 12 3 9097647 9097669
13,7 14 75 30 14 3 9097648 9097670
15,7 16 82 34 16 3 9097659 9097671 p
e
&
g
3=

3awuTHas dacka
Edge protection chamfer dq b
4,8 - 5,75 0,15
7,75-13,7 0,2
15,7 0,3

PesbGoHakaTka
Threading Rolling

45°

b

PekomeHpauumn no npumeHeHuio ctp. A.74
Application recommendations starting page A.74

OcHacTka
Clamping
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DHC INOX koHueBble (hpe3bl C HepaBHOMEPHbIM YrjioM NoAbeMa BUHTOBON KaHaBKM

DHC INOX end mills with uneven helix angle

I3

[

N
LMT+ FETTE
e’

DIN DIN &
6535
6527B HB

N G .
l1
I3
lp
M
&
dg] N d1l %
I1
Kart. Ne Cat.-No. 1525C 1565C 1570C
d4 lo l4 I3 do z ApTukyn ApTukyn ApTukyn
KopoTKasi short
4 5 54 8 6 4 9097019 9097052 -
5 6 54 10 6 4 9097020 9097053 -
6 7 54 12 6 4 9097021 9097054 -
8 9 58 16 8 4 9097022 9097055 -
10 11 66 20 10 4 9097023 9097056 -
12 12 73 24 12 4 9097024 9097057 -
14 14 75 28 14 4 9097025 9097058 -
16 16 82 32 16 4 9097026 9097059 -
18 18 84 36 18 4 9097027 9097060 -
20 20 92 40 20 4 9097028 9097061 -
AanuHHasa long
4 8 54 12 6 4 9096396 9096407 -
5 10 54 15 6 4 9096397 9096408 -
6 13 57 21 6 4 9096398 9096409 9205354
8 19 63 27 8 4 9096399 9096410 9205355
10 22 72 32 10 4 9096401 9096412 9205356
12 26 83 38 12 4 9096402 9096413 9205357
14 26 83 38 14 4 9096403 9096414 -
16 32 92 44 16 4 9096404 9096415 9205358
18 32 92 44 18 4 9096405 9096416 -
20 38 104 54 20 4 9096406 9096417 9205359
3awuTHas dacka
Edge protection chamfer d4 b
4 0,1
45° 5 0,15
6-12 0,2
14-20 0,3

PexkomeHpaumn no npumeHenunto ctp. A.75

Application recommendations starting page A.75
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KoHueBbie ¢pesbl Y
End mills LMT- FETTE

AL2 | (Solid| (h10| [ h6 DIN DIN | (DN

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

z
| 5
3
A=
|
== o @
l4 Eg
22
r]
Kar. Ne Cat.-No. 1528C 1529C o
d4 I, I4 I5 d» z ApTUKYn ApTUKyn g g’
anvHHas long 3
6 13 57 21 6 6 1122051 1100224 86
8 19 63 27 8 6 1122064 1100225
10 22 72 32 10 6 1122078 1100226
12 26 83 38 12 6 1122091 1100227
16 32 92 44 16 6 1122105 1100228
20 38 104 54 20 8 1122117 1100229
cBepxanuHHas extra long o
4 19 63 27 6 4 1301010 1301000 g g
6 24 68 32 6 6 1301011 1301001 =
8 38 82 46 8 6 1301012 1301002
10 45 95 57 10 6 1301013 1301003
12 53 110 65 12 6 1301014 1301004
16 63 123 75 16 6 1301015 1301005
20 75 141 91 20 8 1301016 1301006
25 90 166 110 25 8 1301017 1301007

CeepneHue
Drilling

OGpa6oTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

PekomeHpaummn no npumeHerunio cTp. A.66
Application recommendations starting page A.66

OcHacTka
Clamping
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HSCline KoHuUeBble hpes3bl
HSCline end mills

N
LMT. FETTE

Nano- | (Solid| (h10| [ h6
(5w

do

DIN
6527A
6528

DIN DIN

LMT
Fette
Standard

Kar. Ne Cat.-No. 1413C 1411C 1443C
d4 I I4 I3 do z r ApTukyn ApTukyn ApTukyn
AnuHHas long
2 7 38 15 3 4 - 9207422 - -
3 8 38 16 3 4 - 9207424 - -
3 8 57 16 6 4 - - 9207360 -
3 8 57 16 6 4 0,3 - - 9207458
4 11 57 19 6 4 - 9207425 9207389 -
4 11 57 19 6 4 0,3 - - 9207472
5 13 57 21 6 4 - 9207427 9207391 -
5 13 57 21 6 4 0,5 - - 9207476
6 13 57 21 6 6 - 9207430 9207395 -
6 13 57 21 6 6 0,5 - - 9207478
6 13 57 21 6 6 1 - - 9207480
8 19 63 27 8 6 - 9207433 9207396 -
8 19 63 27 8 6 0,5 - - 9207482
8 19 63 27 8 6 1 - - 9207483
10 22 72 32 10 6 - 9207438 9207397 -
10 22 72 32 10 6 0,5 - - 9207486
10 22 72 32 10 6 1 - - 9207488
10 22 72 32 10 6 1,5 - - 9207506
10 22 72 32 10 6 2 - - 9207507
12 26 83 38 12 8 - 9207445 9207398 -
12 26 83 38 12 8 0,5 - - 9207508
12 26 83 38 12 8 1 - - 9207509
12 26 83 38 12 8 1,5 - - 9207510
12 26 83 38 12 8 2 - - 9207521
16 32 92 44 16 8 - 9207451 9207399 -
16 32 92 54 16 8 1 - - 9207522
16 32 92 44 16 8 2 - - 9207523
20 38 104 54 20 8 - 9207457 9207421 -
20 38 104 54 20 8 1 - - 9207524
20 38 104 54 20 8 2 - - 9207525

PekomeHpaumn no npumeHexuto ctp. A.76

Application recommendations starting page A.76

A.40

www.itmash.r

u



Chip Master-4yepHoBble KOHLEBble hpe3sbl
Chip Master roughing end mills

N
LMT. FETTE

Solid| [h10| | h6

DIN
6527 A
6528 259

DIN
65278 |[ {25

DIN
6527 A
6528 45°

DIN
65278 | {450

DIN DIN

6535 6535

HB HB

I3
l2
A
d g dq %
[

Kart. Ne Cat.-No. 1591C 1592C 1563C 1564C
d4 lo l4 I3 do z ApTukyn ApTukyn ApTukyn ApTukyn
ANVHHaA long

6 13 57 21 6 3 - - 1123000 1123010
8 19 63 27 8 3 - - 1123001 1123012

8 19 63 27 8 4 1121926 1121934 - -
10 22 72 32 10 4 1121927 1121935 1123003 1123013
12 26 83 38 12 4 1121928 1121936 1123004 1123014
14 26 83 38 14 4 1121929 1121937 1123005 1123015
16 32 92 44 16 4 1121930 1121938 1123006 1123016
18 32 92 44 18 4 1121931 1121939 1123007 1123017
20 38 104 54 20 4 1121933 1121940 1123008 1123018
25 45 121 65 25 4 1122005 1122004 - -

PekomeHpauumn no npumeHeHuio ctp. A.66
Application recommendations starting page A.66
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®pe3bl ¢ CHM

CMeHHbIe NAacTUHbI

Indexable inserts

3y6othpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxexuns
Attachment



AlRline koHUeBble pes3bl

AlRline end mills

N
LMT+ FETTE
e’

DINY (hi@ Solid TPE| [ALU| | h6
)

DIN
6535
HB

[
xf\\ A -
o [ o) @
Iy
Kat. Ne Cat.-No. 1436 1437
d, Io I4 I3 d, z r +0,01 ApTukyn ApTukyn
AnuHHas long
4 11 57 21 6 2 0,5 1110900 1110930
4 11 57 21 6 2 1 1110901 1110931
5 13 57 21 6 2 0,5 1110902 1110932
5 13 57 21 6 2 1 1110903 1110933
6 13 57 21 6 2 0,5 1110904 1110934
6 13 57 21 6 2 1 1110905 1110935
8 19 63 27 8 2 0,5 1110906 1110936
8 19 63 27 8 2 1 1110907 1110937
8 19 63 27 8 2 1,5 1110908 1110938
10 22 72 32 10 2 1 1110909 1110939
10 22 72 32 10 2 1,5 1110910 1110940
10 22 72 32 10 2 2 1110911 1110941
12 26 83 38 12 3 1 1110912 1110942
12 26 83 38 12 3 1,5 1110913 1110943
12 26 83 38 12 3 2 1110914 1110944
14 26 83 38 14 3 1 1110915 1110945
14 26 83 38 14 3 2 1110916 1110946
14 26 83 38 14 3 4 1110917 1110947
16 32 92 44 16 3 1 1110918 1110948
16 32 92 44 16 3 2 1110919 1110949
16 32 92 44 16 3 4 1110920 1110950
18 32 92 44 18 3 1 1110921 1110951
18 32 92 44 18 3 2 1110922 1110952
18 32 92 44 18 3 4 1110923 1110953
20 38 104 54 20 3 1 1110924 1110954
20 38 104 54 20 3 2 1110925 1110955
20 38 104 54 20 3 4 1110926 1110956
25 45 121 65 25 3 1 1110927 1110957
25 45 121 65 25 3 2 1110928 1110958
25 45 121 65 25 3 4 1110929 1110959

PekomeHpaummn no npumeHexunio ctp. A.77
Application recommendations starting page A.77
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AlRline kKoHuUeBble hpes3bl, cchepruiecknin KoHew, Ve
AlRline end mills, ball nose LMTe. FETTE

DIN i DIN
e8 Solid| | TPE | [ALU| | h6 =
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CMeHHbIe NAacTUHbI
Indexable inserts

Kat. Ne Cat.-No. 1434 1435 °
d Io I4 I3 ds z ApTukyn ApTukyn g §’
anvHHas long 32
4 4 57 17 6 2 1110559 1110579 &S
5 5 57 18 6 2 1110560 1110580
6 6 57 19 6 2 1110561 1110581
8 8 63 25 8 2 1110562 1110582
10 10 72 30 10 2 1110563 1110583
12 12 83 36 12 2 1110564 1110584
14 14 83 36 14 2 1110565 1110585 °
16 16 92 42 16 2 1110566 1110586 gg
18 18 92 42 18 2 1110567 1110587 =
20 20 104 54 20 2 1110568 1110588
cBepxpnuHHaa extra long
4 4 68 28 6 2 1110569 1110589
5 5 68 29 6 2 1110570 1110590
6 6 68 30 6 2 1110571 1110591
8 8 92 44 8 2 1110572 1110592 %
10 10 95 53 10 2 1110573 1110593 ?-,;g”
12 12 110 63 12 2 1110574 1110594 S5
14 14 110 63 14 2 1110575 1110595
16 16 123 73 16 2 1110576 1110596
18 18 123 73 18 2 1110577 1110597
20 20 141 89 20 2 1110578 1110598

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

PekomeHpaummn no npumeHexunio ctp. A.77
Application recommendations starting page A.77

OcHacTka
Clamping
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AlRline koHUeBble pes3bl

AlRline end mills

N
LMT+ FETTE
e’

d» {77777

do

AIRline Solid TPE| [ALU| [h12| | h6
L)

DIN
6527
A/B

DIN
6527
A/B

DIN
6535
HB

/AlRline | DIN
SHR | | 6528

/AlRline | DIN
SHR | | 6528

6535
HB

Kart. Ne Cat.-No. 1571 1572 1586 1587
d4 lo l4 I3 do z ApTukyn ApTukyn ApTukyn ApTukyn
ANVHHaA long
4 11 57 21 6 2 1121971 1121975 - -
5 13 57 21 6 2 1121972 1121976 - -

6 13 57 21 6 2 1121973 1121977 1121980 1121982
8 19 63 27 8 2 1121909 1121918 1121895 1121902
10 22 72 32 10 2 1121910 1121919 1121896 1121903
12 26 83 38 12 3 1121911 1121920 1121897 1121904
14 26 83 38 14 3 1121912 1121921 1121898 1121915
16 32 92 44 16 3 1121913 1121922 1121899 1121906
18 32 92 44 18 3 1121916 1121924 1121900 1121907
20 38 104 54 20 3 1121917 1121925 1121901 1121908
25 45 121 65 25 3 1121974 1121979 1121981 1121983
¢ BHyTpeHHuM nogBogom COX with internal coolant supply A = 30°
8 19 63 27 8 2 1110000 1110005 1110011 1110017
10 22 72 32 10 2 1110001 1110006 1110012 1110018
12 26 83 38 12 3 1110002 1110008 1110013 1110019
16 32 92 44 16 3 1110003 1110009 1110014 1110020
20 38 104 54 20 3 1110004 1110010 1110015 1110021
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DFC cpe3sbl ¢ pasHOHanpaB/ieHHON BUHTOBOW KaHaBKOW Vo
DFC Compressions LMT+ ONSRUD

h6 | («35) [Solid
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CMeHHbIe NAacTUHbI
Indexable inserts

Kat. Ne Cat.-No. 66-800

d4 I> l4 I3 d
6 20 90 7,75 6
8 25 100 8 8

10 25 100 8,5 10

12 25 100 9 12

ApTukyn
7053906
7053907
7050180
7053908

3y6othpesepoBaHne
Gear cutting

oo~ BN

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling
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OcHacTka
Clamping
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Composite Router
Composite Router

h6 | [Solid
[ ) (Carbide

dz

KaTt. Ne Cat.-No.

Vam
LMT+-ONSRUD
e’

67-000
[Av3aiiH BepLlUNHbI
d, Io I4 ds Point style ApTukyn
4 16 50 6 C nepekpbiTnem 3yba 7053800
6 19 63 6 Drill 7053801
6 25 75 6 7053802
8 25 63 8 7053803
10 25 75 10 7053804
12 25 75 12 7053805
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PM-Evolution KkoHueBble ¢hpesbl ans Na3osB Y
PM-Evolution slotting end mills LMT- FETTE

DIN | [ e8 W DIN | [ h6
327D | =X 300 (18358 | [
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Kar. Ne Cat.-No. F445 F445C o
d4 I, I4 d» z ApTUKyn ApTUKyn §§’
KopoTkasi short K 2
2 4 48 6 2 7008865 7008880 86
3 5 49 6 2 7008866 7008881
4 7 51 6 2 7008867 7008882
5 8 52 6 2 7008868 7008883
6 8 52 6 2 7008869 7008884
7 10 60 10 2 7008870 7008885
8 11 61 10 2 7008871 7008886 °
10 13 63 10 2 7008872 7008887 g g
12 16 73 12 2 7008873 7008888 =
14 16 73 12 2 7008874 7008889
16 19 79 16 2 7008875 7008890
18 19 79 16 2 7008876 7008891
20 22 88 20 2 7008877 7008892
22 22 88 20 2 7008878 7008893
25 26 102 25 2 7008879 7008894

CeepneHue
Drilling

OGpa6oTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

PekomeHpauumn no npumeHeHuo ctp. A.78
Application recommendations starting page A.78
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PM-Evolution koHueBble ¢hpe3bl co cchepuHecKMmM KOHLOM

PM-Evolution ball nose end mills

N
LMT+ FETTE
e’

DIN | (-0,03 DIN| ([ h6 | [AL2
327D) |\ |[430° 1835B) | [ | |Plus

lo
e @
|1 r
KaTt. Ne Cat.-No. F454C
d Io I4 do z r +0,02 ApTukyn
KopoTKas short

2 4 48 6 2 1 7009013
3 5 49 6 2 1,5 7009014
4 7 51 6 2 2 7009015
5 8 52 6 2 2,5 7009016
6 8 52 6 2 3 7009017
8 11 61 10 2 4 7009018
10 13 63 10 2 5 7009019
12 16 73 12 2 6 7009020
16 19 79 16 2 8 7009021
20 22 88 20 2 10 7009022
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PM-Evolution Tri-Cut dhpe3bl Anst nasoB ¢ BO3MOXXHOCTbIO 3aCBepJiuBaHNst Vam N
PM-Evolution tri-cut slot drills LMT- FETTE

DIN| ([DIN| [ e8 W DIN | [ h6
327D/ (844B| | =X 309 |1835B) | [

AL2
Plus
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®pe3bl ¢ CHM

= O

CMeHHbIe NAacTUHbI
Indexable inserts

Kat. Ne Cat.-No. F406 F406C o
d lo I4 do z ApTukyn ApTukyn §§’
KopoTkasi short K 2
3 5 49 6 3 7008895 7008913 &S
4 7 51 6 3 7008896 7008914
5 8 52 6 3 7008897 7008915
6 8 52 6 3 7008898 7008916
7 10 60 10 3 7008899 7008917
8 11 61 10 3 7008900 7008918
9 11 61 10 3 7008901 7008919 °
10 13 63 10 3 7008902 7008920 § g
11 13 70 12 3 7008903 7008921 =
12 16 73 12 3 7008904 7008922
13 16 73 12 3 7008905 7008923
14 16 73 12 3 7008906 7008924
15 16 73 12 3 7008907 7008925
16 19 79 16 3 7008908 7008926
18 19 79 16 3 7008909 7008927 %
20 22 88 20 3 7008910 7008928 §§
22 22 88 20 3 7008911 7008929 S5
25 26 102 25 3 7008912 7008930
ANVHHas long
3 8 52 6 3 7008931 7008943
4 11 55 6 3 7008932 7008944 9
5 13 57 6 3 7008933 7008945 g
6 13 57 6 3 7008934 7008946 E o
7 16 66 10 3 7008935 7008947 -
8 19 69 10 3 7008936 7008948 ©F
10 22 72 10 3 7008937 7008949
12 26 83 12 3 7008938 7008950
14 26 83 12 3 7008939 7008951
16 32 92 16 3 7008940 7008952
18 32 92 16 3 7008941 7008953
20 38 104 20 3 7008942 7008954

PesbGoHakaTka
Threading Rolling

PekomeHpauumn no npumeHeHuo ctp. A.78
Application recommendations starting page A.78

OcHacTka
Clamping
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PM-Edition koHUeBble hpes3bl

PM-Edition end mills

N
LMT. FETTE

DIN DIN | [ h6

[

RN

|

EENTR I

Kart. Ne Cat.-No. F515C F516
d4 I I4 do z ApTukyn ApTukyn
KopoTKas short

6 13 57 6 3 7009069 7009023

7 16 66 10 3 - 7009024

8 19 69 10 4 7009070 -

8 19 69 10 3 - 7009025

9 19 69 10 3 - 7009026
10 22 72 10 4 7009071 7009027
11 22 79 12 4 - 7009028
12 26 83 12 4 7009072 7009029
14 26 83 12 4 7009073 7009030
16 32 92 16 4 7009074 7009031
18 32 92 16 4 7009075 7009032
20 38 104 20 4 7009076 7009033
22 38 104 20 5 7009077 7009034
25 45 121 25 5 7009078 7009035
32 53 133 32 5 - 7009036

ANHHaa long

6 24 68 6 3 7009079 7009037

8 38 88 10 4 7009080 -

8 38 88 10 3 - 7009038
10 45 95 10 4 7009081 7009039
12 53 110 12 4 7009082 7009040
14 53 110 12 4 7009083 7009041
16 63 123 16 4 7009084 7009042
18 63 123 16 4 7009085 7009043
20 75 141 20 4 7009086 7009044
25 90 166 25 5 7009087 7009045

PekomeHpauumn no npumeHeHuo ctp. A.78
Application recommendations starting page A.78
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PM-Edition koHueBble hpe3sbl Y
PM-Edition end mills LMT- FETTE
W’

DIN | (js12 H/-« DIN | ( h6 | [ AL2
844B XX 30° |1835B) | [ | | Plus
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CMeHHbIe NAacTUHbI
Indexable inserts

Kar. Ne Cat.-No. F516C F519C e
d4 I I4 do z ApTukyn ApTukyn §§
KopoTKas short

6 13 57 6 3 7009046 7009088

7 16 66 10 3 7009047 -

8 19 69 10 4 - -

8 19 69 10 3 7009048 7009089

9 19 69 10 3 7009049 - °
10 22 72 10 4 7009050 7009090 § g
11 22 79 12 4 7009051 - =
12 26 83 12 4 7009052 7009091
14 26 83 12 4 7009053 7009092
16 32 92 16 4 7009054 7009093
18 32 92 16 4 7009055 -

20 38 104 20 4 7009056 7009094

22 38 104 20 5 7009057 - %

25 45 121 25 5 7009058 7009095 g2

32 53 133 32 5 7009059 — 85
ANvHHaa long

6 24 68 6 3 7009060 7009096

8 38 88 10 4 - -

8 38 88 10 3 7009061 7009097 3
10 45 95 10 4 7009062 7009098 2
12 53 110 12 4 7009063 7009099 % 2
14 53 110 12 4 7009064 7009100 -
16 63 123 16 4 7009065 7009101 OL=
18 63 123 16 4 7009066 -

20 75 141 20 4 7009067 7009102
25 90 166 25 5 7009068 7009103

PesbGoHakaTka
Threading Rolling

PekomeHpauumn no npumeHeHuo ctp. A.78
Application recommendations starting page A.78

OcHacTka
Clamping
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PM-Evolution KoHueBble ¢pe3bl
PM-Evolution end mills

N
LMT+ FETTE
e’

do

—l

7,4B,7,

DIN | (0,03 DIN | | h6
844B XX 40° (18358 | [

I

N\

Iy

AL2
Plus

Kat. Ne Cat.-No. F523 F523C
d lo I4 do z ApTukyn ApTukyn
KopoTKas short
4 11 55 6 4 7008955 7008971
5 13 57 6 4 7008956 7008972
6 13 57 6 4 7008957 7008973
7 16 66 10 4 7008958 7008974
8 19 69 10 4 7008959 7008975
9 19 69 10 4 7008960 7008976
10 22 72 10 4 7008961 7008977
11 22 79 12 4 7008962 7008978
12 26 83 12 4 7008963 7008979
13 26 83 12 4 7008964 7008980
14 26 83 12 4 7008965 7008981
16 32 92 16 4 7008966 7008982
18 32 92 16 4 7008967 7008983
20 38 104 20 4 7008968 7008984
22 38 104 20 4 7008969 7008985
25 45 121 25 4 7008970 7008986
AJNMHHaa long
3 12 56 6 4 7008987 7009000
4 19 63 6 4 7008988 7009001
5 24 68 6 4 7008989 7009002
6 24 68 6 4 7008990 7009003
8 38 88 10 4 7008991 7009004
10 45 95 10 4 7008992 7009005
12 53 110 12 4 7008993 7009006
14 53 110 12 4 7008994 7009007
16 63 123 16 4 7008995 7009008
18 63 123 16 4 7008996 7009009
20 75 141 20 4 7008997 7009010
22 75 141 20 4 7008998 7009011
25 90 166 25 4 7008999 7009012
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PM-Evolution AlRline koHuUeBble pe3bl Ve
PM-Evolution AlRline end mills LMTe. FETTE

AlRline
SHR

DIN | (k10 DIN | [ h6 TPE| [ALU
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CMeHHbIe NAacTUHbI
Indexable inserts

Kar. Ne Cat.-No. F524 F5251) o
d4 I, I4 d» z ApTUKYn ApTUKyn §§’
KopoTkasi short K 2

4 11 55 6 2 7009128 7009142 86

5 13 57 6 2 7009129 7009143

6 13 57 6 2 7009130 7009144

8 19 69 10 2 7009131 7009145
10 22 72 10 2 7009132 7009146
12 26 83 12 3 7009133 7009147
14 26 83 12 3 7009134 7009148 °
16 32 92 16 3 7009135 7009149 § g
18 32 92 16 3 7009136 7009150 =
20 38 104 20 3 7009137 7009151
25 45 121 25 3 7009138 7009152

ANvHHaa long

4 19 63 6 2 7009139 7009153

5 24 68 6 2 7009140 7009154

6 24 68 6 2 7009141 7009155 %

8 38 88 10 2 1121942 1121953 §§
10 45 95 10 2 1121943 1121954 68
12 53 110 12 3 1121944 1121955
14 53 110 12 3 1121945 1121956
16 63 123 16 3 1121946 1121957
18 63 123 16 3 1121947 1121958 9
20 75 141 20 3 1121948 1121959 g
25 90 166 25 3 1121949 1121960 Eo
30 90 166 25 3 1121951 1121961 E‘é
32 106 186 32 3 1121952 1121962 ®=

PesbGoHakaTka
Threading Rolling

1) 3aTbiNoBaHHbIN NPodub
relief ground

PekomeHpgauuy no npumMeHeHuto cTp. A.78
Application recommendations starting page A.78

OcHacTka
Clamping
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KoHueBblie chpe3bl HSS-E

End mills HSS-E

N
LMT. FETTE

e N
30°) (698714 [N\ =
[
lo
. B ds
l1
Kat. Ne Cat.-No. 1542 15471
d lo I4 I3 SK z ApTukyn ApTukyn
KopoTKue short
32 53 171 102,6 40 6 1155625 1155654
36 53 171 102,6 40 6 1155627 1155656
40 63 181 112,6 40 6 1155631 1155658
50 75 193 124,6 40 8 1155634 -
50 75 231 129,25 50 8 1155637 -
50 75 193 124,6 50 8 - 1155660
50 75 231 129,25 50 8 - 1155664
63 90 246 144,25 50 8 1155646 1155673
80 106 262 160,25 50 10 1155655 -
80 106 262 160,25 50 10 - 1155682
ANMHHbIEe long
32 106 224 155,6 40 6 1155681 -
36 106 224 155,6 40 6 - 1155816
40 100 256 154,25 50 6 - 1155824
40 125 243 174,6 40 6 1155685 1155818
40 125 281 179,25 50 6 1155717 -
40 160 316 214,25 50 6 1155726 1155842
50 112 268 166,25 50 8 1155735 -
50 150 268 199,6 40 8 1155687 -
50 150 306 204,25 50 8 1155744 -
50 180 336 234,25 50 8 1155753 -
50 112 268 166,25 50 8 - 1155851
50 150 268 199,6 50 8 - 1155820
50 150 306 204,25 50 8 - 1155860
50 180 336 234,25 50 8 - 1155879
63 140 296 194,25 50 8 1155762 1155888
63 180 336 234,25 50 8 1155771 1155897
63 225 381 279,25 50 8 1155780 1155904
80 212 368 266,25 50 10 1155799 -
80 250 406 304,25 50 10 1155806 -
80 300 456 354 50 10 1155815 -
80 212 368 266,25 50 10 - 1155913
80 250 406 304,25 50 10 - 1155922
80 300 456 354,25 50 10 - 1155931

1) 3aTbiNoBaHHbIN NPodub
relief ground

PekomeHpgauun no npumMeHeHnto cTp. A.78

Application recommendations starting page A.78
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HacagHbie cpe3bl usa HSS-E P
Shell end mills HSS-E LMTe. FETTE
W’

DIN 0.25/ AL2
-0,15
@ Plus
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KaTt. Ne Cat.-No. 1013 1013C o
dy b, do z ApTUKyn ApTUKyn §, g
40 32 16 8 7009104 7009108 32
50 36 22 8 7009105 7009109 86
63 40 27 8 7009106 7009110
80 45 27 10 7009107 7009111
HacapHbie ¢pe3bl ua HSS-E §°“
Shell end mills HSS-E EE
DIN 0.25/ AL2
NE N
&3

S8

0O6paboTka pe3b6

Threading

Kat. Ne Cat.-No. 1015 1015C 1016 1016C H
d4 b4 do z ApTukyn ApTukyn ApTukyn ApTukyn &
40 32 16 6 7009120 7009124 7009112 7009116
50 36 22 8 7009121 7009125 7009113 7009117
63 40 27 8 7009122 7009126 7009114 7009118
80 45 27 10 7009123 7009127 7009115 7009119

PexkomeHpauun no npumeHeHunto ctp. A.80
Application recommendations starting page A.80

OcHacTka
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TpexcTopoHHue cpesbl
Side milling cutters

N
LMT+ FETTE
W’

A ) B () e
885A 2% ([

mavyl

/[

d4 -l-do

A

KaTt. Ne Cat.-No. 1212
d4 b do z ApTukyn
50 4 16 14 7008762
50 5 16 14 7008763
50 6 16 14 7008764
50 8 16 14 7008765
50 10 16 14 7008766
63 4 22 16 7008767
63 5 22 16 7008768
63 6 22 16 7008769
63 8 22 16 7008840
63 10 22 16 7008841
63 12 22 16 7008842
63 14 22 16 7008843
80 5 27 18 7008844
80 6 27 18 7008845
80 8 27 18 7008846
80 10 27 18 7008847
80 12 27 18 7008848
80 14 27 18 7008849
80 16 27 18 7008850

100 6 32 20 7008851
100 8 32 20 7008852
100 10 32 20 7008853
100 12 32 20 7008854
100 14 32 20 7008855
100 16 32 20 7008856
100 18 32 20 7008857
100 20 32 20 7008858
125 8 32 22 7008859
125 10 32 22 7008860
125 12 32 22 7008861
125 14 32 22 7008862
125 16 32 22 7008863
125 18 32 22 7008864

PekomeHpauun no nprumeHexuto ctp. A.81
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TpexcTopoHHUue hpesbl Vam N
Side milling cutters LMT- FETTE
W’
N oo ) g
8=
O
E)
a
dq -li-d2 il 3
= £9
: - g
Kar. Ne Cat.-No. 1203 1213 .
dy b do z ApTUKYN ApTUKyn gg
y3Kasi narrow K g
63 16 22 32 1074013 - &
63 2 22 32 1074016 -
63 2,5 22 32 1074019 -
63 3 22 32 1074022 -
63 4 22 32 1074025 -
63 5 22 32 1074028 -
63 1,6 22 28 - 1082011 .
63 2 22 28 - 1082013 e
63 2,5 22 28 - 1082015 =
63 3 22 28 - 1082017
63 4 22 28 - 1082021
63 5 22 28 - 1082025
80 2,5 22 36 1074041 -
80 2,5 27 36 1074068 -
80 3 22 36 1074044 -
80 3 27 36 1074071 - 52
80 4 22 36 1074050 - 85
80 4 27 36 1074077 -
80 1,6 22 36 1074032 -
80 5 22 36 1074053 -
80 1,6 27 36 1074059 - o
80 5 27 36 1074080 - g
80 2 22 36 1074035 - Eo
80 2 27 36 1074062 - -
80 2,5 27 32 - 1082035 S+
80 3 22 32 - 1082030
80 3 27 32 - 1082037
80 4 22 32 - 1082032
80 4 27 32 - 1082041 .
80 5 27 32 - 1082049 £
80 1,6 22 32 - 1082024 o
80 1,6 27 32 - 1082031 i
80 2 22 32 - 1082026 st
80 2 27 32 - 1082033
80 2,5 22 32 - 1082028
100 1,6 32 40 1074107 -
100 5 32 40 1074130 -

PekomeHpauuu no npumereHunio ctp. A.81
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TpexcTopoHHue cpesbl P N
Side milling cutters LMT- FETTE
) —
N e (2 () o = 2
b
5
)
K
ds -qt-d2 X
B
=
=
1 =
Kat. Ne Cat.-No. 1203 1213
d4 b do z ApTukyn ApTukyn
y3Kasi narrow
100 2 22 40 1074089 -
100 6 32 40 1074133 -
100 2 32 40 1074112 -
100 8 32 32 1074139 -
100 2,5 22 40 1074095 -
100 2,5 32 40 1074115 -
100 3 22 40 1074098 -
100 3 32 40 1074121 -
100 4 22 40 1074101 -
100 4 32 40 1074124 -
100 1,6 22 40 1074086 -
100 5 22 40 1074104 -
100 2,5 22 36 - 1082054
100 2,5 32 36 - 1082057
100 3 22 36 - 1082058
100 3 32 36 - 1082059
100 4 22 36 - 1082060
100 4 32 36 - 1082063
100 5 22 36 - 1082062
100 1,6 22 36 - 1082050
100 5 32 36 - 1082069
100 1,6 32 36 - 1082053
100 6 32 36 - 1082071
100 2 22 36 - 1082052
100 8 32 36 - 1082073
100 2 32 36 - 1082055
125 5 32 44 1074187 -
125 6 22 44 1074166 -
125 6 32 44 1074193 -
125 8 32 36 1074196 -
125 2 22 44 1074142 -
125 10 32 36 1074199 -
125 3 22 44 1074151 -
125 3 32 44 1074178 -
125 4 22 44 1074157 -
125 4 32 44 1074184 -
125 5 22 44 1074160 -

PekomeHpauun no nprumeHexuto ctp. A.81
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TpexcTopoHHue cpesbl P N
Side milling cutters LMT- FETTE
) =
N eos (28 (1) =) 5
8=
B
)
i
d4 -l-do il ;
= £9
Kart. Ne Cat.-No. 1203 1213 .
dy b do z ApTUKYN ApTUKyn g g
y3Kasi harrow gg
125 2 32 40 - 1082077 &6
125 3 22 40 - 1082086
125 3 32 40 - 1082081
125 4 22 40 - 1082088
125 4 32 40 - 1082087
125 5 22 40 - 1082090
125 5 32 40 - 1082089 R
125 6 22 40 - 1082094 -
125 6 32 40 - 1082093 ee
125 8 32 32 - 1082095
125 2 22 40 - 1082082
125 10 32 32 - 1082097
160 2,5 40 48 - 1082099
160 3 40 48 - 1082101
160 4 40 48 - 1082103
160 5 40 48 - 1082105 &g
160 6 40 48 - 1082107 85
160 8 40 36 - 1082111
160 10 40 36 - 1082113
200 6 40 56 - 1082123
200 8 40 40 - 1082125 9
200 10 40 40 - 1082129 g
200 3 40 56 - 1082117 Eo
200 4 40 56 - 1082119 ;Z
200 5 40 56 - 1082121 =
gs

PekomeHpauuu no npumereHunio ctp. A.81
Application recommendations starting page A.81

OcHacTka
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MpodwunbHble hpesbl
Form milling cutters

N
LMT+ FETTE
e’

LmT
Fette
Standard

®opma (V/Notch Hanpumep),

ASTM A 370 ISO/DIS 148, BS 131/4actb 2
Yron BepluuHbl 45°; Paguyc R 0,25 mm
Pa3mepbl 75 x 8 x 27 mm - Z = 18

For ISO V-Notch sample (ISO/V) to DIN 50115
Shapi (V/Notch Sample),

ASTM A 370 ISO/DIS 148, BS 131/Part 2
Cutter angle 45°; Crest Radius R 0,25 mm
Dimension 75 x 8 x 27 mm -Z = 18

Kat. Ne Cat.-No. 1324 A
ApTukyn
Ansa ISO V-Notch (ISO/V) no DIN 50115 1103612

PekomeHpauuu no npumereHunio ctp. A.81
Application recommendations starting page A.81
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KoHuesble pesbl ans T-nasos no DIN 650 Y
T-slot milling cutters to DIN 650 LMT- FETTE

pIN) (d11] & ) (oiN) [h6 AL2
851AB) | =X |\X10° (1835B) ([ Plus

£
5}
2
5
2
el
©
X
[}
°
=
£
2
o
=
=

c
5
] §
= o
do| {{—- — &t -pel FHo)S .
A\\( H
I 1 8t
E2
KaTt. Ne Cat.-No. 1602 1602C o
Ana T-nasos é
d, b for T-slots d; I4 d, z ApTuKyn ApTukyn g
12,50 6 6 5 57 10 6 7008620 7008642 3 2
16 8 8 6,5 62 10 6 7008621 7008643 &S
18 8 10 8 70 12 6 7008622 7008644
19 9 10 8 71 12 6 7008623 7008645
21 9 12 10 74 12 6 7008624 7008646
22 10 12 10 75 12 6 7008625 7008647
25 11 14 12 82 16 6 7008626 7008648
28 12 16 13 83 16 6 7008627 7008649 p
32 14 18 15 90 16 8 7008628 7008650 ] g
36 16 20 17 103 25 8 7008629 7008651 =
40 18 22 19 108 25 8 7008630 7008652

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

PekomeHpauumn no npumeHeHunio ctp. A.82
Application recommendations starting page A.82

OcHacTka
Clamping
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®pe3bl gna wnoHo4Horo na3a DIN 6888 chopma P 9
Woodruff keyseat cutters for keyways to DIN 6888, p 9 fit

N
LMT+ FETTE
e’

oiN) (h11] (&%) (DIN hé
N =

dy ,f,ﬂi,,

KaTt. Ne Cat.-No. 1641
[Onsi WuNOHO4YHOro
nasa

dy b e8 For woodruff key I4 do z ApTukyn
10,50 2 2 x3,7 50 6 8 7008592
10,50 3 3x3,7 50 6 8 7008593
13,50 3 3x5 56 10 8 7008594
13,50 4 4x5 56 10 8 7008595
16,50 3 3x6,5 56 10 8 7008596
16,50 4 4 x6,5 56 10 8 7008597
16,50 5 5x6,5 56 10 8 7008598
19,50 4 4x7,5 63 10 8 7008599
19,50 5 5x7,5 63 10 8 7008600
19,50 6 6x7,5 63 10 8 7008601
22,50 5 5x9 63 10 10 7008602
22,50 6 6x9 63 10 10 7008603
22,50 8 8x9 63 10 10 7008604
25,50 6 6x 10 63 10 10 7008605
28,50 6 6x 11 63 10 10 7008606
28,50 8 8x 11 63 10 10 7008607
28,50 | 10 10 x 11 71 12 10 7008608
32,50 8 8x13 71 12 12 7008609
32,50 | 10 10x 13 71 12 12 7008610
4550 | 10 10x 16 71 12 14 7008611

PekomeHgauum no npuMeHeHnto cTp. A.82
Application recommendations starting page A.82
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®dacou4Hble pe3sbl Yam
Angle milling cutters LMT- FETTE
e’
DIN | [ h6 js16 DIN
1835B) | [ =) (= 1833D 2
5
o5
i
w6 =0
R
Kat. Ne Cat.-No. 16537 16542 o
dy ds b 4 d, z ApTuKyn ApTuKyn §,§
a = yron ppesepoBaHusa 45° +15 o = Cutter angle 45° +15 32
16 8 4 60 12 6 7008253 7008563 &S
20 10 5 63 12 6 7008254 7008564
25 12,4 6,3 67 12 8 7008255 7008565
32 16 8 71 16 10 7008256 7008566
a = yron ppesepoBaHus 60° +15 o = Cutter angle 60° +15
16 8,7 6,3 60 12 6 7008257 7008567
20 10,8 8 63 12 6 7008258 7008568 p
25 13,4 10 67 12 8 7008259 7008569 8 g
32 17,5 12,5 71 16 10 7008260 7008570 =
-
oF
&2

1) hpeseposaHmne nepudepren n TopLom
cutting on periphery and face

2) (hpesepoBaHne nepucepren
cutting on periphery

PekomeHnpgauun no npumMeHeHuto cTp. A.82
Application recommendations starting page A.82

OcHacTka
Clamping
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®dpe3bl s 06paboTKN CKpyrieHun /N
Corner rounding milling cutters, concave LMT- FETTE
W’
H -
6518B) | 18358 | [
r
7
[
Kat. Ne Cat.-No. 1664

d; ds h6 I4 do z r H11 ApTukyn

8 6 60 10 4 1 7008136

9 6 60 10 4 1,5 7008137
10 6 60 10 4 2 7008138
11 6 60 10 4 2,5 7008139
12 6 60 12 4 3 7008230
13 6 60 12 4 3,5 7008231
14 6 60 12 4 4 7008232
15 6 60 12 4 4,5 7008233
16 6 60 12 4 5 7008234
19 8 67 16 4 5,5 7008235
20 8 67 16 4 6 7008236
21 8 71 16 4 6,5 7008237
22 8 71 16 4 7 7008238
23 8 71 16 4 7,5 7008239
24 8 71 16 4 8 7008240
25 8 85 25 4 8,5 7008241
26 8 85 25 4 9 7008242
28 8 85 25 4 10 7008243
32 10 90 25 4 11 7008244
34 10 90 25 4 12 7008245
41 16 100 25 4 12,5 7008246
42 16 100 25 4 13 7008247
44 16 100 25 4 14 7008248
46 16 100 25 4 15 7008249
48 16 100 25 4 16 7008250
52 16 112 32 4 18 7008251
56 16 112 32 4 20 7008252

PekomeHpauumn no npumeHeHunio ctp. A.82
Application recommendations starting page A.82
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AN NNacTUKOB M KOMMNO3UTOB
Cutting data recommendations for
Plastics- and Composite milling tools

TexHun4yeckune peKkoMmeHaauumn PekomeHpauum no pexumam o6paboTkmn
Technical hints

Vs Vs
LMT<BELIN LMT+.-ONSRUD
) =g e’

Makc. noga4a Ha 3y6 (mm) u ckopocTb nogayv (mm/o6) Ana Homepa no Karanory
Max. feed per tooth (mm) and feed rates (mm/PR) per Catalogue number

AGGpeBuaTypa
(npumepb) f, (mm) f (mm/o6)
Marepuan Abbreviation (ex- CL (mm) CL (mm/PR)
Material amples) 13000 12000 53000 52-700 56-430 65-200B 66-800 67-000
CTaHgapTHble NNacTukn PA, POM, PMMA, PE, 0,05-0,25 @ 0,05-0,25 0,1-0,4 0,1-0,38 0,1-0,3 0,1-0,25 - -
Standard plastics PS, PET, PC, PP
BbicOKOKa4eCcTBEHHbIE PC-HAT, PES, PPS, - - 0,05-0,3 - 0,07-0,3 | 0,03-0,13 - -
nnacTukun PSU, PEEK, EP, UP
High performance plastics
TepmonnacTuku PA-GF, POM-GF, 0,03-0,2 @ 0,03-0,2  0,03-0,25 | 0,03-0,12 | 0,08-0,25 - - -
apMupoBaHHble BonokHoMm | PEEK-GF, PSU-GF
Fiber reinforced thermo-
plastics
PeakTonnact ¢ EP-CF, UP-CF, VE- - - - - - - 0,02-0,08 | 0,02-0,13
yrnepofHbIM BONOKHOM/ CF, CFC
padut
Fiber reinforced thermoset/
YkasaHbl Ha4anbHble 3Ha4YeHUsl, KOTOpble [OSKHbI ObITb afanTVPOBaHbl K YCNOBUSAM 06paboTku
The indicated cutting data are reference values and have to be adjusted to the prevailing conditions.
www.itmash.ru A.65
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®pe3bl ¢ CHM

CMeHHbIe NAacTUHbI
Indexable inserts

3y6othpesepoBaHne
Gear cutting

Touenne
Turning

CsepneHue

Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxexuns
Attachment



PekomeHaauum no pexxumam pe3aHus ans obuero ppesepoBaHusi KOHLUEBbIMU hpe3amu
Cutting data recommendations solid carbide end mills for general machining

TexHn4eckune pekomeHpauum
Technical hints

www.itmash.ru

MaTtepuan
o0603Ha4eHune no
Martepuan Ne maTtep. DIN Rn/UTS
Material Material No. DIN Description (N/mm?2)
P HenerupoBanHas yrnepoguctas ctanbe Plain carbon steel 1.0052 St 52 -700
ABTOMaTHas ctanb Free cutting steel 1.0715 9 SMn 28 -700
KOHCTpPYKLUMOHHas nermpoBaHHas ctasb 1.1191 Ck 45, 500-950
Structural alloy steel 1.7219 26 CrMo 4
TepmoobpaboTaHHas CTaslb, CPEAHEN MPOYHOCTY 1.7225 42 CrMo 4 500-950
Heat-treatment steel, medium strength 1.2241 50 CrV 4
CtanbHoe nutbe Cast steel 1.0416 GS 40 -950
LlemeHnTnpyemas ctanb Case hardening steel 1.7131 16 MnCr 5 -950
Hep>kaBetowas ctanb, epputHas, MapTeHCUTHasA 1.4006 X10Cr 13 500-950
Stainless steel, ferritic, martensitic 1.4104 X 12 CrMoS 17
1.4122 X 35 CrMo 17
Tepmoob6paboTaHHasi cTanb, Heat-treatment steel, high 1.7225 42 CrMo 4 950-1400
BbICOKOW MPOYHOCTN strength 1.6580 30 CrNiMo 8
AsoTtuposaHHas ctanb Nitriding steel, heat treated 1.8504 34 CrAl6 950-1400
MHcTpymeHTanbHas ctanb 1.2343 X 38 CrMoV 5 1 950-1400
Tool steel 1.2379 X 155 CrVMo 12 1
M Hep>xxaBsetoLwias ctanb, ayCTEHUTHasA 1.4301 X5CrNi18 10 500-950
Stainless steel, austenitic 1.4571 X10 CrNiMo 18 10
MapTeHcuTHas ctanb 1.2709
Maraging steel
K Cepbinn 4yryH Grey cast iron 0.6025 GG25 -550
JNermpoBaHHbIn YyryH Alloyed grey cast iron 0.6678 GGL-NiCr 35 2 300-700
YyryH ¢ waposugHbiM rpacdutom Nodular cast iron 0.7060 GGG60 -500
KoBkun vyryH Malleable cast iron 0.8155 GTS55 40-70
N TexHun4eckn 4YncTble MeTanbl, Pure metals, soft 1.1003 YucTbinn fe, cBUHeL, 400-800
MsrKune Pure iron, lead (120-310 HB)
AnoMUHVEBBIE CNNaBbl, AMMHHOCTPY>XXEYHbIE 3.3535 AlMg 3 100-400
Aluminium alloys, long chipping 3.4365 AlZnMgCu 1,5 (120-260 HB)
AnoMUHVEBbIE CMNNaBbl, KOPOTKOCTPY>KEYHbIE 3.2581 G-AISi 12 -400
Aluminium alloys, short chipping
MepgHble cnnasbl, ANMMHHOCTPY>XXEYHbIE 2.0320 MS63 150-250
Copper alloys, long chipping 2.0975 CuAlI10Ni (160-230 HB)
MegHble crnnasbl, KOPOTKOCTPY>KEYHbIE 2.0402 MS58 -500
Copper alloys, short chipping
MarHueBble cnnasbl 3.5912 G-MgAI9Zn1 160-300
Magnesium alloys
TepmonnacTbl PVC, OprcTekno 350-700
Thermoplastics PVC, acrylic glass (150-280 HB)
PeakTonnactel Duroplastics Bakelit, Melamin 20-40
pacut Graphite R8510 Graphite
TuTaHoBblE CMaBbl, CPeAHeN 3.7115 TiAI5Sn2,5 -950
MPOYHOCTN 3.7165 TiAIBV4
Titanium alloys, medium strength
TuTaHoBbIE cnasbl, 3.7174 TiAIBSN2 900-1400
BbICOKOMPOYHbIE
Titanium alloys, high strength
CnnaBsbl Ha OCHOBE HUKENS, CpedHel NPOYHOCTU 2.4670 NiCr12AI6MoNb -950
Nickel based alloys, medium strength
Cnnasbl Ha OCHOBE HUKESS, BbICOKOMPO4HbIE NiCr19Fe19NbMo 900-1400
Heat resistant nickel based alloys, high strength Inconel 718
OT6€eneHHbIN YyryH Ampco 25 Ni-hard, Ampco 300-600
Chilled cast iron
3akaneHHas ctanb 45-52 HRC
Hardened steel 53-59 HRC



Van
LMT+ FETTE
e’

AvameTp ¢dpesbl Cutting diameter

(mm) 2
CKOpoOCTb pe3aHusi Mopaya Ha 3y6 2
Cutting s;?eed Feed per tooth Kosgiuers %:;
V¢ (M/min) f, (mm/z.) c o
= apheKTUBHOCTU I <
LEE T UCIDED Efficiency factor S5
Carbide v 2o
C NOKpbITUEM 6e3 NoKpbITUA _ cmd =
coated uncoated 2-4 5-10 11-16 >16 ~ min - kW
230 185 0,03 0,06 0,09 0,15 24
230 185 0,03 0,06 0,09 0,15 22 :
200 160 0,025 0,06 0,08 0,14 20 §
140 110 0,025 0,05 0,08 0,14 18 2o
120 95 0,02 0,04 0,07 0,13 18 5
140 110 0,03 0,05 0,08 0,14 18
80 65 0,015 0,035 0,07 0,1 16
110 90 0,015 0,04 0,06 0,12 16 gm
100 80 0,015 0,04 0,06 0,12 16 §§
100 80 0,015 0,04 0,06 0,12 14 &8
60 50 0,013 0,035 0,05 0,08 18
80 65 0,013 0,035 0,05 0,08 18
180 145 0,03 0,07 0,1 0,15 30 o
160 130 0,025 0,06 0,09 0,14 22 §§
150 120 0,02 0,06 0,09 0,14 24 se
120 95 0,02 0,06 0,09 0,14 24
400 320 0,02 0,04 0,08 0,14 50
1000 800 0,03 0,06 0,1 0,15 60
300 240 0,03 0,06 0,1 0,15 55) %
300 240 0,025 0,05 0,09 0,14 50 85
250 200 0,025 0,05 0,09 0,14 35
400 320 0,03 0,06 0,09 0,14 50 H
8
250 200 0,03 0,06 0,1 0,15 70 Eg
8
350 280 0,025 0,05 0,1 0,15 85) °"
400 320 0,04 0,08 0,15 0,2 90
70 55) 0,015 0,03 0,05 0,09 20
40 30 0,01 0,03 0,05 0,09 16 §§
30 25 0,01 0,03 0,05 0,09 18
20 15 0,01 0,03 0,05 0,09 15
50 40 0,01 0,03 0,05 0,09 24
80-160 65-130 0,01 0,03 0,05 0,09 12

OcHacTka
Clamping
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TexHu4YeckKne pekomeHgauum PekomeHpauum no pexxumam pesaHus ans KoHuesbix ¢pes Flatball HSC /N
Technical hints Cutting data recommendations for solid carbide end mills Flatball HSC LMTFETTE

OvameTp cdpesbi

CKopocTb Cutter diameter (mm)
pe3aHus Mopaua Ha 3y6
Cutting speed Feed per tooth
Matepuan Ne maTep. Martepuan no DIN Rn/UTS V¢ (M/min) f, (mm/z.)
Material Material No. | DIN Description (N/mm?) 1400C 4-8 10-12
P HenervpoanHas yrnepoguctas | 1.1730 C45W -800 300 0,12 0,18
ctanb Plain carbon steel 1.1545 C105W 300 0,12 0,18
TepmoobpaboTaHHas wramnosas 1.2311 40CrMnMo7 -1100 250 0,10 0,16
cTanb 1.2312 40CrMnMoS8.6 250 0,10 0,16
Heat-treatable die steel 1.2738 40CrMnNiMo08.6.4 200 0,08 0,14
1.2711 54NiCrMoV6 200 0,08 0,14
3akaneHHas ctanb 1.2162 21MnCr5 -1100 180 0,10 0,16
Case hardening steel 1.2764 X19NiCrMo4 180 0,10 0,16
MHCTpymMeHTanbHas ctanb 1.2343 X38CrMoV5.1 950-1400 220 0,08 0,13
06BbEMHON 3aKaku 1.2344 X40CrMoV5.1 220 0,08 0,13
Full hardening tool steel 1.2367 X38CrMoV5.3 220 0,09 0,14
1.2080 X210Cr12 160 0,1 0,15
1.2379 X155CrVMo12.1 160 0,1 0,15
1.2767 X45NiCrMo4 160 0,12 0,17
1.2842 90MnCrV8 160 0,12 0,17
A30TupoBaHHas cTanb 1.8550 34CrAINi7 950-1400 180 0,08 0,15
Nitriding steel 1.8519 31CrMoV9 180 0,08 0,15
1.7735 14CrMoV6.9 180 0,07 0,12
1.2344 X40CrMoV5.1 180 0,07 0,12
M HepxasetoLlas cTanb, 1.2083 X42CrMo13 500-950 160 0,06 0,12
ayCcTeHuTHas 1.2316 X36CrMo17 200 0,05 0,10
Stainless steel, austenitic 1.4571 X8CrNiMoTi17.12.2 220 0,04 0,08
1.4401 X5CrNiMo17.12.2 220 0,04 0,08
1.4521 X1CrMoTi18.2 180 0,04 0,08
K  Cepblil 4yryH 1 nernpoBaHHbIi EN-JL-1040 | EN-GJL-250 300-550 180 0,1 0,17
YyryH (0.6025) (GG25)
Grey cast iron and alloyed (0.6678) EN-GJLA-XNiCr35-2 400-800 160 0,08 0,15
cast iron (GGL-NiCr35-2)
YyryH ¢ wapoBugHbiM rpacutom, 0.7040 GGG 40 400-800 160 0,08 0,15
B T.4. IErMPOBAHHbIN 0.7070 GGG70 150 0,06 0,12
Nodular cast iron and alloyed GGG70 300-700 140 0,05 0,10
nodular cast NIernpoBaHHbIN
N Megb n megHble cnnaebl ONEKTPOTEXHNY. 300-700 200 0,08 0,14
Copper and copper alloys Menb
Bronze 350 0,06 0,12
HemeTtannunyeckne matepuanbi PUR MnacTtuku 400-600 600 0,15 0,25
Non-metallic materials Plastics
S Titan-Alpha-Beta-cnnasbl TiAl6V4 900-1200 70 0,04 0,09
Titanium alpha beta alloys
Titan-Beta-cnnaBbl Ti10V2Fe3Al 900-1400 30 0,03 0,07
Titanium beta alloys
H 3akaneHHas ctanb 45-52 HRC 220 0,05 0,1
Hardened steel
YKasaHbl HavanbHble PeXuMbl pe3aHuns, HeOﬁXO,EI,VIMO afjanTupoBaTtb K yCNoBUAM 06pa60TK|/|.
The cutting data indicated are starting values based and must be adjusted to the prevailing conditions.
TopueBoe chpesepoBaHne di ®uHuwHoe npocunbHoe thpesepoBaHne di
Face milling /j/\ Profile finishing /[/\

a,=di—-2-r '5 2,=05-(d1-2"-1)
ap < 0,025 - dy ap=0,02 - dy

A.68 www.itmash.ru



TexHu4YeckKne pekomeHgauum PekomeHpauuu no pexumam pesaHusi ana HSCline koHuesbix dpes, Tun N~
Technical hints ANs YUCTOBON 06PaBGOTKM, C NIOCKMM TOPLOM U co cchepuyeckum kKoHuom  LIMT e FETTE
Cutting data recommendations for HSCline end mills, Type N for finishing ) —g
square end or ball nose

AnameTp cpesbl

CkopocTb Cutter diameter 2
pe3aHus (mm) 2
Cutting Mopaua Ha 3y6 3
speed Feed per tooth - %
Ve (M/min) f, (mm/z.) 5
Yucrosas Finishing 52
Martepuan Ne maTtep. Matepwuan no DIN Rn/UTS 1410C &=
Material Material No. | DIN Description (N/mm?) 1412C 1-4 5-8 10-12 14-20
P  HeneruposaHHas nHctpymeHtansHas | 1.1730 C45W -950 600 0,050 | 0,100 0,120 0,150
cTanb
Unalloyed tool steel 1.1545 C105W 600 0,050 0,100 0,120 0,150 3
TepmoobpaboTaHHas wTamnosas 1.2311 40CrMnMo7 -1100 500 0,040 | 0,070 0,100 0,130 5 %
g3
I?iTea;l—:treatable die steel 1.2312 40CrMnMoS8.6 500 0,040 0,070 0,100 0,130 % g
1.2738 40CrMnNiMo8.6.4 450 0,040 0,070 0,100 0,130 83
1.2711 54NiCrMoV6 450 0,030 0,060 0,900 0,120 °=
3akaneHHas cTanb 1.2162 21MnCr5 -1100 400 0,020 | 0,070 0,090 0,120
Case hardening steel 1.2764 X19NiCrMo4 400 0,020 0,070 0,090 0,120
3akaneHHasi UHCTpyMeHTanbHas 1.2343 X38CrMoV5.1 950-1400 250 0,030 | 0,060 0,900 0,120 °
ctanb Full hardening tool steel <§
1.2344 X40CrMoV5.1 250 0,030 0,060 0,900 0,120 2.
1.2367 X38CrMoV5.3 250 0,030 0,060 0,900 0,120 §§
1.2080 X210Cr12 220 0,030 0,060 0,900 0,120 § %
1.2379 X155CrVMo12.2 220 0,030 0,060 0,900 0,120 &5
1.2767 X45NiCrMo4 220 0,030 0,060 0,900 0,120
1.2842 90MnCrVv8 250 0,030 0,060 0,900 0,120
A30TupoBaHHas cTanb 1.8550 34CrAINi7 950-1400 300 0,020 0,050 0,070 0,010
Nitriding steel 1.8519 31CrMoV9 300 0,020 0,050 0,070 0,010
1.7735 14CrMoV6.9 300 0,020 0,050 0,070 0,010
1.2344 X40CrMoV5.1 300 0,020 0,050 0,070 0,010 2
M | HepxaBetowias ctasnb, 1.2083 X42CrMo13 350-1400 260 0,020 0,060 | 0,080 0,100 §§
ayCcTeHuTHas 1.2316 X36CrMo17 240 0,020 | 0,060 0,080 0,100 =
Stainless steel, austenitic 1.4541 X6CrNiTi18.10 300 0,03 |0,065 0,085 0,11
1.4571 X8CrNiMoTi17.12.2 300 0,03 0,065 0,085 0,11
1.4401 X5CrNiMo17.12.2 300 0,03 0,065 0,085 0,11
1.4521 X1CrMoTi18.2 250 0,03 0,065 0,085 0,11
1.4893 X8CrNiNb11 o
1.4313 (G-)X4CrNi13.4 H
MapTeHcuTHas cTanb 1.2709 X3NiCrMoTi18.9.5 | 500-950 §<
Maraging steel ©e
K  Cepblil 4yryH n nernposaHHbiin 4yryH | 0.6025 GG25 300-700 600 0,03 0,07 0,08 0,1
Grey cast iron and alloyed cast iron GG25CrMoV 600 0,083 0,07 0,08 0,1
YyryH ¢ waposmgHbiM rpadutom, B 0.7040 GGG40 400-800 500 0,02 0,06 0,07 0,09
T.4. NErnpoBaHHbIii 0.7070 GGG70 500 0,02 0,06 0,07 0,09 g
Nodular cast iron and alloyed GGG70 450 0,018 | 0,057 0,066 0,085 %
nodular cast nervposaH. alloyed Eg
N AnOMUHUIA 1 antOMUHNEBBIE CriaBbl AlZnMgCu2 -400 1200 0,04 0,08 0,1 0,12 ,§§
Aluminium and aluminium alloys 3.2581 AlSi12 800 0,04 0,08 0,1 0,12 oF
Mepnpb 1 megHble cnnasbl OneKTpoJs. Meab 300-700 1000 0,03 |0,07 0,085 0,1
Copper and copper alloys Electrolyte copper
Bronze 700 0,025 0,065 0,08 0,09
HemeTtannunyeckue matepuanbl PUR MnacTtukn 200-400 600 0,05 0,07 0,08 0,1 o2
Non-metallic materials Plastics E s
Epoxid Harz | lMnacTtukun 400-800 g g"
Epoxy resin Plastics 400 0,04 0,08 0,1 0,12 § §
S TutaHoBble Alpha-Beta-cnnasbl 900-1200 120 0,02 0,04 0,06 0,08 &
Titanium alpha beta alloys TiAIGV4
TuTtaHoBble Beta-crnnasbi 900-1400 180 0,02 0,04 0,06 0,08
Titanium beta alloys Ti10V2Fe3Al
H 3akaneHHas ctanb 200-250 0,08 |0,05 0,06 0,08
Hardened steel 45-52 HRC | 160-200 | 0,025 0,045 0,055 0,075
53-59 HRC = 120-150 0,02 |0,04 0,05 0,07

OcHacTka
Clamping

YKasaHbl Ha4aslbHble PEXXUMbI Pe3aHisl, HeO6X0AMMO aganTpPoBaThb K yCN0BMsAM 06paboTku
The cutting data indicated are starting values and must be adjusted to the prevailing conditions.
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TexHu4YeckKne pekomeHgauum PekomeHpauum no pexumam pesaHunsa ana HSCline koHueBbix hpes

Technical hints Tun H, ¢ nnockum Topuom U cchepu4ecKMM KOHL,OM LMTFETTE
Cutting data recommendations for HSCline end mills Type H,

square end or ball nose

1450C
HSCline KoHueBble dpesbl ¢ pagnycom ckpyrnenmns HSCline end mill with corner radius

AvameTp cdpe3bl Cutter diameter

CkKopocTb (mm)
pe3aHus Mopaya Ha 3y6 Feed per tooth

Matepuan Ne maTtep. Martepuman no DIN  TBepgoctb Cutting speed f, (mm)
Material Material No. | DIN Description Hardness V¢ (m/min) 1 2 3 4 5 6 8 10 12
P  Tepmoo6pabot. | 1.2311 40CrMnMo7 280-325 HB 200-260 0,01 /0,02 0,03 0,04 0,05 0,06 0,08 0,10 | 0,12
wrTamn. ctanb 1.2312 40CrMnMoS8.6 280-325 HB 220-280 0,012/0,024 0,036/0,05 0,06 0,07 0,10 0,12 | 0,14
Heat-treatable 1.2738 40CrMnNiM0S8.6.4 280-325 HB 180-240 0,008 0,016 0,024/0,03 0,04 0,05 0,06 0,08 | 0,10
die steel 1.2711 54NiCrMoV6 280-415 HB 200-260 0,012 0,024 0,036 0,05 0,06 0,07 | 0,10 0,12 | 0,14
3BakaneHHas 1.2343 X 38 CrMoV 5 1 230 HB 190-250 0,012 0,024 0,036 0,05 0,06 0,07 | 0,10 0,12 0,14
WHCTPYM. cTanb | 1.2080 X210Cr12 250 HB 160-220 0,008 0,016 0,024 0,03 0,04 0,05 | 0,06 0,08 0,10
Full hardening 1.2379 X 155 CrVMo 12 1 250 HB 160-200 0,007 0,014 /0,02 0,03 0,04 0,04 | 0,06 0,07 0,08
tools steel 1.2767 X 45NiCrMo4 260 HB 200-260 0,01 0,02 0,03 0,04 0,05 0,06 0,08 0,10 0,12
A3oTnpoBaHHasa | 1.8550 34CrAlINi7 240-300 HB 160-220 0,008 0,016 0,024 0,03 0,04 0,05 | 0,06 0,08 0,10
cTanb 1.8519 31CrMoV9 265-310 HB 180-240 0,008 0,016 0,024 0,03 0,04 0,05 | 0,06 0,08 0,10
Nitriding steel 1.7735 14CrMoV6.9 265-310 HB 200-260 0,008 0,016 0,024 0,03 0,04 0,05 | 0,06 0,08 0,10
1.2344 X40CrMoV5.1 280-325 HB 200-260 0,012 0,024 0,036 0,05 0,06 0,072 0,10 0,12 0,14
H | 3akaneHHas 45-52 HRC 160-200 0,008 0,016 0,024 0,03 0,04 0,05 0,06 0,08 0,10
cTanb 53-56 HRC 120-150 0,006 0,012 0,018 0,02 0,03 0,04 0,05 0,06 0,07
Hardened steel 57-62 HRC 80-120 0,005 0,01 0,014 0,02 0,023 0,03 0,04 0,05 0,05

63-68 HRC 60-100 0,004 0,007 0,011 0,014 0,018 0,02 ' 0,03 0,035 0,04

1451C
HSCline KoHueBble chpe3bl co chepuyieckum koHyom HSCline end mill with ball nose

AuvameTp dpe3bl Cutter diameter

CkopocTb (mm)
pe3aHus Mopauya Ha 3y6 Feed per tooth
Marepuan Ne maTtep. Martepuan no DIN TBeppoctb Cutting speed f, (mm)
Material Material No. | DIN Description Hardness V¢ (M/min) 1 2 3 4 5 6 8 10 12
P Tepmoo6bpa6bor.  1.2311 40CrMnMo7 280-325 HB 280-400 0,012/0,024 0,036/ 0,05 0,06 0,07 0,10 0,12 | 0,14
wTamn. ctanb 1.2312 40CrMnMoS8.6 280-325 HB 280-400 0,014/0,03 0,043 0,06 0,07 0,09 0,12 0,14 | 0,17
Heat-treatable 1.2738 40CrMnNiMoS8.6.4| 280-325 HB 260-350 0,01 /0,02 0,03 | 0,04 0,05 0,06 0,08 0,10 | 0,12
die steel 1.2711 54NiCrMoV6 280-415HB |~ 260-350 0,014 0,03 0,043 0,06 0,07 0,09 0,12 0,14 0,17
3akaneHHas 1.2343 X 38 CrMoV 5 1 230 HB 250-300 0,014 0,03 0,043 0,06 0,07 0,09 0,12 0,14 0,17
MHCTPYM. cTanb | 1.2080 X210Cr12 250 HB 220-280 0,01 0,02 0,03 0,04 0,05 0,06 0,08 0,10 0,12
Full hardening 1.2379 X 155 CrVMo 12 1 250 HB 200-250 0,008 0,017 0,025 0,03 | 0,04 0,05 0,07 0,08 0,10
tools steel 1.2767 X 45NiCrMo4 260 HB 250-300 0,01 0,024 0,036 0,05 0,06 0,07 0,10 0,12 0,14
AsoTtupoBaHHas | 1.8550 34CrAINi7 240-300 HB 220-280 0,01 0,02 0,03 0,04 0,05 0,06 0,08 0,10 0,12
cTanb 1.8519 31CrMoV9 265-310 HB 240-320 0,01 0,02 0,03 0,04 0,05 0,06 0,08 0,90 0,12
Nitriding steel 1.7735 14CrMoV6.9 265-310 HB 260-350 0,01 0,02 0,03 0,04 0,05 0,06 0,08 0,10 0,12
1.2344 X40CrMoV5.1 280-325 HB 260-350 0,014 0,03 /0,043 0,06 0,07 0,09 0,12 0,14 0,17
H | 3akaneHHas 45-52 HRC 200-250 0,01 0,02 0,03 0,04 0,05 0,06 0,08 0,10 0,12
cTanb 53-56 HRC 180-220 0,007 0,014 0,02 0,03 0,04 0,04 0,06 0,07 0,09
Hardened steel 57-62 HRC 150-200 0,006 0,012 0,02 0,02 0,03 0,04 0,05 0,06 0,07

63-68 HRC 100-150 0,005 0,01 0,01 0,02 0,02 0,03 0,04 0,05 0,06

YkasaHbl Ha4anbHble PEXMMbI PE3aHNsA, X HEOOXOANMO afanTMPOBaTh K YCIOBUSIM 06pPaboTKu.

[N BBICOKMX 3HAYEHUI A MUHYTHOW Nodayn Mbl PEKOMEHAYEM CHU3UTb BENNYMHY nodayn Ha 3y6 (f,) Ha 30%.
The cutting data specified represents base values and must be adapted to the existing conditions.

For high values of total feed we recommend reducing the specified unit values of feed (f,) by 30%.
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TexHU4yecKue peKomeHpauumn

Technical hints

MultiEdge 2Feed HSC

PekomeHpauum no pexumam pesaHus ans 2Feed HSC MultiEdge
Cutting data recommendations for 2Feed HSC MultiEdge

N
LMT+ FETTE
e’

AvameTp cpesbl
Cutter diameter

(mm) Fny6uHa
CkopocTb Mopaya Ha 3y6 pe3aHusi
pe3aHus Feed per tooth Cutting
Martepunan Ne maTtep. Matepuan no DIN Rn/UTS | Cutting speed f, (mm/z.) depth
Material Material No. | DIN Description (N/mm?) v, (m/min) 1-4  5-10 12-20 a, (mm)
HenervposaHHas yrnepog.  1.1730 C45W -950 300 0,3 0,7 1,0 | 0,05 xd;
ctanb Plain carbon steel 1.1545 C105W 300 0,3 0,7 1,0 | (=apmax
TepmoobpaboTaHHas 1.2311 40CrMMo7 -1100 240 0,25 | 0,6 0,8
LTamnoBas ctasb 1.2312 40CrMnNiMoS8.6 240 0,25 0,6 0,8
Heat-treatable die steel 1.2738 45CrMnNiMo8.6.4 240 0,25 0,6 0,8
1.2711 54NiCrMoV6 220 0,25 0,6 0,8
3akaneHHasi ctanb 1.2162 21MnCr5 -1100 300 0,25 0,6 0,8 | 0,45 x d4
Case hardening steel 1.2764 X19NiCrMo4 240 0,25 0,6 0,8
MHcTpymeHTanbHas ctanb | 1.2343 X38CrMoV5.1 950-1400 220 0,25 0,6 0,8 | 0,04 x d4
06BbEMHOW 3aKanku 1.2344 X40CrMoV5.1 220 0,25 0,6 0,8
Full hardening 1.2367 X38CrMoV5.3 220 0,25 0,6 0,8
tool steel 1.2080 X210Cr12 200 0,2 0,5 0,7
1.2379 X155CrVMo12.1 200 0,2 0,5 0,7
1.2767 X45NiCrMo4 180 0,25 0,6 0,8
1.2842 90MnCrV8 220 0,25 0,6 0,8
A3oTupoBaHHas cTasb 1.8550 34CrAiNi7 950-1400 180 0,25 0,6 0,8 | 0,04 x dy
Nitriding steel 1.8519 31CrMoV9 180 0,2 0,5 0,7
1.7735 14CrMoV6.9 180 0,2 0,5 0,7
1.2344 X40CrMoV5.1 150 0,25 0,6 0,8
\ M \ Hep>kaBetoLas ctanb, 1.2083 X42CrMo13 950-1400 230 0,2 0,5 0,7 | 0,02 x dy
| |aycTenuTHas 1.2316 X36CrMo17 230 02 | 05 | 07
\ Stainless steel, austenitic
Cepblii YyryH u EN-JL-1040 | EN-GJL-250 300-550 250 0,5 0,9 1,3 | 0,04 x d4
JNIETMPOBaHHbIN YyryH (0.6025) (GG25)
Grey cast iron and (0.6678) EN-GJLA-XNiCr35-2 550-700 250 0,45 0,8 1,2
alloyed cast iron (GGL-NiCr35-2)
YyryH ¢ WapoBugHbIM 0.7040 GGG40 400-800 200 0,3 0,7 1,0
rpacuTom, B T.u. 0.7070 GGG70 180 0,3 0,7 1,0
NernpoBaHHbIN GGG70 180 0,2 0,5 0,7
Nodular cast iron and
\ H 3akaneHHas ctanb 45-52 HRC 230 0,15 0,3 0,5 | 0,038 x d4
| |Hardened steel 53-56 HRC 200 01 025 04
YkagaHbl pexxumbl pe3aHus gnst ppea ot guameTtpa 10 mm 1 JosKHbl 6biTh afanTUpoBaHbl A1t KOHKPETHBIX YCNoBUiA 06paboTKu.
MbI pekomeHAyeM CHU3UTb 3HaveHue f, Ana pnnHHbIX cepuii Ha 30%.
The cutting data indicated are starting values based on d 10 mm and must be adjusted to the prevailing conditions.
We recommended to reduce the f,-value with the long version by 30%.
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TexHun4yeckue peKkoMmeHaauumn PekomeHpauumn no pexumam pesanusa ana MultiEdge 4Feed HSC /"

Technical hints Cutting data recommendations for MultiEdge 4Feed HSC LMTFETTE
AvameTp dpesbl Cutter diameter Fny6uHa
‘ ‘ CkopocTb (mm) pesaHus
pesaHus Mopava Ha 3y6 Feed per tooth Cutting
Marepuan Ne maTep. Matepuan no DIN Rn/UTS | Cutting speed f, (mm) depth
Material Material No. | DIN Description (N/mm?) v, (m/min) 4 5 6 8 10 12 ap (mm)
Tepmoo6paborT. 1.2311 40CrMnMo7 -1100 240 0,30 0,38 | 0,45 0,60 @ 0,75 @ 0,90 0,05 x d4
wTamnosas ctans | 1.2312 40CrMnMoS8.6 (= ap max)
Heat-treatable 1.2738 40CrMnNiMo0S8.6.4 220 0,30 0,38 | 0,45 0,60 0,75 0,90
die steel 1.2711 54NiCrMoV6 200 0,24 | 0,30 | 0,36 | 0,48 | 0,60 | 0,70
3akaneHHasi 1.2343 X 38 CrMoV 5 1 350-1400 200 0,28 0,35 | 0,42 0,56 @ 0,70 0,85 0,04 x d4
VHCTpyMeHTanbHas | 1.2080 X210Cr12 180 0,26 033 | 0,39 0,52 0,65 0,80
cTanb 1.2379 X 155 CrVMo 12 1
Full hardening 1.2767 X 45NiCrMo4 160 0,24 0,30 | 0,36 | 0,48 0,60 | 0,70
tools steel
A3oTupoBaHHas 1.8550 34CrAINi7 950-1400 200 0,28 035 042 056 0,70 | 0,85 @ 0,04 x d4
cTanb 1.8519 31CrMoV9 180 0,26 0,33 | 0,39 0,52 0,65 0,80
Nitriding steel 1.7735 14CrMoV6.9
1.2344 X40CrMoV5.1 160 0,24 0,30 036 | 048 0,60 | 0,70
‘ H ‘ 3akaneHHas ctanb 45-52 HRC 230 0,16 = 0,20 | 0,24 # 0,32 @ 0,40 0,48 | 0,04 x d4
‘ ‘ Hardened steel 53-56 HRC 200 0,12 A 0,15 | 0,18 | 0,24 A 0,30 @ 0,36 0,08 x d4
‘ ‘ 57-62 HRC 180 0,08 0,10 | 0,12 0,16 | 0,20 @ 0,24 0,02 x d4
\ \ 63-67 HRC 120 0,06 0,08 009 0,42 0,15 | 0,18 | 0,01 xd;

YkasaHble pexxuMbl pesaHus ans dpes gnameTpom ot 10 mm, oHM [OKHBI BbITb afanTUpoBaHbl AN KOHKPETHbIX YCN0BUiA 06paboTKu.
MbI pekomMeHAyeM CHU3UTb 3HaveHue f, Ana pnnHHbIX cepuii Ha 30%.

The cutting data indicated are starting values based on d 10 mm and must be adjusted to the prevailing conditions.

We recommended to reduce the f,-value with the long version by 30%.
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TexHunuyeckune peKkomMmeHaaumnmn PekomeHpaauum no pexxvmam pe3aHus Aasi HepHOBbIX/4YUCTOBbIX hpe3

Y
Technical hints Tun DHC LMT. FETTE
Cutting data recommendations for roughing-finishing end mills Type DHC ) —g

AunameTp cdpe3bl Cutter diameter
Ckopoctb | Ox- (mm) P
pe3aHusi  nax- Mopaya Ha 3y6 Feed per tooth 2
Cutting |geHue f, (mm/z.) é
Marepuan Ne matep. Matepwuan no DIN Rn/UTS | speed |Coo- 14 18 = g
Material Material No. | DIN Description (N/mm?) v. (m/min) lant 1) 2" 3) 4 5 6 8 10 12 -16 -20 §§
HenernposaHHas 1.0037, 1.0044 St 37, St 44 300-500 230 (] 0,008 0,016 0,025 0,04 0,06 0,07 0,09 0,11/0,13/0,18 0,22 §§>
yrnepoancTas cTasb 1.0052, 1.0070 St 52, St 70 500-700 &=
Plain carbon steel 1.0036, 1.0038  U- n and R St 37-2 350-500
ABTOMaTHas ctanb 1.0711,1.0715 9 S 20, 9 SMn 28 360-550 230 (] 0,008 0,016 0,025 0,04 0,06 0,07 0,09 0,11/0,13/0,18 0,22
Free cutting steel 1.0727,1.0728 45 S 20, 60 S 20 600-800
KoHcTpykumnoHHas ctans 1.1191 Ck 45, 500-950 200 [ 10,007/0,014 0,02 0,04/0,05 0,06 0,08 0,10 0,12 0,16 0,20 g
Structural alloy steel |1.7219 26CrMo4 g £
Tepmoo6paboTaHHas 1.7225 42CrMod4, 500-950 160 (] 0,007 0,014 0,02 0,04 0,05 0,06 0,08 0,10 0,12/0,16 0,20 le
cTanb, cpeaei npouH. | 1.2241 50CHV4 £
Heat-treatable steel 32
CranbHoe nuTbe 1.0416 GS40 -950 130 (] 0,007 0,014 0,02 0,03 0,04 0,05 0,07 0,09 0,10/0,14 0,17
Cast steel
LlemeHTnpyemas ctans | 1.7131 16MnCr5 -950 160 (] 0,007 0,014 0,02 0,04 0,05 0,06 0,08 0,10 0,120,16 0,20
Case hardening steel H
TepmoobpaboTaHHast 1.7225 42CrMo4 950-1400 120 (] /0,005 0,01 0,015/0,03 0,04 0,05 0,06 0,08 0,09 0,12 0,15 §
CTanb, BbICOKOM MPO4HOC. | 1.6580 30CrNiMo8 g
Heat-treatable steel K 2
A3oTvpoBaHHas ctanb | 1.8504 34CrAl6 950-1400 110 (] /0,005 0,01 0,015/0,03 0,04 0,05 0,06 0,08 0,09 0,12 0,15 &6
Nitriding steel
MHCTpyMeHTanbHas 1.2343 X38CrMoV5-1 950-1400 100 (] /0,005 0,01 0,015/0,03 0,04 0,04 0,06 0,07 0,08 0,11 0,14
cTans Tool steel 1.2379 X155 CrvVMo12-1
Cepblit YyryH EN-JL-1040 | EN-GJL-250 100-400 180 [ 10,012/0,025 0,04 0,060,07 0,08 0,11/0,14/0,17 0,22 0,28
Grey cast iron (0.6025) (GG25) (120-260 HB)
JlernpoBaHHbIii H4yryH (0.6678) EN-GJLA-XNiCr35-2 150-250 160 (] /001 002 0,03 0,050,06 007010 0,12 0,14/0,19 0,24 °
Alloyed grey cast iron (GGL-NiCr35-2) (160-230 HB) §§
YyryH ¢ waposugHbiM | EN-JS-1060 | EN-GJS-600 400-800 150 [ 10,009/0,018 0,025 0,04/0,06 0,07 0,09/0,11/0,13 0,18 0,22 2=
rpacdutom Nodular cast | (0.7060) (GGG60) (120-310 HB)
KoBKwii 4yryH EN-JM-1160 | EN-GJMB-550-4 350-700 120 (] /0,009 0,018 0,025 0,04 0,06 0,07 0,09 0,11/0,13/0,18 0,22
Malleable cast iron (0.8155) (GTS55) (150-280 HB)
" [Insi AVHHOW Cepun NpU ae = dy rNyGuHa a, He [oMKHa npesbiwaTh 0,5 X dy [ | Ob6pa6otka 6e3 COX, NPeAnoHTUTENLHO OXNaXKAEH!E
[ins KOpOTKOW cepun Npu ae = di rNy6uHa a, MoXeT paBHATLCA 1 X dy BO3AYLLHON CTpyeW ]
In the long version and ae = d1 provided a, should not exceed 0.5 x d4 Dry machining, air-blast cooling is advantageous E o
In the short version and a, = dy provided a, can be equal to 1 x dy m O6paboTtka c COXK, Heobxoanmo obecneymnTb ng
7 obunbHyto nogady COX
Wet machining, sufficient emulsion volume required
2
KoaddpuumneHT Koppekuum nogaum f, 3
Feed correction factor f, g o
wenzoft " e dreseposen
DHC pnunHas DHC kopoTkas a, = [ny6uHa pesanns, mm
Qe ap long short Depth of cut in mm
0,1 -dq 1 xdy 2,2 2,4 *) 1,8 x dy anst auameTpos 14, 18, 20 dy = Onametp dpesbl, mm
1,56 x dy 2 - 1,8 x d1 for diameter 14, 18, 20 Cutter diameter in mm
2 xdi) 1,6 - **) Mpy 06paBoTKe NA30B yMEHLLINTL ckopocTs 1 = KOSMMULIMEHT KOPPeKTUPYIoLA Vi
0,25-dy |1 xdy 1,6 2 pesaHust Ve Ha 15% Correction factor for v; g;s”
1.5xd 1.4 - When slot milling reduce the cutting speed v, Tz = Mopada Ha 3y6, B mm %g
2 xdi) 1,2 - by 15% Feed per tooth in mm §§
05-dy |1 xdi 1,1 1,5 n = 06opoTbl, min~' gc
1,5xdy 1 = Speed in min- &=
2 xdy) 0.8 - Vi = MuHyTHas nogada, mm/min
0,75-dy |1 xd4 0,8 1 . .
1.5 x dy 07 - Feed rate in mm/min
1-d™) | 0,5xd 0,6 0.7 z = Yucno 3y6bes
1 xd 0,5 _ No. of teeth
2 xdj 0,4 -

OcHacTka
Clamping
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TexHn4Yyeckne pekomeHpauum
Technical hints

CkopocTb
pes3aHus
Cutting OxnarK-
Martepuan Ne maTep. MaTtepuan no DIN Rn/UTS speed. AeHne
Material Material No. | DIN Description (N/mm?2) iy Coolant
P  HenervposarHas yrnepogucras 1.0037, 1.0044 | St 37, St 44 300-500 230 ()0
cTanb 1.0052, 1.0070 | St 52, St 70 500-700 -
Plain carbon steel 1.0036, 1.0038 | U- 1 and R St 37-2 350-500
ABTOMaTHas cTanb 1.0711, 1.0715 9 S 20, 9 SMn 28 360-550 230 \7“@\
Free cutting steel 1.0727,1.0728 45 S 20, 60 S 20 600-800 -
KOHCTPYKLMOHHAs nerupoBaHHas 1.1191 Ck 45, 500-950 200 ()0
cranb Structural alloy steel 1.7219 26CrMo4 -
Tepmo06paboT. cTanb, cpegHei 1.7225 42CrMo4, 500-950 160 () 0y
npoyH. Heat-treatable steel, medium | 1.2241 50Crv4 o
CranbHoe nuTbe Cast steel 1.0416 GS40 -950 130 LH@\
LlemeHT. ctanb Case hardening steel |1.7131 16MnCr5 -950 160 \:Holo\
TepMoo6paboT. cTaslb, BbICOKON 1.7225 42CrMo4 950-1400 120 [ ][0y
npoyH. Heat-treatable steel, high 1.6580 30CrNiMo8
AsotuposaHHas ctanb Nitriding steel | 1.8504 34CrAl6 950-1400 110 \7\\010\
VIHCTpYMeHTanbHas crasb 1.2343 X38CrMoV5-1 950-1400 100 (7)o
Tool steel 1.2379 X155 CrVMo12-1 -
M | Hepxasetowas ctanb, aycteHutHaa | 1.4301 X5CrNi18-10 500-950 100 \OIM
Stainless steel, austenitic 1.4404 X2CrNiMo17-12-2 o
1.4571 X6CrNiMoTi17-12
HepyxaBetoLasi ctanb, hepputHas, 1.4024 X15Cr13 500-950 100 \o:o\
MapTeHcUTHas 1.4057 X17CrNi16-2
Stainless steel, ferritic, martensitic 1.4122 X35CrMo17
HepxxaBetowas ctanb, mapteHcuTHas | 1.2709 X3NiCoMoTi18-9-5 800-1000 120 \qg\
Stainless steel, martensitic steel 1.4542 X5CrNrCuNb16-4 o
1.4568 X7CrNiAI17-7
K Cepubiit uyryH EN-JL-1040 EN-GJL-250 100-400 180 (][00
Grey cast iron (0.6025) (GG25) (120260 HB) -
JlerupoBaHHbIii YyryH (0.6678) EN-GJLA-XNiCr35-2 150-250 160 (][40
Alloyed grey cast iron (GGL-NiCr35-2) (160-230 HB) o
YyryH ¢ WapoBuaHbIM rpadrtom EN-JS-1060 EN-GJS-600 400-800 150 \7“@\
Nodular cast iron (0.7060) (GGG60) (120-310 HB) -
KoBkui 4yryH EN-JM-1160 | EN-GJMB-550-4 350-700 120 (][00
Malleable cast iron (0.8155) (GTS55) (150-280 HB) -
N AnOMUHMEBbIE CrNaBbl, KOPOTKas 3.2581 G-AlSi12 -400 300 [y
cTpy>xka Aluminium alloys, short o
MepHble cnnasbl, KOPOTKas CTpyxxka | 2.0402 MS58 -500 250 \o?o\
Copper alloys, short chipping o
S TutaHoBble cnnasbl, CpeaHei 3.7115 TiAI5Sn2-5 -950 80 040
npoyHocTu Titanium alloys, medium | 3.7165 TiAl6V4 o
TuTaHoBble crnaBbl, BbICOKOW 3.7174 TiAIBSN2 900-1400 60 \o:o\
npo4HocTn Titanium alloys, hight o
CnnaBbl Ha OCHOBE HUKENSI, CPef, 2.4670 NiCr12AI6MoNb -950 40 \o?o\
npouH. Nickel based alloys, medium o
Cnnasbl Ha OCHOBE HIKenNs, Inconel 718 NiCr19Fe19NbMo 900-1400 30 o8

BbICOKOWN NPOYHOCTU
Heat resistant nickel based alloys,
high strength

KoadcdduumeHT Koppekuun f4
Feed correction factor f,

vi=n-z-f,-f4

O6paboTka 6e3 COXK, npeanoyT. oxnaxaeHne BO3AYLUHON CTpyei
Dry machining, air-blast cooling is advantageous

PekomeHpaauum no pexumam pe3aHus Afis YePHOBbLIX/YNCTOBbIX (hpes  ~ gy

Tun DHC SLOT | DHC SLOT c BHyTpeHHum noasogom COXX
Cutting data recommendations for roughing-finishing end mills

Type DHC SLOT | DHC SLOT IC

59

DHC gnuHHas | DHC kopoTkas
ae ap long short
01-di |1 xdy 1.8 2 CKOpPOCTb pe3aHust Vg yBenmyiutb Ha 30%
1,5 x dy 1.7 - The cutting speed v, must be increased by 30%
2 xdiY) 1,6 -
025-dy |1 xdy 1,4 2
1,5 x dy 1,3 -
2 xdi) 1,2 -
05-d; |1 xds 1,1 1,3 *) 1,8 x dy pns gnametpos 14, 18, 20
1,5 x dy 1 - 1,8 x d¢ for diameter 14, 18, 20
2 xdy¢¥) 0,8 -
0,75-d¢ |1 xdy 0,8 1
1,5 x dy 0,7 -
2 xdy 0,6 -
1-dy ?’5 X g‘ 8‘? 8‘2 } CKOPOCTL PE3aHNs Vg CHU3UTL Ha 20%
X a4 ) , i 0
1.5 % dy 0.6 - Reduce the cutting speed v, by 20%
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LMT+ FETTE
e’

AunameTp cdpe3bl Cutter diameter

(mm)

Mopaua Ha 3y6 Feed per tooth
f, (mm/z.)

4
0,04
0,04
0,04
0,04

0,03
0,04
0,03

0,03
0,03

0,02

0,03

0,03

0,06
0,05
0,04
0,04
0,05
0,04
0,03
0,02
0,03

0,02

14
-16
0,18

18
-20
0,22

5 6 8 10
0,06 | 0,07 | 0,09 0,11

12
0,13

0,06 | 0,07 0,09 0,11 0,13 0,18 0,22

0,05 /0,06 0,08 0,10 0,12 0,16 0,20

0,05 0,06 0,08 0,10 0,12 /0,16 0,20

0,04
0,05
0,04

0,05
0,06
0,05

0,07
0,08
0,06

0,09
0,10
0,08

0,10
0,12
0,09

0,14
0,16
0,12

0,17
0,20
0,15

0,04
0,04

0,05
0,04

0,06
0,06

0,08
0,07

0,09
0,08

0,12
0,11

0,15
0,14

0,03 0,03 0,04 0,05 0,06|0,08 0,10

0,04 0,05 0,06 0,08 0,09|0,12 0,15

0,03 /0,04 0,05 0,07 0,08 0,10 0,13

0,07 /0,08 0,11 0,14 0,17 |0,22 0,28

0,06 | 0,07 0,10 0,12 0,14 |0,19 0,24

0,06 | 0,07 0,09 0,11 0,13 0,18 0,22

0,06 | 0,07 0,09 0,11 0,13 0,18 0,22

0,06 | 0,08 0,10 0,13 0,15|0,20 | 0,25

0,05 0,06 0,08 0,10 0,12 /0,16 0,20

0,03 0,04 0,05 0,07 0,080,110 0,13

0,03 0,03 0,04 0,05 0,06|0,08 0,10

0,03 0,04 0,05 0,07 0,080,170 0,13

0,03 /0,03 0,04 0,05 0,06 0,08 0,10

O6paboTtka ¢ COXK, Heobxoammo obecneymnTb 06unbHyto nogady COXX
) Wet machining, sufficient emulsion volume required

= LlupuHa dpeseposaHns, mm

Width of cut in mm

= [ny6uHa pesaHus, mm

Depth of cut in mm

= [dnameTp dpesbl, mm

Cutter diameter in mm

= KoadhhuLmMeHT KoppeKumn Ans vi

Correction factor for v;

= MNopgaya Ha 3y6 B mm

Feed per tooth in mm

= 060opoTbl, min~!

Speed in min-!

= MwuHyTHas nogaya, mm/min

Feed rate in mm/min

= Yucno 3y6beB

No. of teeth



TexHn4eckune pekomeHpauum
Technical hints

Martepuan
Material

M | Hepxasetowas ctasb, ayCTEHNTHas
Stainless steel, austenitic

Hep>xasetoLas cranb,

heppuTHas, MapTEHCUTHas

Stainless steel, ferritic, martensitic
Hep>xaBetoLas ctanb, MapTeHCUTHas!
Stainless steel, martensitic steel

N  AniomuHueBble Cnnasbl, KOPOTKas
cTpy>ka Aluminium alloys, short
MepHble cnnasbl, KOPOTKas CTPY>KKa
Copper alloys, short chipping

S TurtaHoBble crnnasbl, cpegHen
npo4HocTy Titanium alloys, medium
TuTaHOBbIE CNNaBbI, BLICOKOA
npoyHocTu Titanium alloys, hight
CnnaBbl HA OCHOBE HUKENs, CPEAH.
npou. Nickel based alloys, medium
Cnnasbl HA OCHOBE HUKENS,
BbICOKOW NMPO4HOCTU
Heat resistant nickel based alloys,
high strength

KoadduumeHT Koppekuun f,
Feed correction factor f,

vf=n-z-fz-f1

PekomeHpaumm no pexumam pe3aHus Ans YepHOBbLIX/YMCTOBbIX (hpes  ~

Tun DHC INOX | DHC INOX ¢ BHyTpeHHuMm nogBogom COX
Cutting data recommendations for roughing-finishing end mills

Type DHC INOX | DHC INOX IC

LMT+ FETTE
e’

CKOpoOCTb AvameTp cpe3bl Cutter diameter (mm)
pe3aHus Mopaua Ha 3y6 Feed per tooth
Cutting Oxnax- f, (mm/z.)

Ne maTtep. Matepuan no DIN | Rm/UTS | speed | penune 14 18
Material No. | DIN Description (N/mm?) v, (m/min) Coolant 4 5 6 8 10 12 -16 -20
1.4301 X5CrNi18-10 500-950 100 ;‘ 0,02/0,03 0,03 0,04/0,05 0,06/0,08 0,10
1.4404 X2CrNiMo17-12-2 -
1.4571 X6CrNiMoTi17-12-2
1.4024 X15Cr13 500-950 100 ;0 0,03 0,04 0,05/0,06 0,08 0,09 0,12 0,15
1.4057 X17CrNi16-2 e
1.4122 X35CrMo17
1.2709 X3NiCoMoTi18-9-5  800-1000 120 ;0 0,03/ 0,03/0,04/0,05 0,07 0,08 0,10 0,13
1.4542 X5CrNrCuNb16-4 e
1.4568 X7CrNiAI17-7
3.2581 G-AISi12 -400 300 @ 0,05 0,06 0,08/0,10 0,13 0,15 0,20 0,25
2.0402 MS58 -500 250 %fo 0,04 0,05 0,06/0,08 0,10 0,12 0,16 0,20
3.7115 TiAI5Sn2-5 -950 80 @ 0,03 0,03/ 0,04/0,05 0,07 0,08 0,10 0,13
3.7165 TiAl6V4 -
3.7174 TiAIBSn2 900-1400 60 @ 0,02 0,03/0,03/0,04 0,05 0,06 0,08 0,10
2.4670 NiCr12AI6MoNb -950 40 @ 0,03 0,03/ 0,04/0,05 0,07 0,08 0,10 0,13
Inconel 718 | NiCr19Fe19NbMo | 900-1400 30 @ 0,02 0,03/ 0,03/0,04 0,05 0,06 0,08 0,10

T\ O6paboTka ¢ COX, Heobxoaumo obecneuntb 06unbHyto nogady COXK
8% wet machining, sufficient emulsion volume required

DHC pgnuHHas | DHC kopoTtkas
ae ap long short
0.1-dy 1 5 i g’ 1‘? 2_ CKOpPOCTb pesaHusi Ve, yBenmunTs Ha 30%
2’ X d:*) 1:6 - The cutting speed v, must be increased by 30%
0,25-dy |1 xdy 1,4 2
1,5 x dq 1,3 -
2 xdif) 1,2 -
05-di |1 xd; 1,1 1,3 *) 1,8 x dy ans guameTpos 14, 18, 20
1,5 x dq 1 - 1,8 x dy for diameter 14, 18, 20
2 xdiY) 0,8 -
0,75-dy |1 xdy 0,8 1
1,5 x dq 0,7 -
2 xdj 0,6 -
1-d (1)'5 X g‘ g‘g 8‘2 } CKOpOCTb pe3aHust Vg yMeHbLUNTb Ha 20%
X Q4 ) s ; 0
15xd; 0.6 - Reduce the cutting speed v by 20%

a. = LUnpuHa dpeseposaHns, mm
Width of cut in mm

a, = [nybuHa pesaHus, mm
Depth of cut in mm

di = OdnameTp pesbl, mm
Cutter diameter in mm

f1 = KoadduumeHT Koppekumm ons vi
Correction factor for v

f, = MNopaya Ha 3y6 B mm
Feed per tooth in mm

n = O6opoTsl, min-!
Speed in min~!

vi = MuHyTHasa nogada, mm/min
Feed rate in mm/min

z = Yucno 3ybbeB
No. of teeth
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CMeHHble NNacTuHb!
Indexable inserts

3y6othpesepoBaHne
Gear cutting

Touenne
Turning

0O6paboTka pe3b6 CsepneHue
Drilling

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxexuns
Attachment



TexHu4YecKue pekomeHpauumn

Technical hints

1411C, 1413C, 1443C

Cutting data recommendations for HSCline end mills

1411C, 1413C, 1443C

PekomeHpauum no pexumam pesaHus ans HSCline koHueBbix hpes

N
LMT+ FETTE
e’

AvnameTp cdpesbl Cutter diameter

H |
.

CKopocCTb (mm)
pesaHus Mopaua Ha 3y6 Feed per tooth
Matepuan Ne maTep. Martepuan no DIN  TeBeppocTb Cutting speed f, (mm)
Material Material No. | DIN Description | Hardness V¢ (M/min) 2 3 4 5 6 8 10 12 16 20
Tepmoo6paboT. | 1.2311 40CrMnMo7 280-325 HB 200 0,010 0,015 0,020 0,025 /0,030 0,040 0,050 0,060 0,080 0,090 0,08 x d;
LwTamnos.. ctanb | 1.2312 40CrMnMoS8.6 280-325 HB 220 0,010 0,015 0,020 0,025 /0,030 0,040 0,050 0,06 0,080 0,090
Heat-treatable 1.2738 40CrMnNiM0S8.6.4 280-325 HB 180 0,006 0,009 0,012 0,015/0,018 0,024 0,030 0,036 0,048 0,054
die steel 1.2711 54NiCrMoV6 280-415 HB 200 0,008 0,012 0,016 0,020 0,024 0,032 0,040 0,048 0,056 0,072
3akaneHHas 1.2343 X 38 CrMoV 5 1 230 HB 200 0,010 /0,015 0,020 0,025 0,030 0,040 0,050 0,060 0,070 0,090 0,06 x d4
VMHCTPYMeHTanbH. 1.2080 X210Cr12 250 HB 160 0,006 0,009 0,012 0,015/0,018 0,024 0,030 0,036 0,042 0,054
ctanb Full harde- | 1.2379 X155 CrVMo 12 1 250 HB 160 0,006 0,009 0,012 0,015/0,018 0,024 0,030 0,036 0,042 0,054
ning tools steel | 1 2767 X 45NiCrMo4 260 HB 200 0,008 0,012 0,016 0,020 0,024 0,032 0,040 0,048 0,064 0,072
AsoTtupoBaHHas | 1.8550 34CrAINi7 240-300 HB 180 0,006 /0,009 0,012 0,015 0,018/0,024 0,030 0,036 0,048 0,054 0,08 x d4
cranb 1.8519 31CrMoV9 265-310 HB 200 0,006 0,004 0,012 0,015/0,018 0,024 0,030 0,036 0,048 0,054
Nitriding steel 1.7735 14CrMoV6.9 265-310 HB 200 0,008 0,012 0,016 0,020 0,024 0,032 0,040 0,048 0,056 0,072
1.2344 X40CrMoV5.1 280-325 HB 200 0,010 0,015 0,020 0,025 /0,030 0,040 0,050 0,060 0,070 0,090
3akaneHHas 45-52 HRC 180 0,006 /0,009 0,012 0,015 0,018 /0,024 0,030 0,036 0,048 0,054 0,04 x d4
cTanb 53-56 HRC 150 0,006 0,008 0,011 0,014 /0,017 0,022 0,028 0,034 0,045 0,050 0,03 x d;
Hardened steel 57-62 HRC 120 0,005 0,008 0,010 0,013 /0,015 0,020 0,025 0,030 0,040 0,045 0,02 x d;
63-68 HRC 100 0,005 0,007 0,010 0,012 /0,014 0,019 0,024 0,029 0,038 0,043 0,01 x d;

YkasaHbl Ha4anbHble PeXVMbl pe3aHuns, Nx Heob6xoaMMo afanTnpoBaThb K YCNoBUSAM OﬁpaﬁOTKM

Mpu BBICOKMX 3HAYEHNAX MVHYTHOW NOAAYN Mbl PEKOMEHAYEM CHU3NTL nogady Ha 3y6 (f,) Ha 30%.
The cutting data specified represents base values and must be adapted to the existing conditions.
For high values of total feed we recommend reducing the specified unit values of feed (f,) by 30%.

A.76
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TexHun4yeckune peKkoMmeHaauumn PekomeHpauum no pexumam pesanus ans AlRline ~, /"
Technical hints ¢pe3s n dpes ¢ Ne no karanory 22000 | 33000 LMTBELIN LMT*FETTE
Cutting data recommendations and feeds for e’ ) —g

AlRline end mills for solid carbide and cat.-No.
22000 | 33000

AnameTp cpesbl
Cutting diameter "
(mm) H
MNMopaya Ha 3y6 f, °
ANA anameTpa g
Feed per tooth f, g 2
for cutter diameter o=
Mapka CKopocCTb 3o
dq (mm) 22
TBEpAOro pesaHus &5
cnnasa Cutting Mogsop ~ ‘lepHosas Yucrosas
Marepuan Ne maTep. Marepuan no DIN = R,/UTS Carbide speed COX Roughing Finishing
Material Material No. | DIN Description (N/mm?)  grade Ve (m/min) | Coolant | 8 12 16 8 12 16
N YucTtble metannbl, msark 1.1003 YucTeii Fe, cBuHey, . 400-800 LW 630 400 0,1 02 0,3 0,02 0,07 0,1
Pure metals, soft Pure iron, lead §

F o
AntomrHuesble crnasbl, | 3.3535 AlMg 3 100-400 900 0,1 02 03 0,06 0,08 0,12 g5
ANVHHAsA CTPY>XKa 3.4365 AlZnMgCu 1,5 ; %
Aluminium alloys, g 2

°
long chipping 6 £
AntoMuHneBble crinasbl, | 3.2581 G-AISi 12 -400 280 0,1 02 03 0,06 0,08 0,12
KOPOTKas CTPYy>XKa
Aluminium alloys,

o
short chipping £
MepHble crnassl, 2.0320 MS63 150-250 280 0,1 02 0,3 0,05 0,07 0,1 g .
ANVHHAS CTPYXXKa 2.0975 CUuAI10Ni gs
Copper alloys, § ;

> D
long chipping 4
MepHble cnnasbl, 2.0402 MS58 -500 280 0,102/ 03 0,05 0,07 0,1
KOPOTKast CTPY>XKa
Copper alloys,
short chipping
MarHwueBble cnnasbl 3.5912 G-MgAI9Zn1 200-300 500 o1 02 0,3 0,06 0,08 0,12
Magnesium alloys e
TepmonnacTbl PVC, OprcTekno 400-700 300 o1 02 03 005 01 0,14 5=
Thermoplastics PVC, acrylic glass
PeakTonnacTbl Bakelit, Melamin 20-40 300 0,1 02 03 0,05 0,1 | 0,14
Duroplastics

S TwuTaHOBble crnnassl, -950| LW 630 280" 0,19 /0,29 0,3 |0,06" 0,08"0,12"
MArkue 900-1400 o
Titanium alloys, soft H
g O
g
1) He oTHocuTCs K Kat. Ne 22000 1 33000 &Z
Not valid for cat.-no. 22000 and 33000
@ O6paboTka c COX, Heobxopumo obecneynTb 06unbHY0 nogady COXX
Wet machining, sufficient emulsion volume required

g

]

g

g o

3

a8

oE

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping
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TexHu4YecKue pekomeHpauumn

Technical hints

H

Marepuan
Yrnepogucrtas ctanb

AsTOMaTHas ctanb
KoHcTpyKunoHHas
nernpoBaHHas ctanb
TepmoobpaboTaHHas
cTanb, CpegHen NpoYH.
CranbHoe nuTbe
LlemeHTUpyemas ctanb
Hep>xasetowjan

cTanb, hepputHas,
MapTeHCUTHas!
Tepmoob6paboTaHHasi
cTaslb, BbICOKOW MPOYH.
A30TMpOBaHHas cTanb
NHcTpymeHTanbHas
cTanb (go 45 HRC)
Hepxxasetowas cranb,
ayCTeHNTHas

MapTeHcuTHas ctanb

Cepblii 4yryH

JlernpoBaHHbIii YyryH

YyryH ¢ WwapoBnaHbIM
rpacduTom
KoBKuM 4yryH

TexHN4YecKn YncTble
MeTansbl, MArkue
ANOMVHWEBbBIE CNNaBbl,
OJIMHHAs CTPYXXKa
AntoM1HVEBBIE CMNaBbl,
KOPOTKas CTPy>KKa
MepHble cnnasbl,
OJIMHHAs CTPY>XXKa
MepgHble cnnasbl,
KOPOTKasi CTPYy>KKa
MarHueBble crinasbl

TepmonnacTbl

PeakTonnacTbl

TuTaHoBblE CNNassl,
cpepHei NpoYHOCTN
TuTaHoBble crinasbl,
BbICOKOW NPOYHOCTUN
Cnnaebl Ha OCHOBE

HUKenNs, CPEeAHEN NPOYH.

Cnnasbl Ha OCHOBE
HUKens,

BbICOKOW MPOYHOCTU
OT6€eneHHbIN YyryH

Ans nasos u3 HSS-E-PM

Cutting data recommendations for end mills and slot drills

HSS-E-PM
Ne
maTep.
Material
Material No.
Plain carbon steel 1.0052
Free cutting steel 1.0715
Structural low 1.1191
alloy steel 1.7219
Heat-treatment steel, | 1.7225
medium strength 1.2251
Cast steel 1.0416
Case hardening steel | 1.7131
Stainless steel, 1.4006
ferritic, martensitic 1.4104
1.4122
Heat-treatment steel, | 1.7225
high strength 1.6580
Nitriding steel 1.8504
Tool steel 1.2343
(to 45 HRC) 1.2379
Stainless steel, 1.4301
austenitic 1.4404
1.4751
Maraging steel 1.4024
1.4057
1.4122
Grey cast iron 0.6025
Alloyed grey cast iron| 0.6678
Nodular cast iron 0.7060
Malleable cast iron 0.8155
Pure metals, soft
Aluminium alloys, 3.3535
long chipping 3.4365
Aluminium alloys, 3.2581
short chipping
Copper alloys, 2.0320
long chipping 2.0975
Copper alloys, 2.0402
short chipping
Magnesium alloys 3.5912
Thermoplastics
Duroplastics
Titanium alloys, 3.7115
medium strength 3.7165
Titanium alloys, 3.7174
high strength
Nickel based alloys, |2.4670
medium strength
Heat resistant nickel | Inconel
based alloys, 718

high strength
Chilled cast iron

Martepuan no DIN Rn/UTS

DIN Description (N/mm?)

St 52 -700

9 SMn 28 -700

Ck 45, 500-950

26 CrMo 4

42 CrMo 4 500-950

50 CrV 4

GS 40 -950

16 MnCr 5 -950

X10Cr 13 500-950

X 12 CrMoS 17

X 35 CrMo 17

42 CrMo 4 950-1400

30 CrNiMo 8

34 CrAl6 950-1400

X 38 CrMoV 5 1 950-1400

X155 CrVMo 12 1

X5CrNi18-10 500-950

X2CrNiMo17-12-2

X6CrNiMoTi17-12-2

X15Cr13 500-950

X17CrNi16-2

X35CrMo17

GG25 100-400
(120-260 HB)

GGL-NiCr 35 2 150-250
(160-230 HB)

GGG60 400-800
(120-310 HB)

GTS55 350-700
(150-280 HB)

Yucr. Fe, cBuHeL -500

Pure iron, lead

AlMg 3 -550

AlZnMgCu 1,5

G-AISi 12 -400

MS63 300-700

CuAl10Ni

MS58 -500

G-MgAI9Zn1 160-300

PVC, OprcTekno 40-70

PVC, acrylic glass

Bakelit, Melamin 20-40

TiAI5Sn2,5 -950

TiAl6V4

TiAlIBSn2 900-1400

NiCr12AI6MoNb -950

NiCr19Fe19NbMo 900-1400

Ni-hard, Ampco | 300-600 HB

1) PekomeHgaumm gns dpes 6e3 nokpbitus Recommended: for uncoated end mills
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PekomeHaauum no pexxumam pe3aHus Anst KoHueBbix dpe3 un ¢pes

HSS-E-PM
AlI2Plus
V¢ (M/min)
90

90
70

60
45

60
20-35

40

40
35

19-35

45

50-70

60

60

90

240

450

140

120

90

350
180

120
30"

20-30"

40

6-8

25

AvameTp dpesbl
Cutting diameter
(mm)

Mopaya Ha 3y6 f,
Ans gpes
Feed per tooth f,
for cutter diameter
dy (mm)

6 8 12
0,052/0,065 0,09

0,052/0,065 0,09
0,045/0,06 0,09

20
0,12
0,12
0,12

32
0,15
0,15
0,15
0,045/0,065 0,09 (0,12 0,15
0,04 /0,052 0,075 0,11
0,052/0,065 0,09 0,11
0,045/0,065/0,09 0,12

0,12
0,15
0,15

0,04 |0,052/0,0750,1 0,12

0,04 |0,0520,075 0,1
0,04 |0,0520,075 0,1

0,12
0,12

0,052/0,065/0,09 0,12 |0,15

0,052/0,065/0,09 0,15

0,078/0,09 |0,12 0,20

0,045/ 0,065 0,09 0,15

0,052/0,065/0,09 0,15

0,052 0,065 0,09 0,12 0,15

0,026/0,04 |0,075/0,12

0,026/0,04 0,0750,12 0,15

0,026/0,04 0,06 0,12 0,15

0,022 0,03 0,07 0,11 |0,15

0,015/0,03 0,05 0,09

0,026 0,04
0,026 0,04

0,06
0,06

0,12
0,11

0,14
0,14

0,026 0,04 0,06
0,016/0,024 0,05

0,12
0,08

0,14
0,1

0,01 /0,018/0,03 |0,06 0,07

0,048 0,06 0,1 |0,12 0,15

0,028/0,034/0,075/0,09 0,11

0,04 0,052 0,075/0,12 0,12

Van
LMT+ FETTE
e’

Koaddu-
LMEeHT
acdhdhekTus.
Efficiency
factor
20

20
18

18
18

18
16

13

15
13

15

15

30

25

24

30

30

30

25

30

35

25
25

25
18

18

14

25



TexHUYecKue peKoMmeHpauun ®opmynbl Ans pacyeTa /R
Technical hints Calculating formulas LMT- FETTE
W’

KoppekTupyowumit KoadduumeHT gnsa ckopocTu pesaHus fo
Cutting speed correction factor f, @
6e3 nokpbiTusa uncoated 2
f1 = 0,6 é
= é
5.
KoppekTupytowmit KoadbuumeHT gnsa ckopoctu pesaHus fo ¢ 3
Cutting speed correction factor f, g{é
=
®pesa c YepHOBOW reomeTpuen ®pesa c YyncTOBOM ®pes3bl Ans na3os
Milling Cutters with roughing-profile reomeTpuen Slotting end mills
Milling cutters with
R
] 2o
2 ‘ £
g2 ‘ 82
o £
a
o2
= W
5
X
8
% o
I II. EfE
o T
O6paboTka |PpesepoBaHune &6
nasa Slotting Milling
2. <0,5-dy A =1-d4 2. =0,1-d4 z=2 z=83|2z=2  z=38
ap<1-d4 ap<1-dy ap <2 -dy
fo = 0,8 0,5 1,0 0,3 0,6 0,7
o
e
T £
22
]
3L
gE
o ©
35
o= A
o @ )
o < H
QN g5
I &=
85
2. <0,2 -dy 2, =0,75 - d4 a,=0,1-d;4 °
a, < 0,05 - dy a, < 0,05 - dy a, < 0,05 - dy H
fo = 0,5 1,0 1,0 g =
© =
OF
CkKopocTb Mopaua ctona O6bem cHUMaemou cTpykm  MoluHocTb
Speed Feed rate Chip removal rate Drive power
Ve - 1000 8 Ap -+ Vf Q
n=-—-———.f vi=f,-z-n-f Q=——"— Pe= =
n-dy T z 1000 °TLF 'H
¢ &
2
a2, = WupwuHa cpeseposanus Width of cut (mm) n = O6opoTbl Speed (Min-) §§
a, = ny6una pesanus Depth of cut (mm) Pe = MowHocTb Drive power (kW) o=
dy = OnameTp cdpesbl Cutter diameter (mm) Q = O6bem cHmaemol cTpyxxku Chip removal rate (cm3/min)
f1 = Koppektupytowmii koadduumeHT Correction factor (ve) Ve = CkopocTb pesaHusa Cutting speed (m/min)
fo = Koppektupytowmii koadduumeHT Correction factor (vy) vi = MuHyTHas nogaya Feed rate (mm/min)

—
N
1]

Mopaya Ha 3y6 Feed per tooth (mm)
LF = KoadhduumeHT adhexkTrBHocTu Efficiency factor (cm3/min/kW)

N
|

= Yucno 3y6bes No. of teeth

OcHacTka
Clamping
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TexHn4eckune pekomeHpauum
Technical hints

Martepuan
Yrnepogucrtas ctanb
ABTOMaTHas ctanb
KoHcTpyKunoHHas
nernpoBaHHas ctasnb
Tepmoo6paboTaHHas
cTanb, CpegHen NpoYH.
CranbHoe nutbe
LlemeHTupyemas ctanb

Hep>caBetoLas ctanb,
heppuTHas, MAPTEHCUTH!

Tepmoo6paboTaHHas
cTasb, BbICOKON NPOYH.
A30TMpoBaHHas cTanb
NHcTpyMeHTanbHast
ctanb (go 45 HRC)
Hep>xaBsetowas ctanb,
ayCTeHUTHast

MapTeHcuTHas ctanb

Cepblii 4yryH

JlernpoBaHHbIin YyryH

YyryH ¢ WwapoBnaHbIM
rpacguTom
KoBkuin 4yryH

TexHUYeCcKn YncTble
MeTansbl, MArkme
AnOMUHWEBBIE CMNaBbl,
OJIMHHAs CTPYXXKa
AntoMUHVEBbIE CMaBbl,
KOPOTKas CTPYy>KKa
MepHble cnnasbl,
DOJIMHHAsA CTPY>XKa
MepgHble cnnasbl,
KOPOTKasi CTPy>KKa
MarHueBble crnnasbl

TepmonnacTbl

PeakTonnacTtbl
pacput

TwTaHoBbIE CNNaBbl,
cpefHei NpoYHOCTH
TuTaHoBble cnnassl,
BbICOKOW MPOYHOCTYN
Cnnasbl Ha OCHOBE
HVKensi, cpegHelt MPoYH.
Cnnasbl Ha OCHOBE
HVKens,

BbICOKOW NPOYHOCTUN
OT6eneHHbI 4yryH

www.itmash.ru

Material

Plain carbon steel
Free cutting steel
Structural low
alloy steel
Heat-treatment steel,
medium strength
Cast steel

Case hardening
steel

Stainless steel,
ferritic, martensitic

Heat-treatment
steel, high strength
Nitriding steel

Tool steel

(to 45 HRC)
Stainless steel,
austenitic

Maraging steel

Grey cast iron

Alloyed grey cast
iron
Nodular cast iron

Malleable cast iron

Pure metals, soft

Aluminium alloys,
long chipping
Aluminium alloys,
short chipping
Copper alloys,
long chipping
Copper alloys,
short chipping
Magnesium alloys

Thermoplastics

Duroplastics
Graphite

Titanium alloys,
medium strength
Titanium alloys,
high strength
Nickel based alloys,
medium strength
Heat resistant nickel
based alloys,

high strength
Chilled cast iron

Ne
marep.
Material
No.

1.0052
1.0715
1.1191
1.7219
1.7225
1
1
1

3.3535
3.4365
3.2581

2.0320
2.0975
2.0402

3.5912

3.7115
3.7165
3.7174

2.4670

Inconel
718

Marepuan no DIN
DIN Description
St 52

9 SMn 28

Ck 45,

26 CrMo 4

42 CrMo 4

50 CrV 4

GS 40

16 MnCr 5

X10Cr 13

X 12 CrMoS 17

X 35 CrMo 17

42 CrMo 4

30 CrNiMo 8

34 CrAl6

X 38 CrMoV 5 1
X155 CrVMo 12 1
X5CrNi18-10
X2CrNiMo17-12-2
X6CrNiMoTi17-12-2
X15Cr13
X17CrNi16-2
X35CrMo17
GG25

GGL-NiCr 35 2

GGG60

GTS55

Yucrt. Fe, cBuHeL
Pure iron, lead
AlMg 3
AlZnMgCu 1,5
G-AISi 12

MS63
CuAI10Ni
MS58

G-MgAI9Zn1

PVC, oprcTeksno
PVC, acrylic glass
Bakelit, Melamin
Graphite
TiAI5Sn2,5
TiAl6V4

TiAIBSN2

NiCr12Al6MoNb

NiCr19Fe19NbMo

Ni-hard, Ampco

Rn/UTS
(N/mm?)
-700
-700
500-950
500-950

-950
-950

500-950

950-1400

950-1400
950-1400

500-950

500-950

100-400
(120-260 HB)
150-250
(160-230 HB)
400-800
(120-310 HB)
350-700
(150-280 HB)
-500

-550

-400
300-700
-500
160-300
40-70
20-40

-950
900-1400

-950

900-1400

300-600

6e3
NOKPbITUS
uncoated

45

45

40

40

35
45

20

25

25
25

30

30

25

40

40

55

180

350

90

75

60

300

130

80

260
16

HSS-E
Al2Plus
Ve
(m/min)
60
60
50
50

45
55

30

35

0,35
35

40

40

40-60

50

50

70

220

400

120

100

75

350

160

100

25"

120

20

10

20

PekomeHpauum no pexxumam pesaHusi Ans HacaaHbix pes n3 HSS-E-PM  ~,
Cutting data recommendations for shell end mills HSS-E-PM

AvameTp cdpesbl
Cutting diameter (mm)

Mopaua Ha 3y6 f,
Ans cpes auameTpom
Feed per tooth f,
for cutter diameter
d4 (mm)

40
0,16
0,16
0,12

50 63
0,18 | 0,20
0,18 | 0,20
0,14 0,15

80
0,22
0,22
0,17
0,12 0,14 |0,15| 0,17
0,10
0,15

0,11
0,16

0,12
0,18

0,13
0,20
0,12 /0,14

0,15 0,17

0,10 0,12 0,13
0,10

0,10

0,11
0,11

0,12
0,12

0,13
0,13

0,12 0,14/ 0,15/ 0,17

0,12 /0,14 |0,15|0,17

0,15 /0,16 | 0,18 | 0,20

0,15/0,16 0,18 0,20

0,15/ 0,16 | 0,18 | 0,20

0,15/0,16 0,18 0,20

0,13 0,14/ 0,16 | 0,18

0,12 /0,14 |0,15| 0,17

0,12 0,14/ 0,15/ 0,17

0,16 | 0,18 | 0,20

0,13 0,14 0,15

0,13/ 0,14

0,12 0,15/ 0,17

0,10 0,12 /0,13

0,09 0,10|0,11|0,12

0,06 0,07 0,08 | 0,09

0,10 0,11|0,12 /0,13

0,08 0,09 | 0,10

0,06 0,07 0,08 0,09

LMT+ FETTE
e’

Koadpm-

LMeHT
adpekT.
Efficiency
factor
LF
20
20
18
18

18
18

16

13

15
13

15

15

30

25

24

30

30

30

25

30

35

25

25

25

18

16

18

14

25

1) PekomeHgaumm ans gpes 6e3 NoKpbITUs
Recommended: for uncoated end mills



TexHu4YecKue pekomeHpauumn

Technical hints

PekomeHpaLmm no pexxumam pe3aHus TPEXCTOPOHHUX 1
npocdunbHbix ppe3 ns HSS-E
Cutting data recommendations for side milling cutters
and form milling cutters HSS-E

N
LMT+ FETTE
e’

TpexcTopoHHue MpodunbHblie pesbl
Side milling cutters Form milling cutters
Koadduu.
TE 3¢(?Je-KTI/IB.
HoMep Efficiency
Material MaTepuan no DIN Rm/UTS  vc f. Ve f. factor
Martepuan Material No. DIN Description (N/mm?) (m/min) (mm) (m/min) (mm) LF
Yrnepoguctasa ctanb Plain carbon steel 1.0052 | St52 =700 35 0,1 45 0,07 20
ABsTOMaTHas ctanb Free cutting steel 1.0715 |9 SMn 28 -700 35 0,1 45 0,07 20
KoHcTpyKunoHHas Structural low 1.1191 | Ck 45, 500-950 25 0,08 36 0,06 18
nervposaHHas ctanb alloy steel 1.7219 |26 CrMo 4
TepmoobpaboTaHHas Heat-treatment steel, | 1.7225 | 42 CrMo 4 500-950 25 0,08 36 0,06 18
cTanb, cpegHel NpoYyH. | medium strength 1.2251 50Crv4
CTanbHoe NuTbe Cast steel 1.0416 | GS 40 -950 25 0,06 25 0,05 18
LlemeHTupyemas ctanb | Case hardening 1.7131 |16 MnCr 5 -950 30 0,06 45 0,05 18
steel
Hep>xaBetoLyasn Stainless steel, 1.4006 | X10Cr13 500-950 20 0,06 20 0,03 16
cTanb, pepputHas, ferritic, martensitic 1.4104 X 12 CrMoS 17
MapTeHcuTHas 1.4122 X 35 CrMo 17
Tepmoob6paboTaHHas Heat-treatment 1.7225 42 CrMo 4 950-1400 20 0,06 25 0,03 13
cTanb, BbICOKOW NpoyH. | steel, high strength | 1.6580 | 30 CrNiMo 8
AsoTtupoBaHHas ctanb | Nitriding steel 1.8504 | 34 CrAl6 950-1400 20 0,06 16 0,03 15
NHcTpymeHTanbHas Tool steel 1.2343 | X 38 CrMoV 5 1 950-1400 20 0,06 16 0,03 13
cTanb (go 45 HRC) (to 45 HRC) 1.2379 X155 CrVMo 12 1
M | HepxaBetowas ctanb, | Stainless steel, 1.4301 | X5CrNi18-10 500-950 25 0,08 28 0,03 15
aycTeHuTHas austenitic 1.4404 | X2CrNiMo17-12-2
1.4751 | X6CrNiMoTi17-12-2
MapTeHcuTHas ctanb Maraging steel 1.4024 | X15Cr13 500-950 25 0,08
1.4057 | X17CrNi16-2
1.4122 | X35CrMo17
Cepblii 4yryH Grey cast iron 0.6025 | GG25 100-400 30 0,08 36 0,08 30
(120-260 HB)
JlernpoBaHHbIN YyryH Alloyed grey cast 0.6678 ' GGL-NiCr 35 2 150-250 25 0,06 28 0,06 25
iron (160-230 HB)
YyryH ¢ waposuaHbiM | Nodular cast iron 0.7060 | GGG60 400-800 35 0,06 45 0,06 24
rpacgutom (120-310 HB)
KoBkuin 4yryH Malleable cast iron 0.8155 | GTS55 350-700 40 0,08 56 0,06 30
(150-280 HB)
N  TexHu4eckun 4ncTble Pure metals, soft YucTtol Fe, cBuHey, -500 140 0,1 200 0,08 30
MeTanbl, MAarkue Pure iron, lead
AntomyHueBble cnnasbl, | Aluminium alloys, 3.3535 | AlMg 3 -550 350 0,1 355 0,07 30
[LJIMHHAA CTPY>KKa long chipping 3.4365 | AlZnMgCu 1,5
AntomuHreBble cnnaebl, | Aluminium alloys, 3.2581 | G-AISi 12 -400 80 0,1 90 0,06 25
KOPOTKas CTPYy>XKa short chipping
MepHble cnnasbl, Copper alloys, 2.0320 H MS63 300-700 50 0,12 45 0,08 30
[OJIHHAA CTPY>XXKa long chipping 2.0975 | CuAlI10Ni
MepHble crnnasbl, Copper alloys, 2.0402 A MS58 -500 50 0,12 56 0,06 35
KOpOTKas CTpy>Ka short chipping
MarHuesble cnnasbl Magnesium alloys 3.5912 | G-MgAI9Zn1 160-300 350 0,1 355 0,06 25
TepmonnacTbl Thermoplastics PVC, OprcTekno 40-70 100 0,1 150 0,07 25
PVC, acrylic glass
PeakTtonnactbl Duroplastics Bakelit, Melamin 20-40 60 0,08 90 0,08 25
S TwuTaHoBble cnaskl, Titanium alloys, 3.7115 | TiAlI5Sn2,5 -950 20 0,07 22 0,04 18
cpefgHen Npo4YHOCTN medium strength 3.7165 | TiAl6V4
TuTaHoBble crnnassbl, Titanium alloys, 3.7174 | TiAI6BSn2 900-1400 12 0,06 10 0,03 14
BbICOKOW MPOYHOCTY high strength
CnnaBbl Ha OCHOBE Nickel based alloys, | 2.4670 | NiCr12AI6MoNb -950 20 0,08 25 0,06 18
HUKens, cpegHeln NpoyH. medium strength
CnnaBbl Ha OCHOBE Heat resistant nickel | Inconel | NiCr19Fe19NbMo 900-1400 12 0,05 12 0,04 16
HUKens, based alloys, 718
BbICOKOW NPOYHOCTUN high strength
H Ot6eneHHbiin 4yryH Chilled cast iron Ni-hard, Ampco 300-600 12 0,04 16 0,03 25
www.itmash.ru A.81
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CMeHHbIe NAacTUHbI
Indexable inserts

3y6othpesepoBaHne
Gear cutting

Touenne
Turning

CsepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping
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Attachment
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TexHu4YeckKne pekomeHgauum PekomeHpauum no pexxumam pesaHus ans hacoHHbIX hpes ¢ /|
Technical hints xBocToBuKom HSS-E LMTFETTE
Cutting data recommendations for form milling cutters with shank ) —g
HSS-E
Mopaua Ha 3y6 f, Kootbdu-
ANs pnameTpa
Feed per tooth f, AT
Ne DIN for cutter diameter apexTn
matep. OnucaHue d1 (mm) Efficiency
Material | DIN Rn/UTS | vc factor
Marepuan Material No. Description (N/mm?) (m/min) 5 8 12 20 32 >50 LF
Yrnepogucrtas ctanb Plain carbon steel 1.0052 St 52 -700 35 0,03 0,05 0,06 0,08 0,09 0,1 20
ABTOMaTHas ctanb Free cutting steel 1.0715 9 SMn 28 -700 35 /0,03 |0,05 0,06 0,08 0,09 0,1 20
KOHCTpyKLMOHHasA Structural low 1.1191 Ck 45, 500-950 28 /0,025 0,0450,06 0,08 0,09 0,1 18
JlermpoBaHHas ctasb alloy steel 1.7219 26 CrMo 4
TepmoobpaboTaHHas Heat-treatment steel, | 1.7225 | 42 CrMo 4 500-950 28 0,0250,05 0,06 0,08 0,09 0,1 18
cTanb, cpegHen npo4yH. | medium strength 1.2251 50 CrV 4
CranbHoe nuTbe Cast steel 1.0416  GS 40 -950 20 |0,0250,04 0,05 0,08 0,09 0,1 18
LlemenTnpyemas ctans | Case hardening steel | 1.7131 16 MnCr 5 -950 35 /0,03 0,05 0,06 0,08 0,09 0,1 18
Hep>xaBetowas ctanb, | Stainless steel, 1.4006 X10Cr13 500-950 15 10,025 0,04 0,05 0,06 0,07 0,09 16
hepputHas, ferritic, martensitic 1.4104 X 12 CrMoS 17
MapTeHCcUTHas 1.4122 X 35 CrMo 17
TepmoobpaboTaHHas Heat-treatment steel, | 1.7225 | 42 CrMo 4 950-1400 20 0,02 0,04 0,05 0,08 0,09 0,1 13
cTanb, BbICOKON NpoyH. | high strength 1.6580 | 30 CrNiMo 8
AsoTupoBaHHasi ctanb | Nitriding steel 1.8504 | 34 CrAl6 950-1400 20 (0,02 0,04 0,05 0,08 0,09 0,1 15
NHcTpymeHTanbHas Tool steel 1.2343 X 38 CrMoV 5 1 950-1400 20 0,02 0,04 0,05 0,08 0,09 0,1 13
ctanb (go 45 HRC) (to 45 HRC) 1.2379 X155 CrVMo 12 1
HepxaBetowas ctanb, | Stainless steel, 1.4301 X5CrNi18-10 500-950 22 0,025/0,05 0,06 0,07 0,08 0,09 15
aycTeHuTHas austenitic 1.4404 | X2CrNiMo17-12-2
1.4751 X6CrNiMoTi17-12-2
MapTeHcuTHas ctanb Maraging steel 1.4024 X15Cr13 500-950 22 0,0250,05 0,06 |0,07 0,08 0,09 15
1.4057 | X17CrNi16-2
1.4122 | X35CrMo17
Cepblii YyryH Grey cast iron 0.6025 | GG25 100-400 25 0,04 0,07 0,08 0,1 0,12 0,15 30
(120-260 HB)
JlervnpoBaHHbIn YyryH Alloyed grey cast iron | 0.6678 GGL-NiCr 35 2 150-250 22 /0,03 |0,05 0,06 0,08 0,09 0,1 25
(160-230 HB)
YyryH ¢ WwaposugHbIM Nodular cast iron 0.7060 GGG60 400-800 35 /0,02 0,05 0,06 0,1 0,12 0,15 24
rpacutom (120-310 HB)
KoBkuii 4yryH Malleable cast iron 0.8155 GTS55 350-700 42 0,02 0,05 0,06 0,14 0,12 (0,15 30
(150-280 HB)
TexHU4YecKn YncTble Pure metals, soft YucrT. Fe, cBuHey, -500 100 0,03 0,05 0,06 0,08 0,09 0,1 30
MeTannbl, MArkme Pure iron, lead
AntoMuHMeBble cnnasbl, | Aluminium alloys, 3.3535 | AlIMg 3 -550 250 0,03 0,03 0,03 0,03 0,03 0,03 30
OJIMHHAsA CTPy>KKa long chipping 3.4365 | AlZnMgCu 1,5
AntomuHueBble cnnasebl, | Aluminium alloys, 3.2581 G-AISi 12 -400 70 0,02 /0,025 0,03 0,04 0,06 0,1 25
KOpOTKas CTpy>Ka short chipping
MepHble cnnasbl, Copper alloys, 2.0320 MS63 300-700 35 10,03 0,05 0,06 0,08 0,09 0,1 30
OJIMHHAsA CTPY>KKa long chipping 2.0975 CuAl10Ni
MegHble cnnaBbl, Copper alloys, 2.0402 MS58 -500 42 0,02 0,025 0,03 |0,04 0,06 0,09 35
KOpOTKas CTpy>kKKa short chipping
MarHuesble cnnasbl Magnesium alloys 3.5912 G-MgAI9Zn1 160-300 250 |0,04 /0,05 0,06 0,08 0,1 [0,12 25
TepmonnacTbl Thermoplastics PVC, OprcTekno 40-70, 120 0,03 0,04 0,05 0,06 0,08 0,1 25
PVC, acrylic glass
PeakTonnacThbl Duroplastics Bakelit, Melamin 20-40 70 /0,03 |0,04 0,05 0,06 0,08 0,1 25
TuTaHoBble CraBbl, Titanium alloys, 3.7115 TiAI5Sn2,5 -950 22 0,014/0,024 0,05 0,08 0,08 0,1 18
cpepHel NpoO4YHOCTM medium strength 3.7165 TiAl6V4
TvTaHoBbIE CNNaBbl, Titanium alloys, 3.7174 | TiAI6BSNn2 900-1400 12 0,01 0,018/0,04 0,06 0,07 0,08 14
BbICOKOW NMPO4YHOCTU high strength
CnnaBebl HA OCHOBE Nickel based alloys, |2.4670 NiCr12AI6MoNb -950 20 0,02 0,048 0,09 0,12 0,09 0,1 18
HUKens, medium strength
CpefHen NPoYHOCTU
CnnaBsbl Ha OCHOBE Heat resistant nickel | Inconel | NiCr19Fe19NbMo 900-1400 10 0,01 0,028 0,06 0,07 0,08 0,09 16
HUKens, based alloys, 718
BbICOKOW MNPOYHOCTYN high strength
OT6€eneHHbIN YyryH Chilled cast iron Ni-hard, Ampco 300-600 12 |0,012/0,04 0,05 |0,08 0,09 0,1 25



TexHn4yecKue pekomeHpauumn ®opmynbl Anst pacyeTa /R
Technical hints Calculating formulas LMT. FETTE
)

KoppekTupytowmit KoadhuumeHT gnsa ckopocTu pe3aHus f4
Cutting speed correction factor f;

c nokpbiTuem coated 6e3 nokpbiTusa uncoated
fi = 1,0 0,8

KoppekTupyrouwuii koadhuumneHT ana ckopoctu pesaHus f;/Koppektupyrowmin koacduumeHT f, ana ¢ppes ans o6paboTkm
TecToBbix 06pa3LoB
Cutting speed correction factor f;/Feed rate correction factor f; for notched-bar impact test milling cutters

Mopagynb m Module m (mm) 1 3 5 10 20 >30

War T Pitch T (mm) 2,5 10 20 30 - -
fi = 1 1 0,9 0,85 0,6 0,5
fo = 1 1 1 1,2 1,5 1,5

KoppekTupytowmit KoadduumeHT gns ckopoctu pesaHus fo
Cutting speed correction factor f,

TpexcTopoHHMe pe3bl, CMELLEHHbIN 3y0 ®pe3bl 4N 06paboTKn TeCcToBbIX 06pa3LoB
Side milling cutters, staggered tooth Notched-bar impact tests milling cutters
b=ap

N\

d4
di| —H-ff-
NN
] 2 s~ 0,1 dy k b
fo = 0,5 CMOTPMU BblILLE See above
T-cnot cpesbl ®dacouyHble Ppesbl ®pes3bl ANA CKpyrneHnn
T-Slot milling cutters Angle milling cutters Corner rounding cutters

S

7

fo = 0,5 1,0 1,0
O60opoThi MuHyTHas nogava O6bemM cHUMaemown CTpyXku | MowHocTb
Speed Feed rate Chip removal rate Drive power
Ve - 1000 8g - Ap - Vf Q
n=-—-———.f vi=f,-z-n-f Q=——"— Pe= =
nody o 2 1000 T LF
a. = LupuHa dpeseposanHus Width of cut (mm) n = O6opoTbl Speed (Min~)
ap = nybuHa pesanusa Depth of cut (mm) Pe = MowHocTb Drive power (kW)
di = OnameTp pesepoBaHus Cutter diameter (mm) Q = O6bem cHmaemol cTpyxxku Chip removal rate (cm3/min)
f1 = KoppekTtupytowumii koadduumneHT Correction factor (v¢) Ve = CkopocTb pesanusa Cutting speed (m/min)
f, = KoppekTtupytowumii koadduumneHT Correction factor (vy) vi = MuHyTHas nogada Feed rate (mm/min)
f, = MNopaya Ha 3y6 Feed per tooth (mm) z = Yucno 3y6beB No. of teeth

LF = KoadbuumeHT achdektusHocTu Efficiency factor (cm3/min/kW)
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®dpe3epoBaHMe CO CMEHHbIMU NJIaCTUHAMU
Milling with indexable inserts
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A.86 Ta6nuua ans BbiGopa
Selection table

A.98 ®pe3bl ana TopueBoro ppesepoBaHna
Face milling cutters

A.111  ®pe3bl gna Topuesoro ¢pesepoBaHust
Face milling cutters

A.123 MopynbHaa cdpesa Multi Mill
Cartridges system

A.126 ®pe3bl ans paboTbl C BbICOKON noga4ei
High feed milling cutters

CMeHHbIe NNacTHHbI

Indexable inserts

A.134 ®pe3bl gnsa npodunbHoro pesepoBaHus
Copy milling cutters

A.178 ®dacouHble ppesbl
Bevel milling cutters

A.180 ®pe3bl ons nNony4yeHus NasosB
Form milling cutters

3y6otpesepoBaHne
Gear cutting

A.181 TpexcTopoHHue dpe3bl
Side milling cutters

A.183 1D-®pe3epHaqa cuctema
1D-Milling cutter systems

A.185 TnacTuHbl
Inserts

Touenne
Turning

A.186 TpuHapneXxHOCTU 1 3anacHble YacTu
Accessories and spares

A.187 WHcTpyKuuUmn no c60pKe 1 perynmpoBke
Assembly and adjustment instructions

CsepneHue

A.189 ®pe3bl Feed-Jet 5
Feed-Jet
A.191 TnacTuHbl
Inserts 9
2
A.192 3anacHble 4acTun g_g’
Spare parts Eg
oE

A.193 WHCTPYKUMSA NO perynuposke
Adjustment instruction

A.194 PekomeHaauuu No pexumam pe3aHus
Cutting data recommendations

PesbGoHakaTka
Threading Rolling

KpyTawmin MOMeHT

Torques

A.99 LMT Fette ¢ppe3sbl O CMEHHbIMYK MNacTUHaAMM
LMT Fette Indexable insert cutters

A.156 LMT Kieninger dpesbl CO CMEeHHbIMY NaacTuHaMmm
LMT Kieninger Indexable insert cutters

OcHacTka
Clamping
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Ta6nuua gns BbiGopa
Selection table

®pe3bl CO CMEHHbIMU NIacTMHaMu
Indexable insert cutters

Yucno MnacTtuHa
3y6beB Yron B nnaHe pasmep
Kat. Ne Tun ot - oo | Number | Setting angle | Indexable
Cat.-No. Type from-to | of teeth K insert size
m EMU 90 IK Univex Premium ronoska BBUH4YMBaKOLLASCA 12-20 2-4 90° AD_X 0602...
S 90°
Univex Premium screw on type 90° 20-32 3-6 AD_X 09083...
32-40 4-6 AD_X 1204
| EMU90 IK Univex Premium KoHueBas dpesa 90° 10-25 1-6 90° AD_X 0602...
Univex Premium end mills 90°
16-32 2-6 AD_X 0908...
20-40 2-6 AD_X 1204
25-40 2-4 AD_X 1705...
I EMU90 IK Univex Premium koHueBas pesa 90° ceepx- 25-40 2-4 90° AD_X 1705...
ONUHHas
Univex Premium end mills 90° extra long
FMU90 IK Univex Premium TopueBas ¢pe3sa 40-63 4-9 90° AD_X 1204
Univex Premium face milling cutter
40-100 4-9 AD_X 1705...
ERU 90 Univex yepHoBas cpesa 90° 25-32 2 90° AD_X 0903...
Univex roughing milling cutters 90°
FRU 90 Univex yepHoBas ¢pesa 90° 50-63 3-4 90° ADMX
Univex roughing milling cutters 90° 12T306ER
FMT90 11260 | Twincut Topuesas ppesa 90° 40-63 5-7 90° SPKX 090406
Twincut face milling cutter 90°
50-160 4-9 SPKX 120508
FMN45 IK MultiEdge Double8 Topuesas dpesa 32-63 3-9 45° ONGU 0505
MultiEdge Double8 face milling cutter
50-160 4-19 ONGU 0606
FCT45 MultiEdge TopueBas n npodunbHas dpesa 42-80 4-7 45° OCKX 0505
MultiEdge face and copying cutter
RCKX 1205
SAHT 1005
52-160 4-9 45° XOKX 1606
RCKX 1606
OCKX 0606
SAHT 1306
XCKX 1606

IC = BHyTpeHHuin nogsog COX Internal cooling
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ap Milling process Cutting materials IC Adaption Application Page
5,56 | ®peseposaHue yctynos | LC240T LC610T LW610 | Pe3bba A.98
Corner milling Thread @ @ @ @ A.100
8,5 LC240T LCK10M LC610T A.102
®peseposBaHue nasos  LW610
Slot milling
12 Topuesoe LC240T LCK10M LC610T
thpesepoBaHne LW610 LC610Q LCM44M
Face milling LCM40M
5,5 LC240T LCK10M LC610T | XBOCTOBMK A.98
LW610 Shank @ @ @ @ A.100
8,5 LC240T LCK10M LC610T A.102
LW610 LCM44M LCM40M A.105
12
16,5 LC240T LC610T LW610
LCK10M LCM44M LCM40M
16,5 LC240T LC630T LC610T | XBOCTOBUK @ @ @ A.105
LW610 LCK10M LCM44M Shank
LCM40M
10 ®pesepoBaHue yctynos | LC240T LCK10M LC610T | Onpaska @ @ @ @ A.103
Corner milling LW610 LCM44M LCM40M Bore
15 LC240T LC610T LW610 @ @ @ @ A.106
LCK10M LCM44M LCM40M
16-37 | ®pesepoBaHue yctynos | LC240T LC610T XBOCTOBMK A.108
Corner milling Shank @ @ @ @
28-54 | ®peseposanue yctynos | LC240T LC610T LW610 OnpaBka A.108
Corner milling Bore @ @ @
7 ®pesepoBaHue yctynos | LC240T LC610T OnpaBka A.110
Corner milling Bore @ @
10 LC240T LC225T LC610T
LW610
3 Topuesoe LCK10M LC240T LC225T | OnpaBka A111
(hpesepoBaHne LC610T Ot up to Bore @
4 Face milling 100
3 Topuesoe LC280QN LC610Q | OnpaBka @ A.113
¢pesepoBaHne LC240T LC610T Bore
Face milling LCK10M
4
MpodunsHoe
4 hpeseposaHne LC240T LC610Q LC610T @ @
Copy milling LW610 LC440T LC444W
LCK10M
5 LC280QN LC610Q LC240T @ @
LC225T LC610T LC610Q
6 LCK10M LC280QN LC240T @ @
LC610T LW610
4 LCK10M LC280QN LC240Q
LC240T LC225T LC610T @ @
LW610 LC610Q
6 LC240T LC610Q LC610T @ @
LW610 LC440T LC444W
LCK10M
1,8 LC240T LC610T LC610Q

B0

M = pocTtynHo available
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Ta6nuua gns BbiGopa
Selection table

®pe3bl CO CMEHHbIMU NacTMHaMu
Indexable insert cutters

Yucno MnactuHa
3y6beB  Yron B nnaHe pasmep
Kat. Ne Tun ot - oo | Number | Setting angle | Indexable
Cat.-No. Type from-to | of teeth K insert size
UFC UFC yHuBepcanbHas Topuesas dpesa 25-32 2-3 R 10 42
UFC unversal face milling cutters
40-125 4-12
FMV45 MultiEdge TopueBas dpesa 45° 32-63 4-7 45° SAHT 1005
L MultiEdge-Inox face milling cutter AA-ER
: 50-160 4-9 45° SAHT 1306
AA-EN
FMT45 11250 | Twincut Topuesas dpesa 45° 32-63 4-7 45° SNKX 0904 AN
Twincut face milling cutter 45°
40-160 3-9 SNKX 1205 AN
SNKQ 1205 AN
FMT45 Twincut Topuesas hpesa 45° 80-315 10-36 45° SNKQ 1205 AN
11250-12 EF Twincut face milling cutter 45°
SNKU 1205
AN-TR
MM Multi-Mill Topuesas dpesa 100-500 6-52 | 45°/75°/ 87°/ | CMeHHble
Multi-Mill face milling cutter 90° KapTpuoKu
Variable
cartridges
ECP IK MultiEdge 3Feed BBMH4YMBatoLLasica pesa 16-25 2-4 XPHW
MultiEdge 3Feed screw-on type end mill
E MultiEdge 3Feed koHLUeBas dpesa 16-25 2-4
- MultiEdge 3Feed end mill
ECP V07 IK MultiEdge 4Feed BBuH4MBalOLWancsa pesa 20-35 2-5 XCN_070308
! MultiEdge 4Feed screw-on type end mill SN-TR
E MultiEdge 4Feed koHueBas dpesa 20-32 2-4
MultiEdge 4Feed end mill
ECP V09 IK MultiEdge 4Feed BBMH4YMBatoLLasica pesa 32-42 3-5 XCN_09T312
! MultiEdge 4Feed screw-on type end mill SN-TR
E MultiEdge 4Feed koHueBas dpesa 32 3-4
MultiEdge 4Feed end mill
FCP V09 IK MultiEdge 4Feed TopueBas dpesa 42-52 3-6 XCN_09T312
. MultiEdge 4Feed face milling cutter SN-TR
R FCP V12 IK MultiEdge 4Feed TopueBas dpesa 42-100 3-10 XCN_120520
MultiEdge 4Feed face milling cutter SN-TR
1D-HSC-MK | 1D-HSC-¢pesa ons topuesoro dpesepoBaHusi|  63-80 4-6 75°-90° IT 01-06
1 (hpesepoBaHns yCTyrnos SEHT 12
1D-HSC-milling cutter — face and angle ADHT 12
milling cutter 80-400 32

IC = BHyTpeHHuin nogsop COX Internal cooling
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ap Milling process Cutting materials IC Adaption Application Page
Topuesoe DP 012 Onpaska A.116
hpesepoBaHne BN 081 Bore @ @
Face milling
XBOCTOBMK
Shank
4 Topuesoe LC240T LC610Q LC610T | OnpaBka A.122
(hpesepoBaHne LW610  LC440T LC444W Bore @ @ @ @
6 Face milling
5 Topuesoe LC240T LC230F LC225T | OnpaBka A.118
(hpesepoBaHne LC610T LW610 Bore @ @ @
Face milling
7 LC240T LC230F LC225T
LC610T LW610
7 LC610T LW610 LCK10M
7 TopueBoe LC610T LCK10M Onpaska A.120
(hpesepoBaHne Bore @
Face milling
7 LC280QN LC610Q LC610T @
LCK10M
Topuesoe LC240Q LC240T LC230F OnpaBka A.123
thpesepoBaHne LC225T LC440T LC444W Bore @ @ @ @ @ @
Face milling LC615E LC610T LW610
LC240T LC230F LC225T @ @ @
LC610T
1,0 ®dpesepoBaHe LC280QN LC610Q | Pesbba A.126
BbICOKOW nogaven Thread @ @ @
High feed cutting
XBOCTOBMK
Shank
1,0 PdpesepoBaHue ¢ LCK10M LC280QN LC610Q | Pesbba A.128
BbICOKOV nogaven LC610T Thread @ @
High feed cutting
XBOCTOBMK
Shank
1,2 ®dpesepoBaHue ¢ LCK10M LC280QN LC610Q | Pesbba A.129
BbICOKOW nogaven LC610T Thread @ @ @
High feed cutting
XBOCTOBMK
Shank
1,5 dpesepoBaHue ¢ LCK10M LC280QN LC610Q [ | OnpaBka @ @ @ A.130
BbICOKOV nopaven LC610T Bore
High feed cutting
10,2
Topuesoe LW610 | | HSK - A63 A.183
(hpesepoBaHne DP.. @
Face milling
DIN 8030

M = pocTtynHo available
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Ta6nuua gns BbiGopa
Selection table

®pesbl CO CMEHHbIMU NacTUHaMM

Indexable insert cutters

Yucno MnactuHa
3y6beB Yron B nnaHe pasmep
Kat. Ne Tun ot - oo | Number | Settingangle | Indexable
Cat.-No. Type from-to | of teeth K insert size
Feed-Jet Feed-Jet 63-80 8-10 75°-90° MnactnHa ¢
¥ Feed-Jet PCD
63-125 8-16 PCD insert
ACU-Jet ACU-Jet Premium npodunbHas KoHueBas 20-25 3-5 RD.. 07
! hpesa
ACU-Jet Premium copy end mills 20-25 2-3 RD.. 10
24-42 2-5 RD.. 12
52 6
52-66 5-6 RD.. 16
ACU-Jet plus 32-100 2-8
.
v ECG V08 Finish-Line yHnBepcanbHas pesa 20-40 2-5 90° CPHX 08
@ Finish-Line universal cutter
i
FCG V08 42-66 5-7 90°
ECT THR Twincut npocdunbHas BBMHYMBAIOLLASICS 10-32 2-7 3aBucut ot | RCHX 05T1 MO
11467 dpesa TOSILMHbI
. Twincut copying screw-on type cutter MnaacTUHbI
15-20 2-4 Dependent on | RCHX 0702 MO
depth of insert
16-25 2-4 RCHX 0803 MO
20-35 2-4 RCHX 10T3 MO
25-40 2-4 RCHX 1205 MO
32 2 RCHX 1606 MO
FCT 11355 Twincut npocdunsHas ppesa 42 5 RCHX 10T3 MO
Twincut copying milling cutter
52-66 5-6 RCHX 1205 MO
66-125 5-8 RCHX 1606 MO

IC = BHyTpeHHuin nogson COX Internal cooling
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ap Milling process Cutting materials IC Adaption Application Page
®dpesepoBaHue ¢ DP.. | HSK - A63 A.189
BbICOKOI nogayen @
High feed cutting DIN 8030 A.189
1,5 MpodunbHoe LC228E | Pe3bba @ A.134
hpesepoBaHne LC225T Thread
2 Copy milling LCKP28M
2,5
| OnpaBka A.134
Bore
3
1 MpodunbHoe LC610Z | Pe3bba @ @ @ A.142
thpesepoBaHne BNO025 Thread
Copy milling
1 | OnpaBka A.142
Bore
1 MpodunbHoe LC240T LC225T LC610T Pesbba @ @ @ A.136
(hpesepoBaHne LW610 LC603Z Thread
Copy milling
2 LC240T LC225T LC610T
LW610 LC603Z
2,5 LC240T LC610T LW610
LC603Z
3,0 LC240T LC610T LW610
LC603Z
4
7
3 MpodurnbHoe LC240T LC610T LW610 OnpaBka @ @ @ @ A.137
hpesepoBaHne LC603Z Bore
Copy milling
4

M = pocTtynHo available
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Ta6nuua gna Bbi6bopa
Selection table

KaT. Ne
Cat.-No.

®pesbl CO CMEHHbIMU NIacTUHaMM
Indexable insert cutters

Tun
Type

oT - A0

from-to | of teeth

Yucno

3y6beB  Yron B nnaHe
Number | Setting angle

K

MnacTtuHa
pa3mep

Indexable
insert size

&, ECZTHR
@ -

‘ ECZ 11460

FCZ 11350

EBT THR
11497

MpodunbHas hpesa, BBUHYMBAOLLAACSA
ronosKa
Copying screw-on type cutter

MpodunbHble KOHUEBbIE (hpesbl
Copying end mills

MpodunsHas ppesa
Copying milling cutter

BeurH4YmBaroLmecs hpesepHble rofoBKM
Twincut ball nose copying screw-on type
roughing cutter

IC = BHyTpeHHuIn nogog COX Internal cooling
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8-20

12-35

16-20

20-42

24-40

24-42

32

20

25-32

32-40

42-52

52-66

52-66

66-80

20

25

32

40

50

1-5

2-6

2

2-5

2-4

2-4

2-3

3-4

3aBucut ot
TONLLUNHBI
nnacTuHbl
Dependent on
depth of insert

RDHX 0501 MO

RDHX 0702 MO

RDHW 0802 MO

RDHW 1003 MO

RDHW 12T3 MO

RDHX 12T3 MO

RDHW 1604 MO

RDHW 0802 MO

RDHW 1003 MO

RDHW 12T3 MO

RDHW 1003 MO

RDHX 12T3 MO

RDHW 12T3 MO

RDHW 1604MO

1179-25
CCMT 060204

1179-35
CCMT 080308

1179-45
SNKX 0904AN

1179-55
SNKX 1205AN
1179-65
SNKX 1205AN
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max. tpesepoBaHus Pexywuin matepuan KpenneHune MpumeHseMmocTb CTp.
ap Milling process Cutting materials IC Adaption Application Page
1 MpodunbHoe LC240T LC610T LC603Z Pesbba @ @ A.139
hpesepoBaHne Thread
2 Copy milling LC240Z LC610T LC603Z @ @ @
2,5 LC240T LC225T LC610T @ @
LC603Z
3 LC240T LC225T LW610
LC610T LC603Z @ @ @ @
4 LC240T LC225T LW610 @ @ @
LC610T LC603Z
4 LC240T LC225T LC610T @ @
LC603Z
6 LC240T LC225T LWwe610 A.140
LC610T LC603Z @ @ @ @
2,5 MpodunbHoe LC240T LC225T LC610T XBOCTOBMK @ @ @ A.140
(hpesepoBaHne LC603Z Shank
Copy milling
3 LC240T LC225T LW610
LC610T LC603Z @ @ @ @
4 LC240T LC225T LW610 @ @ @ @
LC610T LC603Z
3 MpodunbHoe LC240T LC225T LW610 Onpaska @ @ @ @ A.140
(dpesepoBaHne LC610T LC603Z Bore
Copy milling
4 LC240T LC225T LC610T @ @ @
LC603Z
4 LC240T LC225T LW610
LC610T LC603Z @ @ @ @
4 LC240T LC225T LWwe610
LC610T LC603Z @ @ @ @
30 MpodunbHoe LC240T LC225T LC610T Pesbba A174
(hpesepoBaHne Thread @ @
Copy millin
35 y 9
40
50
50

M = pocTtynHo available
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Ta6nuua gns BbiGopa
Selection table

®pe3bl CO CMEHHbIMU NacTMHaMu
Indexable insert cutters

plastics

Yucno MnactuHa
3y6beB Yron B nnaHe pasmep
Kat. Ne Tun ot - oo | Number | Setting angle | Indexable
Cat.-No. Type from-to | of teeth K insert size
& EBT 11493 Twincut npocdunbHas YepHosas dpesa co 20 2 3asucut ot | 1179-25
- cheprHeCcKUM KOHLIOM TOSILMHbI CCMT 060204
Twincut ball nose copying roughing cutter 25 nNacTuHbI 1179-35
Dependent | CCMT 080308
32 on depth of | 1179-45
inserts SNKX 0904AN
40 1179-55
SNKX 1205AN
m GRT MpodunbHasa YepHoBas gpesa co 25-32 2 WPR
i chepunyeckm kKoHuom GRT WRT
Ball nose copy roughing cutters GRT WPT
E GWR MpodunbHas dhpesa co chepnyecknm KoHuom  6-32 2 WPR
GWR c TBepfocniaBHbIM XBOCTOBUKOM WPB-FB
Ball nose copy cutters GWR with carbide
shank
®pesa GWR co cTanbHbIM XBOCTOBUKOM 12-32
Ball nose copy cutters GWR with steel shank
®pesza GWR ¢ xBOCTOBMKOM KOHYC Mop3e
Ball nose copy cutters GWR with morse taper
®pesa npodunbHas co cepud. koHuom GWR|  6-32
Ball nose copy cutters GWR
®pesa GWR Ha pe3bboBol onpaske 8-32
Ball nose copy cutters GWR with THR-arbor
GWR 5x Pdpesa GWR 5x ¢ TBepaocnnasHbIM 6-8 2 WPR
: XBOCTOBUKOM
Ball Nose Copy Cutters GWR 5x with carbide 8-16
shank
— EBG R Superfinish 12/16/20 WPR 12
. Superfinish WPR 16
WPR 20
B GWV ®pesa GWV ¢ TBepgocniaBHbiM XBOCTOBMKOM,  8-32 2 WPB
Ball nose copy cutters GWV with carbide WPV
shank
®dpesa GWV co cTanbHbIM XBOCTOBNKOM 12-32
Ball nose copy cutters GWV with steel shank
®pesa GWV ¢ xBOCTOBNKOM KOHYC Mop3se
Ball nose copy cutters GWV with morse taper
Ddpesa GWV Ha pe3bboBolt onpaske 8-32
Ball nose copy cutters GWV with THR-arbor
EMZ90 THR IK | BBuHuuBawowascs dpesepHas rofoska ans 25 2 90° VPGT 160412-
1 LIBETHbIX METaNIoB 1 NNaCTUKOB ALM
Screw-on type end mill for non-ferrous 32-42 2-3 VCGT 220530-
metals and plastics ALM
‘ EMZ90 IK KoHueBas dpesa ons UBETHbIX METANNOB 1 25 2 90° VPGT 160412-
nnacTukos ALM
End mill for non-ferrous metals and plastics
32-42 2-3 VCGT 220530-
ALM
FMZ90 IK ®dpesa 4N UBETHbIX METaNI0B N NNACTUKOB 42-125 3-6 90° VCGT 220530-
Milling Cutter for non-ferrous metals and ALM

IC = BHyTpeHHuin nogson COX Internal cooling
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30 MpodunbHoe LC240T LC225T LC610T XBOCTOBUK A.174
hpesepoBaHne Shank @ @
35 Copy milling LC240T LC225T LC610T
LW610
40 LC240T LC225T LC610T
50
12 MpodunsHoe Lw240 LW610 LW630 XBOCTOBUK A.144 § 2
(hpesepoBaHne LC240Q LC610T LW630Q Shank @ @ @ EE
Copy milling KoHyc Mop3se §§
Morse taper 3¢
MpodunsbHoe LW610  LW240 LC610Z [ | XBOCTOBMK A.151
hpesepoBaHne LC240Q LC730Z LC610A (ot 10) Shank @ @ @ @
Copy milling LW730 LC610T LC630Z (from
10) g
A.153 g
g2
Konyc Mopse A.154 §§
Morse taper 38
XBOCTOBUK A.155
Shank
Pesbba A.156
Thread
MpodunbHoe XBOCTOBUK A.150
hpesepoBaHne Shank @ @ @ o
Copy milling | %g
=
MpodunbHoe LCHK10M | XBOCTOBUK A.152
hpesepoBaHne LCHK33M Shank @
Copy milling
MpodunbHoe LW610  LW240 LC610Z | XBOCTOBUK A.163
bpesepoBaHne LC240Q (ot 10) Shank @ @ @ @
Copy milling LW630 LC610T LC630Q (from %
LC610A LC610Q BNO081 10) A.164 §§’
oo
KoHyc Mop3e A.165
Morse taper
Pesbba A.166
Thread 9
8
13 MpodunbHoe LC610T | Pesbba A176 g o
pesepoBaHne LW610 Thread 33
14 Copy milling =
13 MpodunbHoe LC610T | XBOCTOBUK A.176
pesepoBaHne LW610 Shank
Copy milling g2
14 ®dpesepoBaHne ycTyrnos g &
Corner milling ég
TopueBoe ppesepoBaHne gg
Face milling
14 MpodunbHoe LC610T | Onpaska A77
hpesepoBaHne LW610 Bore @
Copy milling
®dpesepoBaHe yCcTyrnos
Corner milling 9.
TopueBoe pesepoBaHne g §
Face milling 82

B = pocTtynHo available
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Ta6nuua gna sBbi6opa ®pesbl CO CMEHHbIMU NAacTUHaMuU /"
Selection table Indexable insert cutters LMTFETTE
e’
Yucno MnactuHa
3y6beB Yron B nnaHe pasmep
Kat. Ne Tun ot - oo | Number | Setting angle | Indexable
Cat.-No. Type from-to | of teeth K insert size
EFZ 1148 ®dacoyHas pesa 30°, 45°, 60° 6 2 30° TCMT 16T304
‘ Bevel milling cutter 30°, 45°, 60°
10,4 2 45° TCMT 16T304
1,3-6,3 1-2 TCMT 110202
16 2 60° TCMT 16T304
5,4-14,4 1-2 TCMT 110202

EFZ45 11483 | ®aco4Has dpesa 45° 16 2 45° SDMT 090308
Bevel milling cutter 45°
20-32 2-3 SPMT 120408

ESP90 11403 | ®pesa pns T-ob6pasHoro nasa 25 4 90° CCMT 060204
IK T-Slot cutters
32 4 CCMT 080308

40 4 CCMT 097308
50 4 CCMT 120408
SMN90 TpexcTopoHHAS dhpesa, y3Kas 80-125 8-12 90° LNHX 1402
Side milling cutter, narrow
LNHX 1403
80-200 | 8-18 LNHX 1404
LNHX 1405
SMN90 11035 | TpexcTopoHHsA pesa, y3kas 63-160 6-16 90° LNHX 1403
Side milling cutter, narrow

LNHX 1404

100-160 10-16 LNHX 1405

IC = BHyTpeHHuin nogsog COX Internal cooling
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ap Milling process Cutting materials IC Adaption Application Page
7 O6paboTka hacok LC225T LC610T LW610 XBOCTOBMK A.178
Bevel milling Shank @ @ @
10
7
13
8 te
7 O6paboTka acok LC240T LC225T LW610 XBOCTOBMK A.179 % §
Bevel milling Shank @ @ @ 32
10 LC240T LC230F LC225T
LC444W LC615E LC610T
LW610
®pesepoBaHne T-nasa LC240T LC610T LW610 ] XBOCTOBMK @ @ @ A.180 é
T-Slot milling Shank 3
LC240T LC225T LC610T § 2
LW610 &6
LC225T

Topuesoe LC225T OnpaBka @ @ A.181
bhpesepoBaHne Bore

Side milling LC225T LW610 §.§
B
OTpeska LC225T LW610
Cut milling

LC225T LwW610

Topuesoe LC225T LW610 Onpaska K A.182
hpeseposaHue Bore @ @

Side milling LC225T LW610 %g
85
OTpeska LC225T LW610
Cut milling
M = gocTtynHo available ©
g
g
8E

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping
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Univex Premium BBMH4YMBawwasca ¢ppesepHas ronoska 90° Ve
Univex Premium screw-on type end mills 90° LMT- FETTE

BIIDIBBED

I f

— 14°P@‘
12-16°

d5 d2 d3 T H d1 - 907
|2[

la - -

Kat. Ne Cat.-No. EMU90 IK
WNaeHT. Ne Koa LMT . % ?

d1 |2 |1 |3 d5 d3 dz z |ldent. No. LMT-Code
12 | 55 45 | 28 | 13 M8 8,56/ 2 | 7012580 EMU90 A06.012TR-I ADHX 06... 1045604 | 1048434
16 | 55| 45 | 28 | 13 M8 8,5/ 3 | 7012582 EMU90 A06.016TR-I ADKX 06... T6
20 | 55| 49 | 30 18 |[M10 10,5 4 | 7012584 EMU90 A06.020TS-I

Univex Premium kKoHueBasa ¢pesa 90°
Univex Premium end mills 90°

AL IS Ch A1 g N A8 §

lo | f ~ |
14°Pa
12-16°

: oy s

Kat. Ne Cat.-No. EMU90 IK
NpeHT. Ne Koa LMT ‘ % ?

d4 I I4 I3 do z Ident. No. LMT-Code

10 5,5 60 20 10 1 1045062 EMU90 A06.010BN-I ADHX 06... 1045604 1048434

12 5,5 70 25 12 2 1045063 EMU90 A06.012BN-I ADKX 06... T6

16 5,5 76 28 16 3 1045064 EMU90 A06.016BN-I

20 5,5 86 36 20 4 1045066 EMU90 A06.020BN-I

25 5,5 86 36 20 6 1045068 EMU90 A06.025BI-I
YpnvHuTenn n nepexofHunkn B pasgene ,,Cuctembl kpennenms“ Ha ctp. E.112 PekomeHgauuy no pexxmmam pesaHus Ha ctp. A.194
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112 Cutting data recommendations starting page A.194
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CwmeHHble nnacTuHbl gns ¢dpesbl Univex Premium 90°

Indexable inserts for Univex Premium screw-on type end mills 90° LMT- FETTE e
and end mills 90° i
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s - For cutter
=
cpowox 2g5558i8esao58y
N = Number of Kop LMT ssssgggéggggsgg KaT. Ne
cutting edges LMT-Code | d s dy | r [2|3|aja/alala|a|a|a/a|a|a|d|a| Cat.-No.
' ADHX 060202 | 6,35 4,76 | 2,38 | 2 0,2 9 I EMU90 IK
s FR-ALC s |3
= ZNn" Z © N
%—- Ildy 2 2
| = QZ
o s
8t
N=2
r ADKX 060202 6,35 4,76 1 2,38 | 2 0,2 I b EMU90 IK H
{15 SR S S g
7R 7 Q g EE
W o S S i
. 2 g
\ | s | ADKX 060204 | 6,35 4,76 2,38 2 0,4 2 s &6
SR S S
(o] ©
o o
N=2 §
[ O IEEN 22
) tonbko ¢ ALC-IeomeTpueit 0O ‘ M ‘
only with ALC-Geometry = _
B = Mepsebiii BbIGop First choice ™} u N
[0 = AnbtepHatuBa Alternative O s
Onuncanune/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 H

Description/Designation of grades and ISO-Code starting page A.222

CsepneHue
Drilling

KpyTtsawnin momeHT LMT Fette chpe3bl co cMeHHbIMM nnacTuHamm
Torques LMT Fette Indexable insert cutters

g KpyTawui KpyTtawmui gm
MOMEHT MOMEHT 85
Pe3bba OnuvHa ? NaeHT. Ne Torque Pe3bba AnviHa ? NpeHT. Ne Torque §§
Thread Length Ident. No. (Nm) Thread Length Ident. No. (Nm)
M1,8 3,8 06 1045604 0,7 7,5 15 1051312
4,8 07 1044973 8 15 1045132
M2,5 5,5 08 2127640 1,2 M4 9 15 1045131 5,2
6 08 1044972 11 15 1045126 g;s”
M3 6,5 08 9199156 505 10 20IP 1045133 gg
7,3 08 2237513 ’ 10 20 1045123 §§
4,3 10 1045819 M4,5 11,5 20 1044990 7,6 SE
5,3 10 1045828 12 20 1044963
M35 6,5 15 1051277 35 M5 10 15 1045766 8
’ 7,5 15 1044981 ’ M5 12 20 1045777 10
8,5 15 1045105 M6 15 25 1045181 11,5
9,5 15 1045114

OcHacTka
Clamping

www.itmash.ru A.99

Mpunoxenuns
Attachment



Univex Premium BBMH4YMBawwasca ¢ppesepHas ronoska 90° Ve
Univex Premium screw-on type end mills 90° LMT- FETTE
e’
v =2
R8Nk G 415 g A Fl8 4
' - S
de 14°Pﬁ
12-16°
d| o 90
|2[
Kat. Ne Cat.-No. EMU90 IK
NpeHT. Ne Kog LMT ’ g ?
d1 |2 |1 |3 d5 d3 dz z |ldent. No. LMT-Code
20 | 85| 49 | 30 | 18 |[M10/10,5| 3 | 7012585 EMU90 A09.020TS-I ADHX 09... 2127640 | 1048326
25 | 85|55 | 33 | 21 |[M12 12,5 4 | 7012586 EMU90 A09.025TF- ADKX 09... T8
32 | 85| 67 | 43 | 29 M16 17 6 | 7012587 EMU90 A09.032TH-I

Univex Premium kKoHueBasa ¢pesa 90°
Univex Premium end mills 90°

AL JIESIA Ch 415 g N )8 §

I f

N 14°Pa‘
12-16°

d, = dy 90
l2

Kart. Ne Cat.-No. EMU90 IK
UpeHT. Ne Kop LMT ’ % ?

d4 I I4 I3 do z Ident. No. LMT-Code

16 8,5 76 28 16 2 1045071 EMU90 A09.016BN-I ADHX 09... 2127640 1048326

20 8,5 86 36 20 3 1045072 EMU90 A09.020BN-I ADKX 09... T8

20 8,5 86 36 20 4 1045073 EMU90 A09.020BN-IF

25 8,5 86 36 20 4 1045074 EMU90 A09.025BI-I

25 8,5 86 36 20 5 1045075 EMU90 A09.025BI-IF

32 8,5 96 40 25 6 1045076 EMU90 A09.032BG-I
YONVMHUTENN 1 NepexofHnkn B pasaene ,,CnctemMsl kpenneHns“ Ha cTp. E.112 PekomeHpauuy no pexxmumam pesaHusa Ha ctp. A.194
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112 Cutting data recommendations starting page A.194
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CwmeHHble nnacTuHbl gns ¢dpesbl Univex Premium 90° Vam
Indexable inserts for Univex Premium screw-on type end mills 90° LMT- FETTE
and end mills 90° ~
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s - For cutter
=
coowox 2g55e8idesz oy
N = Number of Kop LMT ssssgggéggggsgg KaT. Ne
cutting edges LMT-Code | d s dy | r [2|3|aja/alala|a|a|a/a|a|a|d|a| Cat.-No.
r i ADHX 090308 | 9,52 5,56 | 3,18 | 2,8 | 0,8 3 %3 EMU90 IK
A% FR-ALC LS
° v © —
Can R I74 91 9 ,(2
! S ADHX 090312 | 9,52 5,56 | 3,18 | 2,8 | 1,2 3 2
FR-ALC S >
© -
o o
- N~
ADHX 090316 | 9,52 5,56 | 3,18 2,8 1,6 2 =
FR-ALC S |3
© -
o o
- ~
ADKX 090304 | 9,52 5,56 3,18 2,8 0,4 3 2 s EMU90 IK
SR-TR 8 o S
© < ©
o o o
- ~ —
ADKX 090308 | 9,52 5,56 3,18 2,8 0,8 8 2218 9
SR-TR S F35 8
(o] 0 wn < ©
o o o o o
— NN -
ADKX 090312 9,52 5,56 3,18 12,8 1,2 3 ol b
SR-TR S F35 8
© [‘oRNYoRR ¥ ©
° | fRR ¢
N=2
ADKX 090316 | 9,52 5,56 3,18 2,8 1,6 9 ST 8
SR-TR S RIS
© 0 wun < ©
o o o o o
- [ S ~—
[ O P
) Tonbko ¢ ALC-I'eomeTpuen 0 2 m ‘ M ‘
only with ALC-Geometry n m _
W = Mepsebliii BoiGop First choice ) u N
[J = AnbtepHatuBa Alternative 0 S
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 H

Description/Designation of grades and ISO-Code starting page A.222

www.itmash.ru
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CsepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



Univex Premium BBMH4YMBawwasca ¢ppesepHas ronoska 90° Ve
Univex Premium screw-on type end mills 90° LMT- FETTE

BIIDIBBED

f

14°Pa‘
12-16°

d5 d2 d3 - 90
é ; lo
Kart. Ne Cat.-No. EMU90 IK
WpeHT. Ne Koa LMT ‘ % ?
d1 |2 |1 |3 d5 da d2 z |ldent. No. LMT-Code
32 12 | 67 43 | 29 Mi16 | 17 4 | 7012588 EMU90 A12.032TH-I ADHX 12... 2237513 1048326
40 12 | 67 43 | 29 M16| 17 | 6 | 7012589 EMU90 A12.040TH-I ADKX 12... T8

Univex Premium kKoHueBasa ¢pesa 90°
Univex Premium end mills 90°

piN) [ h6 v =
VA IIFEL X
[
lo f ) |
14°P@
®© 12-16°
d [\ /| [\ a4 90
lo
I3
KaTt. Ne Cat.-No. EMU90 IK
UpenT. Ne Koa LMT ‘ % ?
d4 I I4 I3 d> z Ident. No. LMT-Code
20 12 86 36 20 2 1045090 EMU90 A12.020BN-I ADHX 12... 2237513 1048326
25 12 86 36 20 3 1045092 EMU90 A12.025BlI-I ADKX 12... T8
32 12 96 40 25 4 1045093 EMU90 A12.032BG-I
32 12 96 40 25 5 1045094 EMU90 A12.032BG-IF
40 12 110 50 32 6 1045095 EMU90 A12.040BF-I
YonuHutenu n nepexofHnkmn B pasgene ,,Cuctemsl kpenneHns® Ha cTp. E.112 PekomeHpauun no pexxumam pesaHuns Ha cTp. A.194
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112 Cutting data recommendations starting page A.194
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Univex Premium TopueBblie chpe3bl 90°

s e

Univex Premium face milling cutters 90° LMT- FETTE gt
W’ &5

e

i

LESE G 6 g 8 08 4

f

14°P§‘
. 12-16°
- 90°
ds do :] % di
| ____X-o l2

Kat. Ne Cat.-No. FMU90 IK

NpeHT. Ne Kopg LMT ‘ g ?
d, lo h ds d> Ident. No. LMT-Code

40 12 40 32 16 1045100 FMU90 A12.040AN-IW ADHX 12... 2237513 | 1048326
40 12 40 32 16 1045101 FMU90 A12.040AN-| ADKX 12... T8
50 12 40 40 22 1045102 FMU90 A12.050AN-IW
50 12 40 40 22 1045103 FMU90 A12.050AN-|
63 12 40 50 22 1045104 FMU90 A12.063AN-IW
63 12 40 50 22 1045106 FMU90 A12.063AN-I

CMeHHbIe NNacTHHbI

7}
t
@
@
£
@
o
©
4
@
°
5

3y6otpesepoBaHne
Gear cutting

© o ~N oo M~N

YonuHutenu n nepexofHnkmn B pasgene ,,Cnctemsl kpenneHns® Ha cTp. E.112 PekomeHpauun no pexxumam pesaHuns Ha ctp. A.194
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112 Cutting data recommendations starting page A.194

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.103

Mpunoxenuns
Attachment



CmeHHble nnacTtuHbl ans Univex Premium Topuesbie ¢hpe3bl 90° Vam N
Indexable inserts for Univex Premium face milling cutters 90° LMT- FETTE
Pexywuit matepuan
Cutting materials
UpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx =z s s - For cutter
=
cpomo SgepsiiZsssoniy
N = Number of Kop LMT ssssgggéggggsgg KaT. Ne
cutting edges LMT-Code | d s dy | r [2|3|aja/alala|a|a|a/a|a|a|d|a| Cat.-No.
' . ADHX 120408 12,7 | 7,4 4,76 | 3,4 0,8 N s FMU90 IK
< 15 FR-ALC sl 12
O B g :
;-J -S| ADHX 120412 12,7 | 7,4 4,76 | 3,4 1,2 4 o
FR-ALC S 3
© -
o o
- N~
ADHX 120416 12,7 | 7,4 4,76 | 3,4 1 1,6 B @
FR-ALC S |3
© -
S g
N=2
ADHX 120420 12,7 | 7,4 4,76 | 3,4 | 2 2 3
FR-TR s 3
© -
o o
- ~
ADKX 120408 | 12,7 | 7,4 | 4,76 3,4 08 o glolol - FMU90 IK
SR-TR S F35 8
(o] 0 wn < ©
o o o o o
— NN -
ADKX 120412 | 12,7 | 7,4 | 4,76 34 12 10 58y @
SR-TR S F35 8
© [‘oRNYoRR ¥ ©
o o o o o
- [ ~—
ADKX 120416 | 12,7 | 7,4 4,76 1 3,4 1,6 2 SRS o
SR-TR S 9% |8
© 0 wun < ©
IS
N=2
ADKX 120420 | 12,7 | 7,4 | 4,76 | 3,4 2 0 siye g
SR-TR S 9% |&
© 0w < ©
o o o o o
- [ A -~
ADKX 120440 12,7 | 7,4 4,76 | 3,4 | 4 I’
SR-TR N
o
~
[ O P
B = Mepsoiii BLIGOP First choice 2 tonsko ¢ ALC-TeomeTpueit O 1] ‘ M |
[ = AnbTepHatuBa Alternative only with ALC-Geometry = - _
Onuncanne/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 w2 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
1) Ons nnacTvH ¢ pagunycom r > 2 Heobxoavma gopaboTtka Kopryca (pesbl. H

From corner radius r > 2, subsequent machining must be carried out on the
plate in the corner area.

A.104

www.itmash.ru




Univex Premium KoHueBble ppesbl 90° Y
Univex Premium end mills 90° LMTe. FETTE

“2
-
LG
ES
.
o
¥
z=
M=

EEE RSIR b G g 8 8 §

Iy

-2 f

© 1 2_11‘:;?5 _
. 1_'\ D . i‘%\ I 90°
— IR

Kat. Ne Cat.-No. EMU90 IK iz
NpeHT. Ne Kopg LMT ‘ g ?

d1 |2 |1 |3 d2 z Ident. No. LMT-Code

25 [ 165 96 | 40 | 25 | 2 | 1045050 EMU90 A17.025BN-IF ADHX 17... 1045105 | 1048335

32 | 165 | 110 | 50 | 32 | 3 | 1045053 = EMU90 A17.032BN-IF ADKX 17... 1045114 | T15

40 | 16,5 | 110 | 50 | 32 | 4 | 1045054 = EMU90 A17.040BF-IF

3y6otpesepoBaHne
Gear cutting

Univex Premium koHueBble ¢hpe3bl 90°, cBepXAIMHHbIE
Univex Premium end mills 90°, extra long

LIRS Clh A1 g N A8 §

Iy

Touenne
Turning

-2 _| f 1
14°P§
of 12-16° — '
- 90°
c,z gy e

CsepneHue
Drilling

lo

Kat. Ne Cat.-No. EMU90 IK 3
Q
NgeHT. Ne Kog LMT ‘ % ? ég
d; I Iy ls | d2 | z |Ident. No. LMT-Code CE
25 | 165 | 200 @ 40 | 25 | 2 | 1045043 | EMU90 A17.025AN-IF ADHX 17... 1045105 | 1048335
32 | 165 | 250 | 50 | 32 | 3 | 1045044  EMU90 A17.032AN-IF ADKX 17... 1045114 T15
40 | 16,5 | 250 | 50 | 32 | 4 | 1045045 = EMU90 A17.040AF-IF

PekomeHpgauuy no pexxmmam pesaHusa Ha ctp. A.194
Cutting data recommendations starting page A.194

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.105

Mpunoxenuns
Attachment



Univex Premium Topuesbie pe3bl 90° Y
Univex Premium face milling cutters 90° LMT- FETTE

BIIDIBBED

h
2 f

14°P@‘
12-16°

TN - 90°
| d —
dy :] I _‘L 1 "
— 1 —

Kat. Ne Cat.-No. FMU90 IK
NpeHT. Ne Kopg LMT ‘ g ?

d, Io h ds z Ident. No. LMT-Code

40 16,5 36 16 4 1045035 FMU90 A17.040AN-IF ADHX 17... 1045114 | 1048335
50 16,5 40 22 5 1045036 FMU90 A17.050AN-IF ADKX 17... T15
63 16,5 40 22 6 1045037 FMU90 A17.063AN-IF

80 16,5 50 27 8 1045038 FMU90 A17.080AN-IF

100 16,5 50 32 9 1045039 FMU90 A17.100AN-IF

PekomeHpaumn no pexxnmam pesaHus Ha cTp. A.194
Cutting data recommendations starting page A.194
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CmeHHble nnacTuHbl anst Univex Premium KoHueBble hpe3bl 90° n

KOHUeBble (hpesbl 90°, CBepXANIMHHbIE LMT- FETTE e
Indexable inserts for Univex Premium end mills 90° and - §§
end mills 90°, extra long z2
M=
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s - For cutter
=
cpomox 2g555338g53058y
N = Number of Kop LMT sssggggéggggsgg Kat. Ne
cutting edges LMT-Code | d s dy r |2 a|d|d|ad|a|a|a|a|d|a/d/a|alad| Cat.-No.
. ADHX 170508 17,5 | 9,62 5,6 3,8 0,8 3 ? EMU90 IK
. (15° FR-ALC g 3
o ~— o
d d J S
i 11
| s T ADHX 170512 17,5 | 9,62 56 3,8 | 1,2 3 3 ]
FR-ALC 3 3 §€
S |5 g2
~ ~ 22
ADHX 170516 17,5 | 9,62 56 3,8 | 1,6 P> 3 §§
FR-ALC @ © 32
Sl o
M~ N~
ADHX 170520 17,5 | 9,62 56 3,8 |2 3 <
FR-ALC & 3 :
S |5 g
~s 82
ADHX 170530 (17,5 | 9,62 5,6 3,8 3" ha g «;&‘?
FR-ALC 3 8 28
S o
N~ ~
ADHX 170540 (17,5 | 9,62 | 56 |3,8 | 4" 3 5
FR-ALC o 2
ol |o
N~ N~
0o ADKX 170508 | 17,5 9,62 5,6 | 3,8 0,8 gle > S EMU90 IK ‘L
1 SR-TR 23 L
I
| kX ADKX 170512 | 17,5 9,62 5,6 |3,8 1,2 S8 2T 3
SR-TR A8 §9% T
|~ 0 w0 < —
< < o o o <
SRR Nk Y]
ADKX 170516 | 17,5 9,62 5,6 |3,8 1,6 3 PR 8 2
SR-TR 28 $9% 8
— | 0w < - g<
< | < o o o < ‘35
[SRKs NN N
ADKX 170520 | 17,5 9,62 5,6 |3,8 2 8IS 51818 5
SR-TR o 3] [SNIRSERSY =)
Qq O < SE <
- - 0 wn -
< < o o o <
SRR N KK Y] ©
ADKX 170532 | 17,5 | 9,62 | 56 | 3,8 | 3,2V ? 218 g
SR-TR & 92 ic
— [toNte} v
< o o 28
[V ~ |~ o =
oF
um O P
W = MepsbIii BLIGOP First choice 2 Tonbko ¢ ALC-TeomeTpueit O 1] ‘ M |
[J = AnbtepHatuBa Alternative only with ALC-Geometry O = = _
OnucaHne/HasHavyeHune cnnasos 1 ISO-kopgoB Ha cTp. A.222 m2 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
) Anst nnacTuH ¢ paguycoMm r > 2 Heo6xoanma fopaboTka Kopryca hpesbl. H

From corner radius r > 2, subsequent machining must be carried out on the
plate in the corner area.

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.107
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Attachment



Univex yepHoBbie hpe3bl 90°
Univex roughing milling cutters 90°

RN O g1 18 8 6

l1

.
LMT+ FETTE
W’

f

14°Pﬁ‘
12-16°

) - 90°
dg d1
0 o Z —
I3
Kart. Ne Cat.-No. ERU90 11552
Yucno
naacTuH .
Number of WNpeHT. Ne Kopg LMT g ?
dy | I I4 I3 d, z inserts Ident. No. LMT-Code
25 /16| 86 36 20 2 4 1042662 ERU90 A09.025BI ADMX 090304 ER 1044972 | 1048326
2525|100 44 25 2 6 1042659 ERU90 A09.025BN T8
3237|115 | 55| 32 2 8 1042660 ERU90 A11.032BN ADMX 110305 ER 2237513 | 1048326
T8

Univex yepHoBbie hpe3bl 90°
Univex roughing milling cutters 90°

AETELY

f

14°Pﬁ‘
12-16°

- ©
R o E\ 90°
d| e | 4
_ P 1'2
o L
Kart. Ne Cat.-No. FRU90 11335
Yucno
BuHT nnacTuH :
e Number of WpeHT. Ne Kopg LMT & g ?
rbor screw
di| I h d DIN912 |z inserts Ident. No. LMT-Code
5028 50 22 M10x25 3 9 1035094 FRU90 A12.050ANS ADMX 127306 ER 1045114 | 1048335
50 50 71|22 M10x40 3 15 1035093 FRU90 A12.050AN 1196-85 T15
63 32 50 27 M12x30| 4 12 1035096 FRU90 A12.063ANS
63 |54 71 27 M12x45| 4 20 1035095 FRU90 A12.063AN

A.108 www.itmash.ru

PekomeHpgauuy no pexxmmam pesaHus Ha ctp. A.194
Cutting data recommendations starting page A.194



CMeHHble nnacTuHbl anst YepHoBon ppes3bl Univex 90° Ve
Indexable inserts for Univex roughing milling cutters 90° LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
KPOMOK 88'5%'5'6'5335o8'63°
0 S T OAN M T - *
N = Number of Kop LMT sssssgggggggggg KaT. Ne
cutting edges LMT-Code | d s dy | r |[2|3|a/a/alala|a|a|a|a|a|a|dJjdl Cat.-No.
50 ADMX 090304 ER| 9,52 6,35 | 2,87 | 2,8 0,4 N ERU90
- r,,15° 1196-81 3
©
f*] d d =
W , 1
| / ADMX 110305 ER|11,1 | 7,94 | 3,18 | 3,4 0,5 Q
- 1196-83 S
©
o
ADMX 12T306 ER 12,7 | 9,52 | 3,97 | 4 | 0,6 9 S FRU90
1196-85 S S
© ©
o o
N=2 T T
[ ol [
M = Nepsbiit BuiGop First choice 0O ‘ M ‘
[J = AnbtepHatusa Alternative =
OnucaHne/HasHaueHve cnnasos u ISO-kofoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 0O s
H
www.itmash.ru A.109
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



Twincut-TopueBbie hpe3bl 90° ¢ twincut-reomeTpuen
Twincut face milling cutters 90° with twincut geometry

MR ET R

.
LMT+ FETTE
W’

~ 90°
] - o
KaTt. Ne Cat.-No. FMT90
NpeHT. Ne Kop LMT . g ?
dy h do z ap Ident. No. LMT-Code
11260-09
40 40 16 5 7 1027394 FMT90 S09.040AN SPKX 090406 1045114 = 1048335
50 40 22 6 7 1027395 FMT90 S09.050AN 1187-05 T15
63 40 22 7 7 1027396 FMT90 S09.063AN
11260-12
50 40 22 4 10 1027380 FMT90 S12.050AN SPKX 120508 1045123 | 1048344
63 40 22 5 10 1027382 FMT90 S12.063AN 1187-15 T20
80 50 27 6 10 1027384 FMT90 S12.080AN
100 50 32 7 10 1027386 FMT90 S12.100AN
125 63 40 8 10 1027388 FMT90 S12.125AN
160 63 40 9 10 1027390 FMT90 S12.160AN

CmeHHble nnacTtuHbl ans Twincut-TopueBbix hpes 90° ¢ twincut-reomeTtpuen
Indexable inserts for Twincut face milling cutters 90° with twincut geometry

Pexywuin matepuan
Cutting materials

PekomeHpaumn no pexxumam pesaHus Ha ctp. A.197
Cutting data recommendations starting page A.197

NpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx b4 For cutter
K SOk k222320 N
POMOK 9o owvwooFIITLoogeoaw
0T ¥ NOS T - = &
N = Number of Koag LMT 8888835%3588§§8 KaT. Ne
cutting edges LMT-Code | d dy |b/r [ajajaajaajalad|alad|a|(a/d(dja] Cat.-No.
SPKX 090406 9,52 9,52 4,76 4,4 0,6 3 X FMT90
20° © [t}
— 1187-05 s o
Zaa 5 g
,’ r-\ {10 jd
N f ! SPKX 120508 12,7 12,7 | 5,56 5,2 0,8 513 2 g
S 1187-15 PNEN QoIS
| 0 © 0 Yo}
oo o o
N=4
HE d P
B = Neps.bi BbIGOP First choice olo M
[J = AnbtepHatuBa Alternative ™ K
Onucarne/HasHa4veHune cnnasos 1 1ISO-kogos Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
H

A.110
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MultiEdge Double 8 TopueBbie thpe3bl 45° Yam e
MultiEdge double 8 face milling cutters 45° LMT- FETTE gt
W’ i
i
2 (v =2
LR 1L 8 £
ONGU 0505
= e
. Ogi
@n 3‘8
= i ONGU 0606
ds| do j—Li o 15° .
o > 57 / § :
45° e
Kar. Ne Cat.-No. FMN45 IK"
UpeHT. Ne Kopg LMT ° % ? H
di dy | h ds dp | z | a, | ldent. No. LMT-Code g
32 12,7 40 32 16 3 3 1027400 FMN45 005.032AN-I ONGU 0505 1045131 1048335 §§
32 12,7 40 32 16 4 3 1027401 FMN45 005.032AN-IF T15 32
40 12,7 | 40 40 22 4 3 1027402 FMN45 005.040AN-I &6
40 12,7 | 40 40 22 5 3 1027403 FMN45 005.040AN-IF
50 12,7 40 40 22 5 3 1027404 FMN45 005.050AN-I
50 12,7 40 40 22 7 3 1027405 FMN45 005.050AN-IF
63 12,7 40 50 22 7 3 1027406 FMN45 005.063AN-I
63 12,7 40 50 22 9 3 1027407 FMN45 005.063AN-IF
50 16 40 40 22 4 4 1027420 FMN45 006.050AN-I ONGU 0606 1045133 1048422 °
50 16 40 40 | 22 6 4 1027421 FMN45 006.050AN-IF 20 1P g g
63 16 40 50 22 5 4 1027422 FMN45 006.063AN-I B2
63 |16 40 50 22 8 4 1027423 FMN45 006.063AN-IF
80 16 50 60 27 7 4 1027424 FMN45 006.080AN-I
80 16 50 60 27 | 10 4 1027425 FMN45 006.080AN-IF
100 |16 50 75 32 9 4 1027426 FMN45 006.100AN-I
100 16 50 75 32 | 12 4 1027427 FMN45 006.100AN-IF
125 16 63 90 40 11 4 1027428 FMN45 006.125AN %
125 16 63 90 40 @ 15 4 1027429 FMN45 006.125AN-F 52
160 16 63 | 130 | 40 | 13 4 1027430 FMN45 006.160AN 85
160 16 63 | 130 | 40 | 19 4 1027431 FMN45 006.160AN-F
) ®pesbl JOCTYMHbI TAKXKE U B [IOAMOBOM MCMONHEHUM PekomeHgaumn no pexxvumam pesanHus Ha cTp. A.199
Cutters also available in inch Cutting data recommendations starting page A.199

21C 32-100

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.111

Mpunoxenuns
Attachment



CmeHHble nnacTtuHbl anst MultiEdge Double 8 TopueBbie hpes3bl 45° Yam
Indexable inserts for MultiEdge double 8 face milling cutters 45° LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
KPOMOK gggs's'sggiog'Sgoﬁ
0 T NM®T LENIE D b =1
N = Number of Kop LMT ssssggggggggggg KaT. Ne
cutting edges LMT-Code d s d4 || d|d|d|d|d|d|d|d|d|d|d| ] d| Cat.-No.
s ONGU 0505 12,7 | 5,56 | 4,4 I~ S 3 FMN45 IK
——~15° oo 2] o
% ANEN A @ <
[ToRNTe] < Yo}
o o o o
E}: - N~ —
ONGU 0505 12,7 | 5,56 | 4,4 @©
ANEN-SL S
Yo}
o
ONGU 0606 16 6,35 | 6,3 3| 3 ®
ANEN =3 I
[ToRNTe} < 1o
o o o o
- - N~ —
ONGU 0606 16 6,35 | 6,3 ©
ANEN-SL =)
N = 16 (ANEN) 3
N = 8 (ANEN-SL) T
um O P
B = MNeps.bii BbIGOp First choice olo ‘ M ‘
[ = AnbtepHatuBa Alternative ™ ™ _
Onuncanne/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 OO s
H
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MultiEdge TopueBble n npodunbHbie ¢ppesbl 45° Ve
MultiEdge face and copying cutters 45° LMT- FETTE

“2
-
LG
ES
.
o
¥
z=
M=

PHILEEI

ds| do

CMeHHbIe NNacTHHbI

Indexable inserts

OCKX 0505 RCKX 1205 SAHT 1005 XCKX 1606

3y6otpesepoBaHne
Gear cutting

OCKX 0606 RCKX 1606
20°
7 NN 18°
@y d
s .
Kar. Ne Cat.-No. FCT45"
oy o PSSP T |
d; ds | h ds d, z  Ident. No. LMT-Code 52
423112 |40 | 32 16 | 4 | 1041007 |FCT45 005.042AN-I OCKX RCKX SAHT 1045131 1048335 S5
523 12 |40 40 22| 5 1041008 | FCT45 005.052AN-I 0505 1205 1005 T15
66% 12 |50 50 27 | 6 | 1041009 K FCT45 005.066AN-|
80% |12 |50 | 60 27 | 7 | 1041010 | FCT45 005.080AN-I
52 16 40 | 40 22 4 1041011 FCT45 006.052AN OCKX RCKX SAHT XCKX XOKX 1045777 1048344 9
66 16 50 48 27 5 1041012 FCT45 006.066AN 0606 1606 1306 1606 1606 T20 §_
80 |16 50 60 27 | 6 1041013 | FCT45 006.080AN Eo
100 (16 | 50 65 32 7 1041014 FCT45 006.100AN E_‘g
125 116 |63 | 90 40 8 1041015 FCT45 006.125AN ®=
160 |16 |63 | 95|40 9 | 4053555 |FCT45 006.160AN
1) dpesbl [OCTYMHbI TaKXKe 1 B 4I0ONMOBOM UCTOHEHN PekomeHngauum no pexxumam pesanus Ha ctp. A.200
Cutters also available in inch Cutting data recommendations starting page A.200

2 Yron Ha getanu 43°
Angle on workpiece 43°

3IC

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.113

Mpunoxenuns
Attachment



CmeHHble nnacTtuHbl gns MultiEdge TopueBbix u npodunbHbiX hpes 45° Vam N
Indexable inserts for MultiEdge face and copying cutters 45° LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
KPOMOK HEHEHAEEEEEEHER AL
O F ¥ NMIT T - b =1
N = Number of Kop LMT 888883355588§§8 KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|aja/alalaja|a|aa|a|a|aJjal Cat.-No.
20° OCKX 0505 12 |12 556 44 05 | 3 Slsle FCT45
8 AD-TR NRE: N
& g g 388
Q2 N ~ - NN =
SCINe d4
DFES
d .S |
N=8
OCKX 0606 16 | 16 6,35 58 05 ¥ gL ped g iet FCT45
AD-TR N~ o~ o~ O
r [aY] < N~
o 0 o < O w0
T 15 SINEHS S
N3
) OCKX 0606 16 | 16 6,35 58|05 | S i
AD-TRT N I <
| o <t [te)
o o o
~ = -
930 RCKX 1205 - 12 1556 44 - |2 Q L@ FCT45
MO-TR N|& RN S
o © < o ©
o o o o o
N~ - NN~
CINCIC []I= P
B = Nepsbiii BeIGOP First choice 0O Olo ‘ M ‘
[ = AnbTepHatuBa Alternative ECOE _
Onuncanune/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
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CmeHHble nnacTtuHbl gns MultiEdge TopueBbix u npodunbHbiX hpes 45°

Indexable inserts for MultiEdge face and copying cutters 45°

liw pus yum Bulin
1agadd) ai9gaNHOY

LMT- FETTE

)
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UFC Universal Topuesbie dpe3bl
UFC universal face milling cutters

gl DL

Y
LMT+.KIENINGER
)

.
~
d2 T = | d3 d1
Kat. Ne Cat.-No. UFC
NpeHT. Ne Kop LMT . / g ?
dy I4 d; dsy  do z |ldent. No. LMT-Code
25 100 15 | 10 @ 16 2 6200030 | EHD O00R10.025AE R 10 42 MKL 002 B DS 04 LR 12C 6119528
32 120 22 | 10 25 3 6200031 | EHD 00R10.032AG T8
LocTynHbl B cneunanbHOM UCMIOIHEHWI MO 3anpocy
Available in special dimensions on request
UFC Universal TopueBble ppesbl
UFC universal face milling cutters
G ) &
+
\AA/S
d5 dg 1
Kart. Ne Cat.-No. UFC
MneHr. Ne Koa LMT . / g ?
d1 d3 d5 d4 h dz z |Ildent. No. LMT-Code
40 30/31,5 10|40 16| 4 6200032 | FHD 00R10.040AN R 10 42 MKL 003 B DS 05 LR 12C 6200042
50 | 40|41 10 |40 22 | 5| 6200033 | FHD 00R10.050AN T10
63 | 53|46 10 | 40 22 | 6 | 6200034 | FHD O00R10.063AN
80 70 61 10 | 50 27 | 8 | 6200035 | FHD 00R10.080AN
100 90| 81 10 | 50 32 | 10 | 6200036 & FHD 00R10.100AN
1251115/ 90 10 | 63 40 | 12 | 6200037 FHD O00R10.125AN

A.116 www.itmash.ru



Kpyrnbie nnactuHbl ansa Topuesbix ¢ppe3 UFC Universal Yam o
Copy inserts R for UFC universal face milling cutters LMT- KIENINGER 3
A :
£<
M=
Pexywuit matepuan
e 4 & cuting
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggc’gngC’og'ggFN
T ITAITI - 0000 R
N = Number of Kog LMT 8882888'§§§58822 Kat. Ne
cutting edges LMT-Code | d s dy | r |2|d|a/aaaa|/dJdJjdalala|/aal Cat.-No.
R10428S - 10 4,2 - - ®| UFC
(H :
o
o
9\
©
d -
R 10 42 SN - 10 4,2 - - S i
35
R 10 42 SN/SV - 10 4,2 - - Y 3¢
Y]
IS}
<t
©
R 1042 SV - 10 4,2 - - ] H
< g
S EE
© 2=
3
B = Mepsebiii BoiGop First choice ‘ M ‘
[0 = AnbtepHatuBa Alternative =
OnuncaHne/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 = N
Description/Designation of grades and ISO-Code starting page A.222 s
] H
o
2
T E
8=
2
E o
8=
85
2
2
g =)
85
®
g
oF
gg
£=
22
S o
5 <
93
go
o5
2E
o T
o0
www.itmash.ru A.117
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Twincut-Topuesbie pesbl 45° Y
Twincut face milling cutters 45° LMT- FETTE

IR L

-15°

Kart. Ne Cat.-No. FMT45 11250
NaeHT. Ne Kopg LMT ° g ?

d1 d3 h dz z ap Ident. No. LMT-Code

11250-09
32 42 40 16 4 5 1027292 FMT45 S09.032AN SNKX 0904 AN 1045114 1048335
40 50 40 22 5 5 1027294 FMT45 S09.040AN 1187-00 T15
50 60 40 22 6 5 1027296 FMT45 S09.050AN
63 73 40 22 7 5 1027298 FMT45 S09.063AN

11250-12
40 54 40 22 3 7 1027300 FMT45 S12.040AN SNKX 1205 AN 1045123 1048344
50" 64 40 22 4 7 1027302 FMT45 S12.050AN-I 1187-10 T20
63" 77 40 22 5 7 1027304 FMT45 S12.063AN-I
80 94 50 27 6 7 1027314 FMT45 S12.080AN

100 114 50 32 7 7 1027316 FMT45 S12.100AN

125 139 63 40 8 7 1027318 FMT45 S12.125AN

160 174 63 40 9 7 1027320 FMT45 S12.160AN

Rile} PekomeHgaumn no pexxvnmam pesaHus Ha cTp. A.201

Cutting data recommendations starting page A.201

A.118 www.itmash.ru



CMeHHble nnacTuHbl gns TopueBbix hpe3 Twincut 45°

Indexable inserts for Twincut face milling cutters 45° LMT- FETTE e
\/ LG
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
<powor SEEEEEEEEEEEEE
N = Number of Kop LMT 88838355335§§§§ Kar. Ne
cutting edges LMT-Code | d s dy |[b/r [a|ad|aaalalalaalaalaldldaal Cat.-No.
30° SNKX 0904 AN | 9,52 9,52| 4,76 | 4,4 1,5 ©38 ~ FMT45
45° b 7 1187-00 Q8 Q
L 88 8
' C) ] Ami Id1 -
B SNKX 1205 AN (12,7 12,7 | 5,56 | 5,2 2 5 © 3 MMT45 i
= R 1187-10 2 Q Q 8
=] 0 0 Yo) E2
o [=] o 20
SNKX 0904 9,52 9,52 4,76 44 15 FMT45 H
AN-TT N g
N~ [)
o 2<
" g
&8
30° SNKX 1205 AN-T 12,7 (12,7 | 5,44 52 2 3 ) b FMT45 82
45° b 7 1187-12 QIR Q
w0 Yo} [Yo]
—— 1 2 | 2
17205 Il im:
N\ e Id1
1 s .
85
300 SNKX 1205 12,7 12,7 | 5,56 52| 2 22 3 o FMT45 2
45° b 7 AN-TR NN Q Q H
1187-10 TR 33 & 3 Eo
-|= - - 85
2H Fl g8
S\ 1 SNKX 1205 12,7 12,7 | 556 |52 2 |@ ®=
175 AN-TT S
-S_ ~
R
= ‘.,'b . R
N-4
CICICINE = &0
B = Neps.bii BoIGOp First choice ‘ M ‘
[J = AnbTepHatusa Alternative Oololo 0 1 _
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H

OcHacTka
Clamping

www.itmash.ru A.119

Mpunoxenuns
Attachment



Twincut-TopueBbie hpe3bl 45°
Twincut face milling cutters 45°

& LE

KaTt. Ne Cat.-No.

-15°

- S
é;<45°1>

\

13°

<

|

.
LMT+ FETTE
W’

FMT45 11250-12 EF

NpeHT. Ne Koag LMT e g ?

dy ds h do z ap Ident. No. LMT-Code

80 94 50 27 10 7 1027361 FMT45 S12.080AN-E SNKQ 1205 AN 1045123 | 1048344
100 114 50 32 12 7 1027362 FMT45 S12.100AN-E 1187-13 T20
125 | 139 63 40 16 7 1027363 FMT45 S12.125AN-E
160 | 174 63 40 20 7 1027364 FMT45 S12.160AN-E
200 | 214 63 60 24 7 1027365 FMT45 S12.200AN-E SNKU 1205 ANTR
250 | 264 63 60 30 7 1027366 FMT45 S12.250AN-E
315 | 329 80 60 36 7 1027367 FMT45 S12.315AN-E

1) Yron Ha petanu 43,5°

Angle on workpiece 43,5°

A.120

www.itmash.ru

PekomeHpauum no pexvnmam pesaHusa Ha cTp. A.197, A.201
Cutting data recommendations starting page A.197, A.201



CMeHHble nnacTuHbl gns TopueBbix hpe3 Twincut 45° Ve
Indexable inserts for Twincut face milling cutters 45° LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
<powor SEEEEEEEEEEEEE
N = Number of Kop LMT sssssgggggggggg KaT. Ne
cutting edges LMT-Code | d s dy |b/r |a|ad|aaaaladajaalald|aal Cat.-No.
45° b SNKQ 1205 AN | 12,7 | 12,7 | 5,56 | 52 | 2 8 3 FMT45
Z 1187-13 3 Q
e < Yo)
o o
\WW)
N=8
b 30° SNKU 1205 12,7 |12,7 | 5,56 52 2 | RS FMT45
45 A AN-TR Q 31213
P 8 388
u = R=2 e
d (} di
K\ %
| s
N=28
m ol | NN
B = Neps.biit BoIGOp First choice O ‘ M ‘
[J = AnbTepHatusa Alternative 0 ™ 1
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H

www.itmash.ru
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“2
-
LG
ES
.
o
¥
z=
M=

CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



MultiEdge-VA TopueBbie cpesbl 45° Y
MultiEdge VA face milling cutters 45° LMT- FETTE

U s
VLR L SAHT 1005

ds| & =X} o
Lod

O L
Kat. Ne Cat.-No. FMV45
Wnent. Ne Kop LMT i g ?
dy h ds do z ap Ident. No. LMT-Code
32 40 32 16 4 4 9198571 FMV45 S10.032AN-I SAHT 1005 AA-ER 1045131 1048335
40 | 40 40 @ 22 5 4 9198572 FMV45 S10.040AN-| T15
50 @ 40 40 22 6 4 9198573 FMV45 S10.050AN-|
63 @ 40 50 22 7 4 9198574 FMV45 S10.063AN-I
50 | 40 40 | 22 4 6 9198575 FMV45 S13.050AN-I SAHT 1306 AA-EN 1045777 1048344
63 @ 40 50 22 5 6 9198576 FMV45 S13.063AN-| T20
80 @ 50 60 27 6 6 9198577 FMV45 S13.080AN-I
100 @ 50 75 32 7 6 9198578 FMV45 S13.100AN-I
125 | 63 90 @40 8 6 9198579 FMV45 S13.125AN
160 = 63 | 130 @ 40 9 6 9198582 FMV45 S13.160AN
"IC  32-100 PexkomeHpaumn no pexxumam pesanuns Ha ctp. A.202
Cutting data recommendations starting page A.202
CMeHHbIe NacTUHbI
Indexable inserts
Pexywuit matepuan
Cutting materials
UpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx b4 s s For cutter
=
eI SR I
N = Number of Kop LMT ssssg%%gg%gggﬁﬁ Kar. Ne
cutting edges LMT-Code 1 d s d4 r |d|a|d|a|a|/a/a|a|d|a|a/a/a|a|dJ| Cat.-No.
15° SAHT 1005 - 10 |5,56 4,4 0,8 © oladIRe Q| FMv4s
7 AAER R NS S
[} oo oo o
- NN OO — N
o oo KN~ O® o
SAHT 1306 - 113,5/6,35/55 /0,8 S Sl88I%L N
AAEN S RN o
[t} oo ¥ O w o
=} NN OO o N
- oo NN~ - o
N=4
|| [_Jm P
M = lMeps.bIi BoIGOP First choice O B E O M
[J = AnbtepHatuBa Alternative u ™ K
OnuncaHne/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 = N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
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Multi-Mill 6a3a kopnyca cpe3sbl Y
Multi-Mill basic cutter bodies LMTe. FETTE

KoHuesbie ¢pesbl
Milling with end mills

X

/111: ERHIR
"

O
T d1

KaTt. Ne Cat.-No.

CMeHHble NNacTuHb!

2
o}
2
£
@
el
T
X
[}
°
5

CTaHpapTHbIV war menkun fine MakcumanbHoe Kon-Bo 3y6beB

Kopg LMT NpeHT. Ne Kop LMT NaeHT. Ne Kop LMT NaeHT. Ne
dy h do z LMT-Code Ident. No. | z LMT-Code Ident. No. | z LMT-Code Ident. No.
100 | 63 | 32 6 MM 100AN 1028001
125 63 | 40 6 MM 125AN 1028002 8 MM 125AN-F 1028010 9 MM 125AN-EF 1028060
160 | 63 | 40 | 8 MM 160AN 1028003 | 12 MM 160AN-F 1028011 | 13 MM 160AN-EF 1028061 2
200 63 | 60 @ 10 MM 200AN 1028004 | 14 MM 200AN-F 1028012 | 18 MM 200AN-EF 1028062 §
250 63 | 60 @ 12 MM 250AN 1028005 | 18 MM 250AN-F 1028013 | 24 MM 250AN-EF 1028063 g_g
315 80 60 | 16 MM 315AN 1028006 | 22 MM 315AN-F 1028014 | 32 MM 315AN-EF 1028064 §§
400 80 | 60 @ 18 MM 400AN 1028007 | 26 MM 400AN-F 1028015 | 40 MM 400AN-EF 1028065 28
500 80 60 @22 MM 500AN 1028008 | 32 MM 500AN-F 1028016 | 52 MM 500AN-EF 1028066

PekomeHpgauuy no pexxmmam pesaHus Ha cTp. A.203
Cutting data recommendations starting page A.203

Touenne
Turning

CsepneHue

Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.123

Mpunoxenuns
Attachment



Multi-Mill 6a3a kopnyca ¢pe3bl — Komnnekrywuwue Vam
Multi-Mill basic cutter bodies - Spare parts LMT-. FETTE

0 I ENEDN

KapTtpuaxu NpeHT. Ne
Cartridges Ident. No. UpaeHT. Ne Ident. No.
SE_N1203 1028072 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
19° 107%{
® ot
55
SE_N1504 1028041 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
& %
d@w
B 9
[
SE_N1204 1028040 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
o %
é Qﬁ\w
SP_N1203 1028042 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
@@ e
17 75°
I oo
SE_N1204 1028073 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
5%
%@ % b 88°
IS
TP_N1603 1028046 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
TP_N2204 1028047 2337584 | 1045181 1048427 | 2141985 | 2146544 | 1045713 | 2147491
19
@ 7 Kj 90°
JZ 118
SE_W1204 1028051 - 1045777 | 1048344 | 2141985 @ 2146544 | 1045713 | 2147491
50
g 122 ‘iZL\ggo
s
10
SN_X1205 1028050 - 1045123 | 1048344 | 2141985 @ 2146544 @ 1045713 | 2147491
17°x
7 -15° %
g (2]5.7\45“)
- ]
OC_X0606 1028077 - 1045777 | 1048344 | 2141985 @ 2146544 | 1045713 | 2147491
P@ I
r @L 45°1>
fto— 4'10
ON_U0606 1028081 - 1045133 | 1048477 | 2141985 @ 2146544 | 1045713 | 2147491

5 15°
| @L 45°1>
4 10

'Yron Ha getanu 43,5°
Angle on workpiece 43,5°
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Multi-Mill 6a3a kopnyca dpe3bl - KomnnekTtywuwme
Multi-Mill basic cutter bodies — Spare parts

® §

|

.
LMT+ FETTE
W’

N N

KapTtpuaxu NpeHT. Ne
Cartridges Ident. No. NaeHT. Ne
RC_X1606 1028077 - 1045777 | 1048344 | 2141985 @ 2146544 | 1045713 | 2147491
18°
@g '7’0\;;" |
XC_X1606 1028077 - 1045777 | 1048344 | 2141985 | 2146544 @ 1045713 | 2147491
20°
70 .&,7
B e
56 559
XO0_X1606 1028077 - 1045777 | 1048344 | 2141985 @ 2146544 @ 1045713 | 2147491
20°%
-7° i
g ]‘ 60°
@ ‘7‘ ‘5
13
SA_T1306 7055982 - 1045777 | 1048344 | 2141985 @ 2146544 | 1045713 | 2147491
15°¢
@ -Ze %
- IINN g
b
SP_W1204 1028075 - 1045777 | 1048344 | 2141985 | 2146544 @ 1045713 | 2147491
s
o b g™
— t
SN_X1205 1028052 - 1045123 | 1048344 | 2141985 @ 2146544 @ 1045713 | 2147491
01
7 L A
T_a
10
SE_W1204 1028053 - 1045777 | 1048344 | 2141985 | 2146544 = 1045713 | 2147491
19° 10&(
E f Qlﬁ.\w
~ 55
SP_X1205 1028055 - 1045123 | 1048344 | 2141985 @ 2146544 | 1045713 | 2147491
17°¢
T YZ*\%O
b sk
10
AP_T1604 1028054 - 1045131 1048335 = 2141985 @ 2146544 | 1045713 | 2147491
12°
g 129, 90°
b E\
14
AD_X1705 1028049 - 1045114 | 1048335 | 2141985 @ 2146544 | 1045713 | 2147491

14°

12-16°F 90°

|2I

www.itmash.ru
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KoHuesbie ¢pesbl
Milling with end mills

CMeHHble NNacTuHb!

2
o}
2
£
@
el
T
X
[}
°
5

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

0O6paboTka pe3b6 CsepneHue
Drilling

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



MultiEdge 3Feed BBuHUYMBarwwmecs pesepHbie roJI0BKU

MultiEdge 3Feed screw-on type end mills

LR L ¢

.
LMT+ FETTE
W’

I3 i ‘ _ d1 - dg
ol =T 2
i~ | . T L
T | theo b'#‘h-. -
ds | dy ———jz_— — 4 N ([
W *

Kat. Ne Cat.-No. ECP IK"

NpeHT. Ne Kog LMT g g ?
d1 di |3 d3 d5 d2 Z Apmax Rtheo Ident. No. LMT-Code
16 | 4,8 28 | M8 13 8,5 2 1 1,5 | 1025001 ECP X07.16TR028-I XPHW 1044972 | 1048326
20 9 30 M10 18 |10,5 3 1 1,5 | 1025005 ECP X07.20TE030-I 070308 SR T8
25 14 33 M12 | 21 12,5/ 3 1 1,5 1025006 ECP X07.25TF033-I
25 14 33 M12| 21 [12,5| 4 1 1,5 | 1025007 ECP X07.25TF033-IF

1) dpesbl 4OCTYMHbI TAKXE U B AHOMMOBOM UCMOSHEHNN
Cutters also available in inch

YpnvHuTenn n nepexofHnkn B pasgene ,,Cuctembl kpenneums“ Ha ctp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

MultiEdge 3Feed KoHueBble hpesbl
MultiEdge 3Feed end mills

SN IR ) ¢

5 i ‘ dq—ds
Ap max theo PR, -
p OOX\/J 2
®| d: PECI
e = MLy e —_—
i
|
) 5 I
_W_|
KaT. Ne Cat.-No. ECP IK"
NpeHT. Ne Kopg LMT \v’- é ?
d, d; I3 I4 do r4 @p max Riheo |Ident. No. LMT-Code
16 | 4,8 45 160 16 | 2 1 1,5 | 1025025 ECP X07.16AN160-I XPHW 1044972 | 1048326
20 9 60 175 20 3 1 1,5 | 1025026 ECP X07.20AN175-| 070308 SR T8
25 14 75 190 25 | 3 1 1,5 | 1025027 ECP X07.25AN190-I
25 14 75 190 25 4 1 1,5 | 1025028 ECP X07.25AN190-IF

1) ®pesbl LOCTYMHbI TAKXKE 1 B AONMOBOM UCMOHEHUN
Cutters also available in inch

A.126 www.itmash.ru

PekomeHrgaummn no pexxumam pesaHns Ha cTp. A.205
Cutting data recommendations starting page A.205



CmeHHble nnacTtuHbl ans ¢ppe3 MultiEdge 3Feed

Indexable inserts for MultiEdge 3Feed screw-on type end mills and end mills LMT- FETTE §§
\ 7 € o
-

Pexywuit matepuan
Cutting materials

UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx b4 For cutter
K GokrkkESr3Zgra,N
poMoK Qo oo I IQTSooc
QT TN IR IR0 -2 =]
N = Number of Kop LMT ssssgggggéggggg Kat. Ne
cutting edges LMT-Code | d s dy | r |2|d|a/aa/ala|a|a|a/a|a|d|djal Cat.-No.
XPHW 070308 - 6,79 2,78 | 2,8 0,8 |§! Q ECP IK
SR % ©
0 w0
o o

CMeHHbIe NNacTHHbI

7}
t
@
@
£
@
o
©
4
@
°
5

N=3

u
B = Nepsbiii BeIGOp First choice 0O O ‘ M ‘
[ = AnbtepHatuBa Alternative 0O

Onuncanne/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

OGpa6oTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.127

Mpunoxenuns
Attachment



MultiEdge 4Feed BBuHUYMBarwmecs pesepHbie roJI0BKU

MultiEdge 4Feed screw-on type end mills

LR S ¢

a
P max Rtheo

ds| dg| f—-—ldof———==4} |

.
LMT+ FETTE
W’

Kart. Ne Cat.-No. ECP V07 IK"
NpeHT. Ne Kog LMT e g ?
d1 di |3 d3 d5 d2 Z  Apmax Rtheo Ident. No. LMT-Code
20 6,9 30 M10| 18 10,5 2 1 1,6 | 7028485 ECP V07.020TS030-I XCNT 070308 SN-TR | 9199156 | 1048326
25 12 33 M12 | 21 12,5 3 1 1,56 | 7028486 ECP V07.025TF033-I XCNT 070308 EN-TR T8
32 /19 143 M16| 29 (17 | 83 1 1,5 | 7028487 ECP V07.032TH043-I XCNW 070308 SN
32 19 43 M16| 29 |17 4 1 1,5 | 7028488 ECP V07.032TH043-IF
35 22 43 'M16 | 29 (17 | 5 1 1,5 7028489 ECP V07.035TH043-I

1) dpesbl [OCTYMHbI TaKXe 1 B 4I0ONMOBOM UCTOHEHNN
Cutters also available in inch

YpnnHutenn n nepexofaHnkn B pasgene ,,Cuctembl kpennenmsa“ Ha ctp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

MultiEdge 4Feed KoHueBble pesbl
MultiEdge 4Feed end mills

SN IR O ¢

A max__ Ritheo

e e
I3
l4
Kar. Ne Cat.-No. ECP V07 IK"
NpeHT. Ne Kopg LMT e é ?

d4 d; I3 I4 d> r4 @p max Riheo |Ident. No. LMT-Code
20 6,9 60 175 20 2 1 1,5 7028512 ECP V07.20AN175-I XCNT 070308 SN-TR | 9199156 | 1048326
25 |12 75 190 25 3 1 1,5 7028513 ECP V07.25AN190-I XCNT 070308 EN-TR T8
32 19 80 210 32 3 1 1,5 7028514 ECP V07.32AN210-I XCNW 070308 SN
32 19 80 210 32 4 1 1,5 7028515 ECP V07.32AN210-IF

1) ®pesbl LOCTYMHbI TAKXKE 1 B AONMOBOM UCMOHEHUN
Cutters also available in inch

A.128 www.itmash.ru

PekomeHrgaummn no pexxumam pesaHnst Ha ctp. A.208
Cutting data recommendations starting page A.208



MultiEdge 4Feed BBuHYMBawwWwumecsi chpesepHbie rojIoBKU

Y ]
MultiEdge 4Feed screw-on type end mills LMT- FETTE gt
g e
8=
LIR200 ] A 6
I3
8p max F{theo
] g
ds| d3 7,7ji7,7,7, dy
Kat. Ne Cat.-No. ECP V09 IK" -
NpeHT. Ne Kopg LMT e g ?
d1 di |3 d3 d5 d2 Z Apmax Rtheo Ident. No. LMT-Code %
32| 17 43 M16 29 17 |13 12 | 25 7028490 ECP V09.032TH043-I XCNT 097912 SN-TR | 1045105 | 1048335 §
32| 17 43 M16 29 17 14 12 | 25 7028491 ECP V09.032TH043-IF XCNT 09T912 EN-TR T15 gg
35 20 43 M16 29 17 14 12 | 25 7028492 ECP V09.035TH043-I XCNW 097312 SN 32
42 | 27 | 43 |M16| 29 17 14 12 | 25 7028493 ECP V09.042TH043-IW &6
42 | 27 43 M16 29 17 |6 12 | 25 7028494 ECP V09.042TH043-|
1) ®pesbl LOCTYMHbI TAKXKE U B AOWMOBOM UCMONHEHUN
Cutters also available in inch
YOAVMHUTENN 1 NEPEXOAHNKIM B pa3aene ,,CnuctemMbl kpenneHns“ Ha cTp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112
L
MultiEdge 4Feed kKoHueBble (hpesbl
MultiEdge 4Feed end mills
he | [ | = o
CLE L
aP max Rtheo
el S
|1 gg
oF
Kat. Ne Cat.-No. ECP V09 IK" g2
UpeHT. Ne Koa LMT e % ? i3
d4 d; I3 I4 d> z Ap max Riheo |Ident. No. LMT-Code -
32 | 17 | 80 [210 | 32 3 1,2 2,5 7028516 ECP V09.32AN210-I XCNT 097912 SN-TR | 1045105 | 1048335
XCNT 097912 EN-TR T15
32 | 17 | 80 [210 | 32 4 1,2 2,5 7028517 ECP V09.32AN210-IF XCNW 097312 SN
1) dpesbl [OCTYMHbI TaKXKe 1 B AIONMOBOM UCTONHEHNN PekomeHgaumm no pexxviMam pesanus Ha cTp. A.208
Cutters also available in inch Cutting data recommendations starting page A.208 8o
85
www.itmash.ru A.129

Mpunoxenuns
Attachment



MultiEdge 4Feed TopueBas ¢pesa

MultiEdge 4Feed face milling cutters

LR 1 ¢

ds| do

KaTt. Ne Cat.-No.

Rtheo

.
LMT+ FETTE
W’

®

NpeHT. Ne Kog LMT
dy d; h ds do Z | Apmax Rineo | Ident. No. LMT-Code
FCP V09 IK"
42 | 27 | 40 | 32 16 | 3 | 1,2 2,5 | 7028495 FCP V09.042AN-IX XCNT 09T312 SN-TR | 1045114 | 1048335
42 27 40 32 16 | 4 | 1,2 2,5 | 7028497 FCP V09.042AN-IW XCNT 09T312 EN-TR T15
42 27 | 40 @32 16 | 5 | 1,2 2,5 | 7028496 FCP V09.042AN-I XCNW 09T312 SN
52 | 37 | 40 | 40 | 22 4 | 1,2 2,5 | 7028498 FCP V09.052AN-IX
52 37 40 40 | 22 | 5 | 1,2 2,5 | 7028499 FCP V09.052AN-IW
52 37 40 40 | 22 | 6 | 1,2 2,5 | 7028500 FCP V09.052AN-I
FCP V12 IK")
42 | 23 40 | 32 16 3 15 3,5 | 7028501 FCP V12.042AN-IW XCNT 120520 SN 1045123 | 1048344
42 |23 40 @ 32 16 41 15 3,5 | 7028502 FCP V12.042AN-I XCNT 120520 EN-TR T20
52 /33,1 40 @ 40 @ 22 41 15 3,5 | 7028503 FCP V12.052AN-IW XCNW 120520 SN
52 33,1 40 @ 40 @ 22 5 15 3,5 | 7028504 FCP V12.052AN-I
66 47,1 50 @ 50 | 27 5 15 3,5 | 7028505 FCP V12.066AN-IX
66 47,1 50 @ 50 | 27 6 15 3,5 | 7028506 FCP V12.066AN-IW
66 47,1 50 @ 50 | 27 7 15 3,5 | 7028507 FCP V12.066AN-I
80 (61,2 50 @ 60 | 27 6| 1,5 3,5 | 7028508 FCP V12.080AN-IW
80 61,2 50 60 | 27 8 15 3,5 | 7028509 FCP V12.080AN-I
100 81,2 50 | 65 | 32 7 15 3,5 | 7028510 FCP V12.100AN-IW
100 81,2 50 65 32 (10 15 3,5 | 7028511 FCP V12.100AN-I

1) dpesbl [OCTYMHbI TaKXe 1 B AIONIMOBOM UCTOSHEHUN
Cutters also available in inch

A.130

www.itmash.ru

PekomeHgaumm no pexxviMam pesanusi Ha cTp. A.208
Cutting data recommendations starting page A.208



CmeHHble nnacTuHbl ans ¢ppe3 MultiEdge 4Feed

Indexable inserts for MultiEdge 4Feed screw-on type end mills and end mills LMT- FETTE gt
W’ s
£
M
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx b4 For cutter
K Gorrgr2232gr< N
poMOK o owoo I JFIToocw
0T I NOT ¥ T -+ T O
N = Number of Kop LMT ssssggggggggggg KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|a/a/alala|a|a|a|a|a|a|dJjadl Cat.-No.
150 XCNT 070308 | 7,94 | 7,94 3,18 | 3,4 0,8 |12 3 LI ECP IK
e EN-TR 2 = 2|8
(00 oo;T 7° 2 S 2
QV/\WO |d1 o ~ o o
=\_//c| B .
a%_ﬁé& I
' s g8t
== E2
20
32
N=4
o
050 XCNT 070308 | 7,94 | 7,94 3,18 34 08 |8 % S8 ECP IK H
L | S 2 223 §
IR\ 7% o o oo §,_§
f\ 4 — [ i 53
OF @ $s
=00 i (XO)
-S|
g
o5
2 XCNW 070308 | 7,94 | 7,94 3,18 3,4 /0,8 § % § § ECP IK Ll
SN © N © ©
© <t | 00 |
— O =
o ~ o o
g o
&=
85
N=4
R XCNT 097312 | 9,52 | 9,52 | 3,97 | 3,8 1,2 |2 ~ — AN ECP IK ©
15 T} — o RRTe] E
r ’7\ EN-TR 4 ~ 3123 FCP IK g
QQO 000 7 g é g g E‘g
O Tl
E\S g:
00guq
I -S|
gg
<
22
se
N = 4 €5
m m mo [ &
B = Neps.bii BoIGOp First choice O ‘ M ‘
[J = AnbTepHatusa Alternative 0 =
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
go
o5
is
85
www.itmash.ru A.131

Mpunoxenuns
Attachment



CmeHHble nnacTuHbl ans pes MultiEdge 4Feed Y
Indexable inserts for MultiEdge 4Feed screw-on type end mills and end mills LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
Kpowor g8EEE83E3535828
N = Number of Kop LMT 8888355335888§8 KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|aja/alala|a|a|a|a|a|a|dJjdl Cat.-No.
o5 XCNT 097312 9,52/ 9,52/ 3,97 3812 & § 35 ECP IK
2 '7\ SN-TR % 5 % % FCP IK
e R E Ree
() 1 ,]d1
W
i)
LS|
N=4
r XCNW 09T312 9,52 9,52/ 3,97 13812 Q RF|Y ECP IK
F—ﬁ(r\ SN 3 2133 FCP IK
A int © I|e|e
&JJ 1 (o) N o o
| s |
N=4
m mo [
W = MepsbIii BoIGOp First choice O ‘ M ‘
[J = AnbTepHatuBa Alternative =
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
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CmeHHble nnacTuHbl ans pes MultiEdge 4Feed Y
Indexable inserts for MultiEdge 4Feed screw-on type end mills and end mills LMT- FETTE
W’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx b4 For cutter
K Gorrrg22Lr32gkr< N
poMOK Qo0 oWwo I IQQTSooc
0T T AN® T IS -T2 O
N = Number of Kop LMT ssssggggggggggg KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|a/a/alala|a|a|a|a|a|a|dJjadl Cat.-No.
15° XCNT 120520 12,7 12,7 | 5,56 | 52 | 2,0 | § by 58 FCP
[ ’7\ EN-TR S ~ SIS
PRI 7 = 5 o\
gf/\ 2 ld o ~ oo
T H 1
E\S
00909
I -S|
N=4
o5 XCNT 120520 12,7 12,7 1 5,56 | 5,2 | 2,0 | & 5188 FCP
r T~ SN-TR o R % %
s 0 < 0|0
IR\ 7% =) ISI=A
(@R | ,Id1
SE
|
-S|
XCNW 120520 12,7 (12,7 | 5,56 52|20 7 TIND FCP
SN > R 3D
[ee] <t | O oo
— O =
(o)) N~ o O
N=4
m m L]I= P
B = Nepsbiii BEIGOP First choice 0O ‘ M ‘
[ = AnbtepHatusa Alternative 0 E O m
Onuncanne/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 0 s
H
www.itmash.ru A.133
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting
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Threading Rolling
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Clamping

Mpunoxenuns
Attachment



ACU-Jet Premium npocunbHbie dpesbl
ACU-Jet Premium copy end mills

LURSE ga 6 &

am
LMT+.KIENINGER
)

d5 d3 '
da|
Kar. Ne Cat.-No. ACU-Jet
NpeHT. Ne Kopg LMT @ % ?
dy ' ds I3 ds ds d» z | Ident No. LMT-Code \J

AF = YnctoBas o6paboTtka Application Finishing

20 7 3 | 18 M10/10,5 3 9082897 ECC R07.020TS 30-03-I-AF RD... 07 1045977 | 1048326
20 | 10 H 30 | 18 |M10 10,5| 2 9082898 ECC R10.020TS 30-02-1-AF RD... 10 1044981 1048335
24 12 35 21 (M12 125 2 9082896 ECC R12.024TF 35-02-I-AF RD... 12 1044981 1048335
25 7 38 | 21 M12[125 5 9082895 ECC R07.025TF 35-05-I-AF RD... 07 1045977 | 1048326
25 | 10 | 35 21 M12 12,5 3 9082894 ECC R10.025TF 35-03-I-AF RD... 10 1044981 1048335
32 | 12 | 40 | 29 |M16 17 4 9091058 ECC R12.032TH 40-04-I-AF RD... 12 1044981 1048335
AFR = YucrtoBas - YepHoBasa o6paboTka Application Finishing - Roughing
35 | 12 | 40 29 M16 17 4 9082892 ECC R12.035TH 40-04-I-AFR RD... 12 1044981 1048335
42 | 12 | 40 | 29 |M16 17 5 9082891 ECC R12.042TH 40-05-1-AFR RD... 12 1044981 1048335
AR = YepHoBasi o6pa6oTka Application Roughing
32 | 16 | 40 29 WM16 17 2 7025927 ECC R16.032TH 40-02-I-AR RD... 16 1044990 | 1048344
42 | 16 40 | 29 |M16 17 3 7025942 ECC R16.042TH 40-03-I-AR RD... 16 1044990 | 1048344

ACU-Jet Premium npodunbHbie ¢hpesbl

ACU-Jet Premium copy end mills

LURSE ga 6 &

ds
Kat. Ne Cat.-No.
NaeHT. Ne Kopg LMT g ?
d1 d4 h d5 d2 z Ident. No. LMT-Code
AFR = YucroBas - YepHoBas o6pabotka Application Finishing — Roughing
52 12 40 40 22 6 9082887 FCC R12.052AN 40-06-1-AFR RD... 12 1044981 1048335
52 16 40 48 22 5 9082886 FCC R16.052AN 40-05-1-AFR RD... 16 1044990 | 1048344
66 16 50 48 27 6 9082878 FCC R16.066AN 50-06-1-AFR RD... 16 1044990 | 1048344
AR = YepHoBasi o6pab6oTka Application Roughing
52 16 50 46 22 5 7025945 FCC R16.052AN 50-05-1-AR RD... 16 1044990 | 1048344
66 16 50 57 27 6 7025946 FCC R16.066AN 50-06-1-AR RD... 16 1044990 | 1048344
80 16 50 60 27 7 7025947 FCC R16.080AN 50-07-1-AR RD... 16 1044990 | 1048344
100 16 55 78 32 8 7025948 FCC R16.100AN 55-08-AR RD... 16 1044990 @ 1048344

YOIVMHUTENN 1 NePEXOAHNKIN B pa3aene ,,CnuctemMbl kpenneHns“ Ha cTp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

PekomeHpgaumm no pexvmam pesanus Ha cTp. A.207
Cutting data recommendations starting page A.207

A.134 www.itmash.ru



MnactuHbl RDHX gna ACU-Jet Premium npodunbHbix hpes

Y, 2
Copy inserts RDHX for ACU-Jet Premium copy end mills LMT- KIENINGER HE
N’ e
é’é
és
Pexywuit matepuan
@ @ @ @ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx g For cutter
Kpowox SRR IR R
N = Number of Kog LMT ssggssggggsgggg Kat. Ne
cutting edges LMT-Code | d s dy | r |[2|3|a/aa/aa|/dJdJ|a/a|a|d|a|a| Cat.-No.
RDHX 1003 - 10 /3,18 3,8 | - 9 ECC
MO-TK 5
©
>
d RDHX 12T3 - 12 | 3,97 38| - 3 ECC 2
-~ MO-TK 5 FCC 8g
e 2 ik
I 5
g Ha
RDKX 12T3 - 12 | 3,97 38| - 9 3¢
MO-TK ©
<
>
RDKX 1604 - 16 | 4,76 | 52 | - > FCC H
MO-TK © ]
< Qo
o g<
" i
RDMX 1604 - 16 | 4,76 |52 | - g &6
MO-TK 8
0
>
umm P
B = Nepsbiii BeiGop First choice EOm ‘ M ‘
[0 = AnbtepHatuBa Alternative EEE
OnucaHne/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222 N %_g
Description/Designation of grades and ISO-Code starting page A.222 s '§§
85
g
-3
8-
1E
gé
85
www.itmash.ru A.135
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Twincut-Kopier-BeuHunBarowmecs ppesepHbie rojioBKU Vam
Twincut copying screw-on typ cutters LMT- FETTE

Ralh S SR ¢

ds| ds J
©)
dg‘ -
Kart. Ne Cat.-No. ECT THR 11467
NaeHT. Ne Kopg LMT e g ?
d1 d4 |3 d5 d3 dz z Ident. No. LMT-Code
10 5 | 28 13 | M8 85 2 1040995 ECT R05.010TR028 RCHX 05T1 MO 1045604 | 1048434
12 5 | 28 13 M8 85 2 1040996 ECT R05.012TR028 T6
16 5 | 25 13 | M8 85| 4 1041091 ECT R05.016TR028
20 5|26 18 M10/10,5 5 1041092 ECT R05.020TS026
25 5 33 18 [M10 10,5| 6 1041093 ECT R05.025TS033
32 5 43 29 M16 17 7 1041094 ECT R05.032TH043
15 7 | 23 | 13 M8 85 2 1041101 ECT R07.015TR023 RCHX 0702 MO 1044972 | 1048432
20 7 30 18 [M10 10,5| 4 1041103 ECT R07.020TS030 T8
16 8 25 13 M8 85 2 1041042 ECT R08.016TR025 RCHX 0803 MO 2237513 | 1048326
20 8 | 26 18 M10/10,5 3 1041095 ECT R08.020TS026 T8
25 8 | 33 18 M10/10,5 4 1041096 ECT R08.025TS033
20 | 10 26 | 18 |[M10 10,5| 2 1041045 ECT R10.020TS026 RCHX 10T3 MO 1045132 | 1048335
25 | 10 | 33 | 18 |[M10 10,5 3 1041046 ECT R10.025TS033 T15
30 10 @ 43 | 29 Mi16 |17 4 1041097 ECT R10.030TH043
35 | 10 | 43 | 29 |M16 17 4 1041098 ECT R10.035TH043
25 12 33 | 21 M12 12,5 2 1041074 ECT R12.025TF033 RCHX 1205 MO 1045123 1048344
32 12 | 43 | 29 M16 |17 3 1041062 ECT R12.032TH043 T20
40 12 | 43 | 29 Mi16 |17 4 1041064 ECT R12.040TH043
32 16 43 | 29 Mi6 17 2 1041105 ECT R16.032TH043 RCHX 1606 MO 1045777

YOAMHUTENN 1 NeEPEXOAHNKIN B pa3aene ,,CuctemMsl kpenneHns“ Ha cTp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

A.136
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Cutting data recommendations starting page A.210



Twincut-lNMpodunbHbie hpesbl
Twincut copying milling cutters

KaTt. Ne Cat.-No.

.
LMT+ FETTE
W’

FCT 11355"

NaeHT. Ne Kopg LMT e % ?
dy ds h dy z Ident. No. LMT-Code
42 10 40 16 5 1041087 FCT R10.042AN RCHX 10T3 MO 1045132 1048335
T15

52 12 40 22 5 1041051 FCT R12.052AN RCHX 1205 MO 1045123 | 1045344
66 12 50 27 6 1041055 FCT R12.066AN T20
66 16 50 27 5 1041058 FCT R16.066AN RCHX 1606 MO 1045777

80 16 50 27 6 1041060 FCT R16.080AN

100 16 50 32 7 1041073 FCT R16.100AN

125 16 63 40 8 1041075 FCT R16.125AN

) dpesbl 4OCTYMHbI TAKXE 1 B AHOMMOBOM UCMOSHEHIN
Cutters also available in inch

PekomeHpgaumm no pexvmam pesanus Ha cTp. A.210
Cutting data recommendations starting page A.210

Pexywuin matepunan
Cutting materials

NpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx b4 s's For cutter
=
e 2e5REI5§3858g28
N = Number of Kop LMT 888855335888§§8 Kart. Ne
cutting edges LMT-Code | d s dy | r |Q|d|d|a/a|a|a|d|d|a|d|a|dJ|d|d| Cat.-No.
030 RCHX 05T1 MO - 5 1,98 2,1 | - § g ECT
I~ 1195-02 © ©
7% 3 8
jd
RCHX 0702 MO - 7 12,78 28| - X =
d s | 1195-07 3 u”.\’)
(o]
S 3
RCHX 0803 MO | - 8 | 3,18 34 - 5 p
1195-03 @ 3
(o] (o]
o o
N = 3aBucuT ot RCHX 10T3 MO - 10 3,97 4,4 - R 8 » ECT
rny6uHbI 06paboTKM 1195-04 s 2 2 FCT
. (o] (o) Yo
depending on =} =} el
depth of =
positioning RCHX 1205 MO - 12 | 5,56 | 52| - 2 Ny S
1195-13 3 2 K
(o] (o] [X9)
o o w0
— — o
RCHX 1606 MO - 16 | 6,35 | 58| - @ 2 o FCT
1195-14 23 2 121 MCT
(o] (o] X9
o o 0
- - o
) FeomeTpus pexyLien kKpomkn tun G —>
Cutting edge design type G
www.itmash.ru A.137

KoHuesbie ¢pesbl
Milling with end mills

CMeHHble NNacTuHb!

2
o}
2
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@
el
T
X
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3y6otpesepoBaHne
Gear cutting

Touenne
Turning

0O6paboTka pe3b6 CsepneHue
Drilling

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



CmeHHble nnacTuHbl gns ¢pes3bl Twincut

Indexable inserts for Twincut copying milling cutters LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
cpono 2855333885802
N = Number of Kop LMT ssss%%gg%gggﬁﬁg Kat. Ne
cutting edges LMT-Code | d s dy | r [2|d|ajaalala|a|a|aa|a|a|aJjal Cat.-No.
230 RCHX 0803 - 8 318 |34 - 5 ECT
1A MO-T 2
1195-03 T 8
Sl RoHX10TS | - | 10 397 44 - 9 ECT
MO-T 3 FCT
1195-04 T ]
RCHX 1205 - 12 | 556 52 - 2
MO-T R
1195-13 T 8
RCHX 1205 - 12 /556 |52 | - 3 FCT
- 4]
N = 3aBucut oT MO-T 3 MCT
rny6yHbl 06paboTKu 1195-23 =
depending on RCHX 1606 - 16 | 6,35 58 - 23 i
depth of MO-T R 3
positioning 1195-24 8 §
RCMX 1205 - 12 | 556 |52 | - 9 ECT
MO-T > FCT
1195-27 3
RCHX 1205 - 12 | 556 52 - o g ECT
MO-TR 3 Y FCT
1195-13 TR 3 3
RCHX 1606 - 16 | 6,35 52 - 85 FCT
MO-TR 318
1195-14 TR 33
N = 3aBucut ot
rny6uHbl 06paboTKu
depending on
depth of
positioning
230 RCKT 0803 - 8 318 34 - ¢ ECT
—t n (V]
/ 7\ MO-TT N
7° Y o
dil -
]
RCKT 10T3 - 10 3,97 44 - |Q ECT
- N
p s | MO-TT N FCT
o
~
N = 3aBucut oT
rny6rHbl 06paboTKM
depending on
depth of
positioning
m (mm O P
M = Mepsoiit BbIGOp First choice 0O olo ‘ M ‘
[ = AnbtepHatuBa Alternative m _
Onuncanune/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O oo s
A.138 www.itmash.ru H




Kopier-eBuH4uBauwmecs hpesepHbie rosioBKu
Copying screw-on type cutters LMTe. FETTE

“2
3 E
8z
LG
ES
§§
o
=3
z=
M=

HELL 2L

0°\ i

o be

d2 4 _
Kart. Ne Cat.-No. ECZ THR 11465 %g

NaeHT. Ne Kopg LMT g g ?
d1 d4 |3 d5 d3 dz Ident. No. LMT-Code
8 5 28 9,7 M6 6,5 2309120 ECZ R05.008TC028 RDHX 0501 MO 1045604 | 1048434

10 5 18 | 9,7 M6 6,5 1043211 ECZ R05.010TC018 T6 H
12 5 28 183 M8 8,5 1041109 ECZ R05.012TR028 §
16 5 28 13 M8 8,5 2309126 ECZ R07.016TR028 §§
20 5 30 18 M10 10,5 1043201 ECZ R05.020TS030 2 2
12 7 18 9,7 M6 6,5 1043212 ECZ R07.012TC018 RDHX 0702 MO 1045972 1048326 %8
12 7 28 13 M8 8,5 1043219 ECZ R07.012TR028 T8
15 7 28 13 M8 8,5 1040997 ECZ R07.015TR028
15 7 23 13 M8 8,5 1043194 ECZ R07.015TR023-F
20 7 30 18 |M10 | 10,5 1043200 ECZ R07.020TS030
25 7 35 21 M12 12,5 1043207 ECZ R07.025TF035
30 7 43 26 ([M16 17 1043213 ECZ R07.030TH043 °
35 7 43 26 (M16 17 1043215 ECZ R07.035TH043 §§
16 8 28 13 M8 8,5 1043220 ECZ R08.016TR028 RDHW 0802 MO 1044972 = 1048326 B2
20 8 29 16 'M10 10,5 1043221 ECZ R08.020TS029 T8
20 10 30 18 |M10 | 10,5 1043202 ECZ R10.020TS030 RDHW 1003 MO 1044981 1048335
25 10 35 21 M12 12,5 1043193 ECZ R10.025TF055 T15

25 10 35 21 M12 [ 12,5
30 10 43 29 Mi16 17
35 10 43 29 Mi16 17
42 10 43 29 Mi16 17
24 12 35 21 M12 12,5
32 12 43 29 Mi16 17
35 12 43 29 Mi16 17
40 12 43 29 Mi16 17

1043206 ECZ R10.025TF035

1043208 ECZ R10.030TH043

1043209 ECZ R10.035TH043

1043222 ECZ R10.042TH043

1043204 ECZ R12.024TF035 RDHW 12T3 MO 1045123 | 1048344
1043195 ECZ R12.032TH066 T20
1043216 ECZ R12.035TH043

1043197 ECZ R12.040THO70

CsepneHue
Drilling

N DA OWNDAWONORADONDNDNDNDOOOOPRAWNDNDDNDORAWN-=|N

24 12 35 21 M12 12,5 1043224 ECZ R12.024TF035-B RDHX 1273 MO 1045105 1048335 9
35 12 43 29 |M16 |17 1043225 ECZ R12.035TH043-B T15 g
42 12 43 29 |M16 |17 1043226 ECZ R12.042TH043-B g_g
32 16 43 29 M16 |17 1043210 ECZ R16.032TH043 RDHW 1604 MO 1044990 1048344 '§_§
T20 8-
YpnuHutenn n nepexofHnkn B pasgene ,,Cuctembl kpennenmsa® Ha cTp. E.112 PekomeHnpgauun no pexxumam pesanus Ha ctp. A.210
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112 Cutting data recommendations starting page A.210

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.139

Mpunoxenuns
Attachment



MpodunbHbie hpesbl
Copying end mills

YRS G A1 ¢

— dg

.
LMT+ FETTE
W’

- ==
B0 : be
Kat. Ne Cat.-No. ECZ 11460
NaeHT. Ne Kopg LMT g g ?
dy ds I4 I3 do z Ident. No. LMT-Code
20 8 125 69 25 2 1043032 ECZ R08.020BS125 RDHW 0802 MO 1044972 | 1048326
T8
25 10 86 36 20 2 1043039 ECZ R10.025BI086 RDHW 1003 MO 1044981 1048335
25 10 125 69 25 2 1043038 ECZ R10.025BN125 T15
25 10 200 144 25 2 1043040 ECZ R10.025BN200
32 12 86 36 20 3 1043043 ECZ R12.032BB086 RDHW 1273 MO 1045123 1048344
32 12 135 75 32 3 1043042 ECZ R12.032BN135 T20
32 12 160 100 32 3 1043044 ECZ R12.032BN160
40 12 135 75 32 4 1043048 ECZ R12.040BF135
40 12 180 120 32 4 1043050 ECZ R12.040BF180
MpodunbHbie hpesbl
Copying milling cutters
v =2
ALY
h
10°
0°\ ‘
- re
KaT. Ne Cat.-No. FCZ 11350
NaeHT. Ne Kopg LMT g g ?
dy ds h do z Ident. No. LMT-Code
42 10 40 16 5 1043227 FCZ R10.042AN RDHW 1003 MO | 1044981 1048335
52 10 40 22 6 1043228 FCZ R10.052AN T15
52 12 40 22 5 1043229 FCZ R12.052AN-B RDHX 12T3 MO 1045105 1048335
66 12 50 27 6 1043230 FCZ R12.066AN-B T15
52 12 40 22 5 1037402 FCZ R12.052AN RDHW 12T3 MO | 1045123 1048344
66 12 50 27 6 1037404 FCZ R12.066AN T20
66 16 50 27 5 1037406 FCZ R16.066AN RDHW 1604 MO | 1044990
80 16 50 27 6 1037408 FCZ R16.080AN

1) ®pesbl LOCTYMHbI TAKXKE U B AONMOBOM MUCMOJHEHUN
Cutters also available in inch

A.140
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Cutting data recommendations starting page A.210



CMeHHble nnacTuHbl ans npoduinbHbIX pes Ve
Indexable inserts for copying end mills LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
KPOMOK HEEAEEHEEEEHERAE
0 I I+ N M <t ¢S b =1
N = Number of Kop LMT 888885533588§§8 KaT. Ne
cutting edges LMT-Code d s d4 || d|d|d|d|d|d|d|d|d|d|d| ] d| Cat.-No.
RDHX 0501 MO 5 |15 |2 9 3 © ECZ
o)
155 1195-01 S 8 5
0 0 8
ds = = =)
RDHX 0702 MO 7 1238 2,7 ~ o N
d s 1195-09 8 8 2
e} re} s
=} =} 8
RDHW 0802 MO 8 /238 28 « b ®
1195-15 3 S 2
© © 3
2 2 =
N = 3aBucuT oT RDHW 1003 MO 10 | 3,18 3,8 ® g N
rny6uHbI 06PaboTKM 1195-25 38 3| |5 5
. (o] O N~
depending on o o o8
depth of =
- RDHW 12T3 MO 12 1397 |5 A Qo Q5| ECZ
positioning o o <38
1195-35 S S S| FCz
© © ~ 18
2 2 2e
RDHX 12T3 MO 12 | 3,97 3,8 2 2 =
— — ©
1195-36 S o 5
N~ N~ Ire)
2 2 =
RDHW 1604 MO 16 | 4,76 | 5,2 © N g ~
© © - ©
1195-45 © ® I<IS
© © ~ 8
2 2 |8¢e
RDKT 0702 7 123827 S ECZ
MO-TT N
~
o
~
RDKT 0802 8 /23828 5
MO-TT N
d N~
o
N~
RDKT 1003 10 | 3,18 | 3,8 3
MO-TT N
N~
)
N~
RDKT 12T3 12 1397 |5 2 ECZ
N = 3aBucut oT MO-TT N FCz
rny6uHbl 06paboTKu ‘E
depending on
P 9 RDKT 1604 16 | 4,76 | 5,2 o
depth of ~
b MO-TT N
positioning ~
o
~
RDKX 12T3 12 | 3,97 | 3,8 =
MO-TT N
N~
o
N~
m (m O P
B = Mepsebiii BbIGOp First choice O O ‘ M ‘
[J = AnbtepHatusa Alternative = 0O
OnucaHne/HasHaveHve cnnasos u ISO-kofoB Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O O s
1) FeomeTpus pexyLuein Kpomku Tun G n H
Cutting edge design type G
www.itmash.ru A.141
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



Finish-Line YHuBepcanbHas c¢pesa

Finish-Line universal cutter

Y
LMT+ KIENINGER
W’

LIlawle 655 g8 4

d2 | M ‘ dy
O
KaTt. Ne Cat.-No. ECG V08
NgeHT. Ne Kog LMT @ g ?
dy lo I3 do M z Ident. No. LMT-Code
20 8 25 10,5 M10 2 6204339 ECG V08.020TE025-I CPHX 080310 SA3075 6119528
25 8 25 12,5  M12 3 6204100 ECG V08.025TF025-I CPHX 080310 SA3075 T8
32 8 30 17 M16 4 6204101 ECG V08.032THO030-I CPHX 080310 S30L62
35 8 30 17 M16 4 6204102 ECG V08.035TH030-I CPHX 080310 SA3075
40 8 30 17 M16 5 6204340 ECG V08.040THO030-I CPHX 080310 SA3075

Finish-Line yHuBepcanbHas ¢pesa

Finish-Line universal cutter

VI

da

Kat. Ne Cat.-No. FCG V08
NaeHT. Ne Kopg LMT @ % ?
d4 Io h ds z Ident. No. LMT-Code
42 8 40 16 5 6204341 FCG V08.42FN040-I CPHX 080310 S30L62 6119528
52 8 40 22 6 6204342 FCG V08.52FN040-I CPHX 080310 SA3075 T8
66 8 50 27 7 6204343 FCG V08.66FN0O50-I CPHX 080310 S30L62

A.142
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MnactuHbl CPHX ans cdpe3ssbl Finish-Line /"
Copy inserts CPHX for Finish-Line universal cutter LMT- KIENINGER
e’
Pexywuit matepuan
oo L XY Cinin maera
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gégggsggeggggag
N = Number of Kog LMT NN ©NGoolkoOl 56O o KarNe
Z 0
cutting edges LMT-Code d s d4 3 3 3 E 3 3 3 E E E 3 3 3 m Q| Cat.-No.
CPHX 080310 7,938 3,18 | - 3 ECG
Q FCG
o
A
©
CPHX 080320 7,938/ 3,18 | - 3
<
o
N
©
u P
B =Mepsbiii BLIGOP First choice 0 M ‘
[ = AnbtepHatuBa Alternative = O
Onuncanune/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s
L] d H
www.itmash.ru A.143
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



®pe3bl co chepudeckum KoHyom GRT /N
Ball nose copy roughing cutters GRT LMT+ KIENINGER

h6 b
(RG] &

Kat. Ne Cat.-No. EBGT

1) 1)
MaeHT. Ne Koa LMT 0 g & g ?
d1 |2 |1 |3 d3 dz Ident. No. LMT-Code

z
25 100 | 190 | 80 25 | 23 2 | 6121224 | EBG T25.025AN190-080 'WPR AS 25 GWS 25| 5x WPS-A| SA T302
25 140 | 230 120 25 | 23 2 | 6121223 | EBG T25.025AN230-120 9x WPS-A | 40115 | T8%
32 100 210 80 32 | 29 2 | 6121227 | EBG T32.032AN210-080 | WPR AS 32 GWS 32| 10 x WPS-A
32 | 140 | 250 120 32 | 29 2 | 6121226 | EBG T32.032AN250-120 16 x WPS-A

®pe3bl co chepudeckum KkoHyom GRT
Ball nose copy roughing cutters GRT

v
o I s

- =)

KaTt. Ne Cat.-No. EBGT

1) 1)
NaeHT. Ne Kog LMT 0 g & g ?
dy Io I4 I3 do MK Ident. No. LMT-Code

z
25 | 100 190 80 23 3 2 6121214 | EBG T25.025M3170-080 WPR AS 25 GWS 25 5 x WPS-A SA T302
25 | 140 | 230 120 | 23 3 2 6121213 | EBG T25.025M3230-120 9 x WPS-A| 40115 T8%
32 100 | 210 80 | 29 4 2 6121217 | EBG T32.032M4210-080 | WPR AS 32 |GWS 32 10 x WPS-A
32 | 140 | 250 120 | 29 4 2 6121216 | EBG T32.032M4250-120 16 x WPS-A
1) KpyTsiLumin MOMeHT Ha cTp. A.156 PekomeHpauumn no pexxumam pesanns Ha ctp. A.210, A.214
Torque see overview page A.156 Cutting data recommendations starting page A.210, A.214

2 OteepTka T30 ans BuHTa GWS 25 1 GWS 32
Screwdriver T30 for screw GWS 25 and GWS 32

3 OTtBepTka T8 ans BuHTa SA 40 115
Screwdriver T8 for screw SA 40 115

[OnHaMoOMeTpUYECKNIA KNIoY Mo 3akasy
Torque spanner on request

MpoeHTnd. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

A.144 www.itmash.ru



®pe3bl co chepudeckum KoHyom GRT

/N e

Ball nose copy roughing cutters GRT LMTe+ KIENINGER gt
W’ 85

2%

h6 b
(RG] &

| —t 21 =T
d S @\
. o o =’m

Kat. Ne Cat.-No. EBGT

1) 1)
Wnewt. Ne Koa LMT 6 % & g ?
d1 |2 |1 |3 |4 d3 dz z Ident. No. LMT-Code

CMeHHbIe NNacTHHbI

7}
t
@
@
£
@
o
©
4
@
°
5

25 |70 (190 46 | 70 | 25 | 23 | 2 | 6121222 EBG T25.05AN190 WPR... 25 |GWS 25| 2x WPT-A | SA | T302
32 | 80 210 49 80 32 29 2 | 6121225 EBG T32.032AN120 | WPR... 32 (GWS 32| 4 x WPT-A = 40115 T893 H
-
&6
®pe3bl co chepudecknm KoHuom GRT
Ball nose copy roughing cutters GRT
o) I s s |
Y io
vy 2c
8=
Iy
I
- -
| i \ o
Sy & ’ == S
of LB
|1 [N}
Kat. Ne Cat.-No. EBGT
1 1 2
NpeHT. Ne Kog LMT 6 é & é ? Eo
d1 |2 |1 |3 |4 d3 MK z |ldent. No. LMT-Code §_§
© =
25 | 70 [170| 46 | 70 | 23 | 3 | 2 | 6121212 EBG T25.025M3170 | WPR... 25 |GWS 25| 2x WPT-A | SA | T302 oF
32 | 70 (190 49 70 | 29 | 4 | 2 6121215 EBG T32.032M4190 | WPR... 32 |(GWS 32| 4 x WPT-A | 40115 | T893

1) KpyTsiLumin MOMeHT Ha cTp. A.156 PekomeHpaauum no pexxumam pesanns Ha ctp. A.210, A.214
Torque see overview page A.156 Cutting data recommendations starting page A.210, A.214

2 OteepTka T30 ans BuHTa GWS 25 1 GWS 32
Screwdriver T30 for screw GWS 25 and GWS 32

3 OteepTka T8 ans BuHTa SA 40 115
Screwdriver T8 for screw SA 40 115

PesbGoHakaTka
Threading Rolling

[OnHaMOMEeTPUYECKNIA KNTIoY Mo 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

OcHacTka
Clamping

www.itmash.ru A.145
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MnactuHbl WRT ansa ¢pes co cchepnueckum KoHuom GRT Vam N
Copy inserts WRT for ball nose copy roughing cutters GRT LMT- KIENINGER
e’
Pexywuit matepuan
@ @ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpes3bl
N = Yucno pexyuwmx For cutter
KPOMOK gggogngC’ogggFN
T ITAITI - 0000 R
N = Number of Kog LMT ssggggggggssggg Kat. Ne
cutting edges LMT-Code | d s d4 || d|d|d|d|dd|d|d|d|d/d/m Q)] Cat.-No.
WRT 25 - 25 4 6 S e N 5 EBG T 25
< N < <
N o N N
N o N (9]
— (3] — —
© © © ©
WRT 32 - 32 5 8 2 ® 5 ] EBG T 32
IS¢} o IS¢} <
N o N N
N o N [9\]
— [3Y] — —
© © © ©
N=2
m O |m P
M = Meps.biin BoIGOp First choice ‘ M ‘
[ = AnbtepHatuBa Alternative = _
Onuncanune/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 ] N
Description/Designation of grades and ISO-Code starting page A.222 s
H
u-jet MnacTuHbl gna dpe3 co chepuveckum KoHuyom GRT
u-jet generation for ball nose copy roughing cutters GRT
v Pexywuin matepuan
@ Cutting materials
o
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexywmx For cutter
KPOMOK ggg°85§°°°gggrm
T ITOIT s 0O 0Hr-®mR
N = Number of Kog LMT ssggggggggsgggg Kat. Ne
cutting edges LMT-Code | d s d4 || d|d|d|d|ad|dJ|d|d|d/a/m 0| Cat.-No.
WPR 25 AR - 25 4 6 © Q EBG R 25
¢ 3 g
[ M) 0 0
- o
EME 5 S
d4
d WPR 32 AR - 32 5 8 © 2 EBG R 32
o ©
~ \ < ©
DEE——— 5 pay
v d o) ~
N=2
L ol [
B = Mepsebliii BbIGOp First choice ‘ M ‘
[J = AnbtepHatuBa Alternative ™

Onucanne/HasHaveHune cnnasos 1 ISO-kogoB Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222

Bce nnactuHel WPR-, WPV- n WPB poctynHbl 3 cnnasa LC610A
(anmaaHoe HanbineHme) unu ¢ BepwnHoin 3 PKD/CBN.

All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

A.146 www.itmash.ru
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MnactuHbl WPT-A pna cdpes co cchepuveckum KoHuom GRT Vam N
Copy inserts WPT-A for ball nose copy roughing cutters GRT LMT- KIENINGER
e’
- Pexywuit matepuan
m @ Cutting materials
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggc’gngC’og'ggFN
T ITAITI - 0000 R
N = Number of Kog LMT Ssggggggggsgggg Kat. Ne
cutting edges LMT-Code | d s d4 || d|d|d|d|dd|d|d|d|d/d/m Q] Cat.-No.
WPT A 6 12 4 - 8 A) @ © EBGT ..
< < < <
N AN N N
N (9] N (9]
o |©o |© )
m O |m P
B = Mepsebiii BbIGop First choice M ‘
[ = AnbtepHatuBa Alternative =
Onuncanne/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222 ] N
Description/Designation of grades and ISO-Code starting page A.222 s
H
www.itmash.ru A.147
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¥
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



MnactuHbl WPR-AS pgns bpes co chepuveckum KoHyom GRT Vam N
Copy inserts WPR-AS for ball nose copy roughing cutters GRT LMT- KIENINGER

Pexywuit matepuan

AT : ;
@ @ Cutting materials

NpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gégggsgggggggsg
N = Number of Kog LMT N O NG ooloOX 56O o KarNe
Z o
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m| O Cat.-No.
WPR 25 AS - 25 4 6 - S EBG R 25
@ s EBG R 32
D .‘1'
I 5
d
d‘ WPR 32 AS - 32 5 8 - 3
<
\ S
s o
\ d [))

N=2

B = Mepsebliii BoIGop First choice ‘ M
[ = AnbtepHatuBa Alternative

Onuncanne/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 ™

Description/Designation of grades and ISO-Code starting page A.222

Bce nnactuHbl WPR-, WPV- 1 WPB pgocTynHbl 13 cnnasa LC610A

Inz

(anmaaHoe HanbineHne) unu ¢ BepwnHon n3 PKD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
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MnactuHbl WPS-A ans ¢hpe3 co cchepuieckum KoHyom GRT

N =

Copy inserts WPS-A for ball nose copy roughing cutters GRT LMT- KIENINGER e
\/ LG

it

Pexywuit matepuan
v
@ m Cutting materials
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK
N = Number of Kopg LMT
cutting edges LMT-Code | d s d4 r
WPS A 6 12 4 - -

KaT. Ne
Cat.-No.
EBGT ..

LC240Q
LC240N
LC630Q
LW240
LC610Q
LC610T
LC610A
LW730
6122405 [ LW610
LW630
LC730Z
LC610Z
LC630Z
BNO081
DP012

-

12

CMeHHbIe NNacTHHbI

7}
t
@
@
£
@
o
©
4
@
°
5

N=2

B =Mepsbiii BLIGOP First choice ‘ M ‘
[ = AnbtepHatuBa Alternative

Onuncanune/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 ]
Description/Designation of grades and ISO-Code starting page A.222

3y6otpesepoBaHne
Gear cutting

Inz

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.149

Mpunoxenuns
Attachment



®pe3a co chepuveckum KoHLuoMm GWR 5x ¢ TBepaocniaBHbIM XBOCTOBUKOM Vam N
Ball nose copy cutters GWR 5x with carbide shank LMTe+ KIENINGER

TSRS IS dh &

l4

| ——

Kat. Ne Cat.-No. EBG R GWR 5x

WpeHT. Ne Koa LMT é 9 g ?
|2 |1 d3 d2 o Ident. No. LMT-Code

di
6 | 40 100 58| 8 | 1,50° 6128437  EBG R06.006AP100-C-1,50 WPR 06 WPB 06 & GWS 06 T6
6 | 40 90 | 58 8  1,75° 9153236 | EBG R06.006AP090-C-1,75
6 30 90 | 58 8 | 3,00° 9198390 | EBG R06.006AP090-C-3,00
6 65 110 58| 8 | 1,00° 9198458 | EBG R06.006AP110-C-1,00
8 | 60 100 7 10 | 1,25° 9148824 | EBG R08.008AP100-C-1,25 WPR 08 WPB 08 @ GWS 08 T8
8 | 35 100 7 10 | 1,50° 9198493 | EBG R08.008AP100-C-1,50
8 | 35 100 7 10 | 3,00° 9198487 | EBG R08.008AP100-C-3,00
8 90 | 150 | 7 10 | 1,00° 9148825 | EBG R08.008AP150-C-1,00

10 | 60 | 100 | 8,8 12 | 1,25°
10 | 90 150 | 8,8| 12 | 1,00°
12 | 70 | 120 10,5| 16 | 2,00°
12 | 90 150 10,5| 16 | 1,50°
16 | 70 | 140 14 20 | 2,00°
16 | 90 175 14 20 | 1,50°

9148826 | EBG R10.010AP100-C-I-1,25 WPR 10 WPB 10 = GWS 10 T15
9148827 | EBG R10.010AP150-C-I-1,00
9148828 | EBG R12.012AR120-C-I-2,00 = WPR 12 WPB 12 & GWS 12 T20
9148919 | EBG R12.012AR150-C-I-1,50
9148920 EBG R16.016AR140-C-1-2,00 | WPR 16 WPB 16 | GWS 16 T30
9148821 | EBG R16.016AR175-C-1-1,50

NN MNININDNDNNNDNDNDNDDNDNDIN

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

A.150 www.itmash.ru



®pe3a co chepuveckum KoHuom GWR ¢ TBepgocniaBHbiM XBOCTOBUKOM Vam N
Ball nose copy cutters GWR with carbide shank LMTe+ KIENINGER

KoHuesbie ¢pesbl
Milling with end mills

(AN Ip @

S — @ﬂ
L
-
do
l1
Kat. Ne Cat.-No. EBG R GWR iz
IKZD 2 &c
UpeHT. Ne UpeHT. Ne Kog LMT @ g ?
d, lo I4 ds dy z |ldent. No.|ldent. No. LMT-Code
6 20 100 6 5,8 2 6130088 - EBG R06.006AN100-C WPR 06 A WPB 06 @ GWS 06 T6
SlimLine %
6 70 150 6 5,8 2 6130086 - EBG R06.006AN150-C §
SlimLine g2
6 | 100 | 200 6 58| 2 6130084 - EBG R06.006AN200-C f:i
SlimLine &6
8 25 80 8 7 6131495 - EBG R08.008AN080-C WPR 08 GWS 08 T8
8 25 | 100 8 7 6121301 - EBG R08.008AN100-C
8 40 | 150 8 7 6121284 - EBG R08.008AN150-C
10 35 80 10 8,8 9074942 | 6131499 H EBG R10.010AN080-C-I | WPR 10 GWS 10 T15

10 35 | 120 | 10 8,8
10 50 | 150 | 10 8,8
12 35 80 12 | 10,5
12 35 | 120 | 12 | 10,5
12 50 | 160 | 12 | 10,5
16 40 | 100 | 16 | 14
16 40 | 140 | 16 | 14
16 55 | 175 | 16 | 14
20 50 100 | 20 | 18
20 50 | 140 | 20 | 18
20 75 | 190 | 20 | 18

6121285 | 6130392 | EBG R10.010AN120-C-I

6121286 @ 6130393 | EBG R10.010AN150-C-I

9074945 | 6131500 | EBG R12.012AN080-C-I | WPR 12 GWS 12 T20
6121287 | 6130394 | EBG R12.012AN120-C-I

6121288 | 6130395 | EBG R12.012AN160-C-I

6131501 | EBG R16.016AN100-C-I | WPR 16 GWS 16
- 6130396 = EBG R16.016AN140-C-I

- 6130397 | EBG R16.016AN175-C-I

- 6131503 | EBG R20.020AN100-C-I | WPR 20 GWS 20
- 6130398 | EBG R20.020AN140-C-I

6121292 | 6130399 | EBG R20.020AN190-C-I

Touenne
Turning

CsepneHue
Drilling

NN NDNINDNDNDNDNDNDNDDNDNDDNDDNDNDNDDNDND
|

25 60 | 160 25 22,4 6121275 | 6130400 EBG R25.025AN160-C-1 | WPR 25 GWS 25 T30
25 90 | 210 25 22,4 6121276 | 6130401 | EBG R25.025AN210-C-I
32 65 @ 190 32 28,6 6121277 - EBG R32.032AN190-C WPR 32 GWS 32
32 105 | 240 32 28,6 6121278 - EBG R32.032AN240-C
1) IKZ = ¢ BHyTpeHHUM nogsogom COX PekomeHpaummn no pexumam pesaHuns Ha ctp. A.210, A.214
With IKZ = Internal coolant supply Cutting data recommendations starting page A.210, A.214

2) KpyTsiLpmii MOMEHT Ha cTp. A.156
Torque see overview page A.156

0O6paboTka pe3b6

Threading

[JnHaMmoMeTprYecKnii KoYy no 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.151

Mpunoxenuns
Attachment



YucTtoBasa cppesa co cchepnieckum KoHuom SuperFinish ¢ TBepgocnnaBHbIv

XBOCTOBUKOM

Ball nose copy cutter SuperFinish with carbide shank

Y
LMT+ KIENINGER
)

G &

IR E— P —

Kat. Ne Cat.-No.

EBG R

NaeHT. Ne Koa LMT ° g ?
d, Io I4 ds ds z Ident. No. LMT-Code
12 80 120 12 10,5 2 7057318 EBG R 12.012AN120-C-I-SF | WPR 12 | GWS 12 T20
16 50 100 16 14 2 7057319 EBG R 16.016AN100-C-I-SF | WPR 16 | GWS 16
16 100 150 16 14 2 7057320 EBG R 16.016AN150-C-I-SF GWS 16
20 100 150 20 18 2 7057321 EBG R 20.020AN150-C-I-SF | WPR 20 | GWS 20

1) KpyTawmii MOMEHT Ha cTp. A.156
Torque see overview page A.156

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

A.152 www.itmash.ru

PekomeHgaumm no pexxuimam pesarust Ha cTp. A.210, A.214
Cutting data recommendations starting page A.210, A.214




®pe3a co chepuveckmum KoHLoM GWR co cTanbHbiM XBOCTOBUKOM Y e
Ball nose copy cutters GWR with steel shank LMT+ KIENINGER §c
W’ i
8=
gs
h6 Y
i
I
fE==———r= S -
=
I d
Kat. Ne Cat.-No. EBG R iz
0 &2
UpeHT. Ne Koa LMT 6 g ?
dy I> I4 ds d> z Ident. No. LMT-Code
12 32 90 12 10,5 2 6130568 EBG R12.012AN090 WPR 12 GWS 12 T20
12 32 130 12 10,5 2 6121395 EBG R12.012AN130 %
12 46 150 12 10,5 2 6121397 EBG R12.012AN150 é
16 36 100 16 14 2 6130569 EBG R16.016AN100 WPR 16 GWS 16 §,_§
16 36 140 16 14 2 6121385 EBG R16.016AN140 32
16 53 160 16 14 2 6121387 EBG R16.016AN160 &6
20 45 160 20 18 2 6121382 EBG R20.020AN160 WPR 20 GWS 20
20 61 175 20 18 2 6121375 EBG R20.020AN175
25 45 160 25 22,4 2 6121367 EBG R25.025AN160 WPR 25 GWS 25 T30
25 70 190 25 22,4 2 6121369 EBG R25.025AN190
30 56 175 32 27 2 6200387 EBG R30.030AP175 WPR 30 GWS 32
30 80 210 32 27 2 6121350 EBG R30.030AP210 °
32 56 175 32 28,6 2 6121359 EBG R32.032AN175 WPR 32 gg
32 80 210 32 28,6 2 6121361 EBG R32.032AN210 eF
1) KpyTawmit MOMeHT Ha cTp. A.156 PekomeHgaummv no pexxvimam pesarusi Ha cTp. A.210, A.214
Torque see overview page A.156 Cutting data recommendations starting page A.210, A.214

BHyTpeHHun nogsog COXK no 3akasy
Internal cooling on request

[nHamomeTpryecKuin Koy no 3akasy
Torque spanner on request

CsepneHue
Drilling

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.153

Mpunoxenuns
Attachment



®pesbl co chepuydecknm KkoHuom GWR ¢ koHycom Mopse
Ball nose copy cutters GWR with morse taper

o ez s e

Kat. Ne Cat.-No.

EBG R

Y
LMT+.KIENINGER
)

1)
NpeHT. Ne Kog LMT 0 g ?
d1 |2 |1 MK |4 dz z Ident. No. LMT-Code
12 36 115 2 51 10,5 2 6121337 EBG R12.012M2115 WPR 12 GWS 12 T20
12 53 130 2 60 10,5 2 6121320 EBG R12.012M2130
16 36 115 2 51 14 2 6121323 EBG R16.016M2115 WPR 16 GWS 16
16 53 130 2 60 14 2 6121324 EBG R16.016M2130
20 45 125 2 61 17,8 2 6121327 EBG R20.020M2125 WPR 20 GWS 20
20 61 140 2 76 17,8 2 6121328 EBG R20.020M2140
25 45 145 3 64 22,4 2 6121315 EBG R25.025M3145 WPR 25 GWS 25 T30
25 70 170 3 89 22,4 2 6121316 EBG R25.025M3170
32 70 190 4 62,5 | 28,6 2 6121319 EBG R32.032M4165 WPR 32 GWS 32
32 70 190 4 87,5 | 28,6 2 6121311 EBG R32.032M4190

1) KpyTawmit MOMEHT Ha cTp. A.156
Torque see overview page A.156

BHyTpeHHui1 noasog COX no 3akasy

Internal cooling on request

[HaMmoMeTpryecKuii KMoy No 3akasy

Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166

Ident. No. Screws and wrenches see page A.166

A.154

www.itmash.ru

PekomeHgaumv no pexxvnMam pesanust Ha cTp. A.210, A.214
Cutting data recommendations starting page A.210, A.214



®pe3bl co chepudeckum KoHyom GWR /|
Ball nose copy cutters GWR LMTe+ KIENINGER

“2
-
LG
ES
.
o
¥
z=
M=

he | (Y
) lvvy

[ —
T

Kat. Ne Cat.-No. EBG R

1)
UgeHT. Ne Koa LMT 6 9 ’ g ?
d1 |2 |1 d3 dz Ident. No. LMT-Code

CMeHHbIe NNacTHHbI

Indexable inserts

z

6 16 90 10 53 | 2 6128481 EBG R06.006AR090 WPR 06 WPV 06 WPB 06 GWS 06 T6

8 50 85 | 12 75 | 2 6130570 EBG R08.008AR085 | WPR08 | WPV08 A WPB08 A GWSO08 T8 H

8 50 | 140 | 12 75 | 2 6121409 EBG R08.008AR140 §
10 35 85 12 9 2 6130571 EBG R10.010AP085 WPR 10 WPV 10 WPB 10 GWS 10 T15 §_§
10 35 | 150 | 12 9 2 6121401 EBG R10.010AP150 32
12 60 | 110 16 | 10,5 2 6130572 EBG R12.012AR110 WPR 12 GWS 12 T20 &6
12 60 | 160 @ 16 | 10,5 2 6121402 EBG R12.012AR160

16 67 | 120 20 | 14 2 6130573 EBG R16.016AR120 WPR 16 GWS 16

16 67 | 175 20 | 14 2 6121403 EBG R16.016AR175
20 80 | 190 25 |18 2 6121404 EBG R20.020AS190 WPR 20 GWS 20
25 100 210 | 32 22,4 2 6121405 EBG R25.025AV210 WPR 25 GWS 25 T30
32 123 | 240 | 40 28,6 2 6121392 EBG R32.032AW240 | WPR 32 GWS 32 p

1) KpyTAwmit MOMEHT Ha cTp. A.156 Pekomengaumv no pexxvimam pesarust Ha cTp. A.210, A.214 § E’

Torque see overview page A.156 Cutting data recommendations starting page A.210, A.214

BHyTpeHHn nogsoa COXK no 3akasy
Internal cooling on request

[nHaMoMeTpryeCcKuii KoYy No 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

CsepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.155

Mpunoxenuns
Attachment



®pe3bl co chepudeckum KoHuom GWR ¢ pe3b60BbiM KpenieHnem Yam
Ball nose copy cutters GWR with THR-arbor LMT+ KIENINGER

vv
+
\AAS

oJo] [HIf T @Y+

Kat. Ne Cat.-No. EBG R

UgeHT. Ne Koa LMT 0 O ’ g ?
di b Iy sw d3 ds d» z IKZ" Ident. No. LMT-Code

8 25 /39,5 8 M6 6,5 10 2 - 6131455 | EBG R08.008TC025 WPR 08 | WPV 08 A WPB 08 GWS 08 T8
10 25 39,5/ 8 M6 6,5/10 2 - 6131457 | EBG R10.010TC025 WPR 10 | WPV 10 | WPB 10 | GWS 10 T15
12125 39,5 8 M6 6,5/10 2 - 6131451 EBG R12.012TC025 WPR 12 GWS 12 T20
12 | 26 43,5 10 M8 85/13 2 | ] 6131459 | EBG R12.012TR026-I
16 26 43,5 10 | M8 85/13 2 || 6131461 EBG R16.016TR26-I WPR 16 GWS 16
20 | 30 49,5/ 15 M10 10,5/ 18 | 2 || 6131463 | EBG R20.020TS030-1 | WPR 20 GWS 20
2540 62 17 |[M12 12,5/ 21 | 2 | ] 6131465 | EBG R25.025TF040-1 | WPR 25 GWS 25 T30
3245 69 |26 M16 17 30 2 | ] 6131470 | EBG R32.032TH045-1 | WPR 32 GWS 32

1) IKZ = BHyTperHuit nogeog COX PekomeHpaummn no pexunmam pesaHuns Ha cTp. A.210, A.214

With IKZ = Internal coolant supply Cutting data recommendations starting page A.210, A.214

2) KpyTsiwmin MOMeHT Ha cTp. A.156
Torque see overview page A.156

YONVMHUTENN 1 NepexofHnkn B pasaene ,CnuctemMsl kpenneHns“ Ha cTp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

[MHaMoMeTpryeCcKuii KoYy No 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

KpyTtawunii momeHT LMT Kieninger ®pe3bl CO CMEHHbIMU MJjacTUHaAMU
Torques LMT Kieninger Indexable insert cutters

EBG R... / EBG V... KpyTawuih MmomeHT Torque
in Nm

g Tun nHcTtpymeHTa Tool type
GRT GWR
SA 40115 manual
GWS 06 -
GWS 08 -
GWS 10 -
GWS 12 -
GWS 16 -
GWS 20 -
GWS 25 6,5
GWS 32 6,5

:

DO O~ WN =
Do O WwN =

A.156 www.itmash.ru



u-jet MnacTtuHbl gnsa dpes co cchepudeckum KoHyom GWR

V. o
p-jet generation for ball nose copy cutters GWR LMT- KIENINGER e
W’ e
2
M
- Pexywuit matepuan
@ Cutting materials
Air-Jet vv
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggc’gngC’og'ggFN
T ITAITI - 0000 R
N = Number of Kog LMT Ssggggggggsgggg Kat. Ne
cutting edges LMT-Code | d s diy | r |a|a|a/aaaaldJddalalamal Cat.-No.
WPR 12 AR - 12 2,5 5 - 8 3 EBG R 12
3 )
e S =
(<] N~
4 WPR 16 AR - 16 3 5 - q oY EBG R 16 E
d S 3 e
(2] o S @
~ \ © © E2
s === 5 S 20
\ d §§
Qo
WPR 20 AR - 20 3 5 - g 3 EBG R 20 3¢
I3 ©
I} =}
@ ©
- o
© >
o
]
% o
3
WPR 25 AR - |25 | 4 6 - ® ) EBG R 25 &
N ©
v} =}
o} @
- o
© >
WPR 32 AR - 32 5 8 - @ I EBG R 32
o ©
< ©
~ -
o o °
[e2) ~ s o
I c
2c
8=
H
H
N=2 S
L =l 85
M = Mepsebiii BoIGOp First choice ‘ M ‘
[J = AnbtepHatusa Alternative = O
OnucaHne/HasHaueHve cnnasos u ISO-kofoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s °
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A H g;_
(anmasHoe HanbineHne) unu ¢ sepmHon n3 PCD/CBN. e
All WPR, WPV and WPB inserts are available in grade LC610A Sls
(diamond coated) or PCD/CBN tipped. a2
oF
gg
<
22
S o
5 <
93
e
go
o5
is
85
www.itmash.ru A.157

Mpunoxenuns
Attachment



MnactuHbl WPR-N gna ¢pes co chepuvecknum KoHyom GWR Vam N
Copy inserts WPR-N for ball nose copy cutters GWR LMT- KIENINGER
e’
Pexywuit matepuan
@ @ Cutting materials
vy ) (<58
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexywmx For cutter
KPOMOK gggogngC’ogggFN
T ITAITI - 0000 R
N = Number of Kog LMT ssggggggggssggg Kat. Ne
cutting edges LMT-Code | d s d4 - d|d|d|d|dd|J|d|d|d/d/m Q] Cat.-No.
d WPR 06 N - 6 1,6 |25 b EBG R 06
" S
iy 3
i >
ds WPR 08 N - 8 2 3 3 3 X S 3138 EBG R 08
e 5 88 8 928
s 'd ~ I\ & & ~| o™
> o — — — o~
> © © © > | ©
WPR 10 N - 10 25 |4 3 2 3 N § % EBG R 10
© ol o IRA
~ I3\ 3 8 ~| ™
o — — — o
> © © © > | ©
WPR 12 N - 12 25 |5 8 3 3 R § § EBGR 12
© o o o ¥ =
~ I3\ 3 8 ~| ™
3 © © 5 8o
N=2
WPR 16 N - 16 3 5 3 < g 3 518 EBGR 16
© - ~ ~ 0|~
- ™ %] ™ <o
o §a 8 I5®
© © © © > | ©
WPR 20 N - 20 3 5 9 N ® ™~ § § EBG R 20
© L) ol ¥ =
5 8 8 9 s
> © © © > | ©
WPR 25 N - 25 4 6 5 0 8 2 213 EBG R 25
— — — o 0 <
© o 1) 1) < | =
~ @ 3% I3\ ~| ™
o — — — o
> © © © > | ©
WPR 30 N - 30 5 6 8 ® 3 Q EBG R 30
=} © ™ o
™ N =} -
I3 [N =} o}
— — [oN] o
© © © >
WPR 32 N - 32 5 8 2 3 N © elZ EBG R 32
— IS o o 0o
© =} %] I} < |
~ @ « 3 ~| o™
o - — — o
> © © © > | ©
m ol [o O/m [
M = Meps.biin BoIGOp First choice 0O ‘ M ‘
[ = AnbtepHatuBa Alternative O = _
Onuncanune/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 ] N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A m O H

(anmasHoe HanbineHue) unu ¢ BepwnHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

A.158 www.itmash.ru




MnactuHbl WPR-AS ans c¢pe3 co cchepuieckum KkoHyom GWR

V. o
Copy inserts WPR-AS for ball nose copy cutters GWR LMT- KIENINGER e
W’ =
HE
M
- Pexywumit matepuan
@ @ Cutting materials
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggogsgooo'gggpw
T LT O T OO0
N = Number of Kopg LMT ssggggggggsgggg Kar. Ne
cutting edges LMT-Code | d s di | r |Q|a|aaaaalddaalalamal Cat.-No.
d WPR 08 CF - 8 2 3 -2 3 ps R 3 EBG R 08
- o2} o o>} I}
_ © N N Y I8
SIS IE ]S
Fan &> © © © ©
" ldy WPR 10 CF - 10 2,5 4 - 18 5 s ® > EBG R 10 E
<1 - o o o e} R
© ™ 1] 1) I8 85
N~ [N [aY N 32} g2
o — — — - =<
o) © © © © ic
5
el
WPR 12 CF - 12 2,5 5 -5 2 kY S 3 EBG R 12 (=
- =} =] =} e}
© I} 1] I} I8
: S ERE R R
r ’F o © © © ©
L °
w WPR 16 CF - 16 3 5 - |8 2 5 8 ~ EBGR 16 H
© o =] =} © 2
— ™ (2] ™ — 2
™ I8 3 8 ™ 8o
~ — — — - 3=
N © © © © © gz
WPR 20 CF - 20 3 5 -8 = 3 S 3 EBG R 20 )
- o =] =} e}
© 1) 1] 1) I8
5 § N o
> © © © ©
WPR 25 CF - 25 4 6 - |3 5 3 3 b EBG R 25
q =} o o3} e}
N~ o AN AN AN
~ @ N N )
o — — — — °
> © © © © £o
Ic
35
WPR 30 CF - 30 5 6 - N S 3 EBG R 30 Ll
[} N o>}
N o N
N o N
— N —
© © ©
WPR 32 CF - 32 5 8 -3 5 2 I g EBG R 32
— © o [} ™
© o Y N I8
~ © N N 2} 2
o — — — — E
o © © © © s
8
m ol [m L IEEEN 85
B = Mepsebiii BbIGOp First choice 0 ‘ M ‘
[J = AnbtepHatusa Alternative = = _
Onucanne/HasHaveHve cnnasos n ISO-kofoB Ha cTp. A.222 u N
Description/Designation of grades and ISO-Code starting page A.222 s
©
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A H g;_
(anmasHoe HanbineHue) unu ¢ BeplunHoin n3 PCD/CBN. ]
All WPR, WPV and WPB inserts are available in grade LC610A §§’
(diamond coated) or PCD/CBN tipped. a2
oF
gg
535
%n:
2
ik
88
&E
go
o5
is
85
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MnactuHbl WPR-D gna ¢pes co chepuvecknum KoHyom GWR Vam N
Copy inserts WPR-D for ball nose copy cutters GWR LMT- KIENINGER
) ——g
v Pexywuit matepuan
@ @ Cutting materials
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
kpowok $822355322888
N = Number of Koa LMT N O NG ooNo®OR 56O o Kar N
Z 0
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m| Q| Cat.-No.
d WPR 06 D - 6 1,6 25 - 2 EBG R 06
s
| &
A\ o
WPR 08 D - 8 2 3 - 3% EBG R 08
o |0
~ |
N~
oo
o ®
WPR 10 D - 10 25 4 - 33 EBG R 10
< |
< | <
~ =
- o
o~
WPR 12 D - 12 25 |5 - 23 EBGR 12
o
- o
0 |
N=2 o o
WPR 16 D - 16 3 5 - b EBGR 16
© |
ol
@ |~
oo
> ®
WPR 20 D - 20 3 5 - 218 EBG R 20
~ |
oo
~ |
oo
> | ®
WPR 25 D - 25 4 6 - 8|2 EBG R 25
< 0
< | <
M~ =
— O
o~
WPR 32 D - 32 5 8 - Sn EBG R 32
< S
< | <
~| o
- O
o~
O/m P
B = MNepebiit BoIGOp First choice O ‘ M ‘
[J = AnbtepHatusa Alternative EE
OnucaHne/HasHaveHve cnnasos n ISO-kofoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A O H

(anmasHoe HanbineHve) unu ¢ sepmHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
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MnactuHel WPR-DN pgnsi ¢pes co chepuyeckum koHuom GWR Yam e
Copy inserts WPR-DN for ball nose copy cutters GWR LMT- KIENINGER 3
W’ =
£<
M
v Pexywuit matepuan
CJElh o | cuing et
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggogngC’ogggv—N
T T O T O T"T OO -0 0
N = Number of Kopg LMT Ssggggggggssggg Kat. Ne
cutting edges LMT-Code | d s di | r |a|a|a/aaaaldddalalamal Cat.-No.
d WPR 06 DN - 6 16 25 - g 3 EBG R 06
N ™
o N
1 ~ 12}
N s
d, WPR 08 DN - 8 2 3 - 8l EBG R 08 2
| ; < 0 © 5L
SE=—r NN
T \ i o o Qo
D O © fé
5
el
WPR 10 DN - 10 25 |4 - AN EBG R 10 S <
N0 ®
A<
D~ ™
-~ o =
© | » ©
WPR 12 DN - 12 25 |5 - 223 EBGR 12 %
M0 ® 2
Al < g
™~ ™ 22
5 & o g
N=2 g
WPR 16 DN - 16 3 5 - 3Ll EBGR 16 86
I 0 ®
< < =
N~ ™
(ool =
> & ©
WPR 20 DN - 20 3 5 - SIS EBG R 20
ol ®
A<
D~ ™
— Ol ©
© | » © g,
T <
HE
WPR 25 DN - 25 4 6 - o|Rs EBG R 25 =
< 0 ®
NERNED=
N~ ™
o o
> & ©
WPR 32 DN - 32 5 8 - TI8ls EBG R 32
< 0 ®
NERNED=
~ N~ o 2
o o =
® o © 2o
&=
IEEEN 85
B = Mepsebiii BbIGOp First choice ‘ M ‘
[J = AnbtepHatusa Alternative
OnucaHne/HasHaveHve cnnasos u ISO-kofoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222
HCOn S 9
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A m O H 2;,_
(anmasHoe HanbineHne) unu ¢ sepimHon n3 PCD/CBN. e
All WPR, WPV and WPB inserts are available in grade LC610A §§
(diamond coated) or PCD/CBN tipped. a2
oF
gg
535
%n:
2
8T
88
&E
go
o5
is
85
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B = Neps.biit BoIGOp First choice

MnactuHbl WPB-FB gna ¢pesbl co chepuieckum KoHuom GWR Vam N
Copy inserts WPB-FB for ball nose copy cutters GWR LMT- KIENINGER
)
Pexywuit matepuan
@ @ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx For cutter
Kpowox €88385332338 82
N = Number of Kog LMT N NBNDDBE©OR BB S O Kar Ne
Z 0o
cutting edges LMT-Code I | d | s | d S18[1813I18/8(C|Z|5|3|8|8]2|5|E| cat-No.
B WPB 06 FB20 | 8 6 | 1,6 |25 N EBG R 06
Q
r >
! ) WPB08FB30 | 9,5 8 | 2 3 ® EBG V 08
|
_di_ >
s| =] WPB10FB40 11,5 10 | 2,5 4 5 EBG V 10
2
[e]
o
[&]
WPB12FB 50 | 14 12 | 25 5 g oy EVGV 12
[&e] o
N~ ©
o)) ~
o o
(o] [}
WPB 16 FB70 | 16 16 | 3 5 ° 5 EBGV 16
[ce] o
[Te] [ee]
o)) ~
o o
(o] [}
WPB 20 FB 90 | 18 20 3 5 L @ EBG V 20
5
[e)] <o}
o o
(o] [}
[ ]
O
]

[J = AnbtepHatuBa Alternative

OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222

Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 3 cnnasa LC610A

(anmasHoe HanblneHve) unu ¢ BepmHoi n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
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®pesa npodunbHas GWV ¢ TBeppocniaBHbIM XBOCTOBUKOM Vam &
Copy cutters GWV with carbide shank LMT- KIENINGER gt
) sz
vy =
T LE L
I
dsl { fffffffff - ] d4 . f-
Iy dz o
Kat. Ne Cat.-No. EBG V iz
IKZD 2 &c
NpeHT. Ne | UaeHT. Ne Kop LMT ’ ’ g ?
d, lo I4 ds dy z |ldent. No.|ldent. No. LMT-Code
8 27 82 8 7 2 6131510 - EBG V08.008AN080-C WPB 08 | WPV 08 @ GWS 08 T8
8 27 | 102 8 7 2 6130576 - EBG V08.008AN100-C H
8 42 | 152 8 7 2 6130577 - EBG V08.008AN150-C §
10 37 82 10 8,8 2 9074948 |« 6131512 | EBG V10.010AN080-C-I A WPB 10 | WPV 10 | GWS 10 T15 §_§
10 37 | 122 10 8,8 2 6130578 | 6131511 | EBG V10.010AN120-C-I '3‘2
10 52 | 152 10 8,8 2 6130579 | 6131513 | EBG V10.010AN150-C-I %8
12 37 82 12 |1 10,5 2 9074949 | 6131514 | EBG V12.012AN080-C-I A WPB 12 | WPV 12 | GWS 12 T20
12 37 | 122 12 |1 10,5 2 6128023 | 6130402 | EBG V12.012AN120-C-I
12 52 | 162 12 | 10,5 2 6128030 | 6130403 | EBG V12.012AN160-C-I
16 42 | 102 16 | 14 2 - 6131515 | EBG V16.016AN100-C-I | WPB 16 | WPV 16 A GWS 16
16 42 | 142 16 | 14 2 - 6130404 | EBG V16.016AN140-C-I
16 57 | 177 16 | 14 2 - 6130405 @ EBG V16.016AN175-C-I °
20 52 | 102 20 | 18 2 - 6131516 | EBG V20.020AN100-C-I | WPB 20 | WPV 20 | GWS 20 g g
20 52 | 142 20 | 18 2 - 6130406 | EBG V20.020AN140-C-I 2=
20 77 | 192 20 | 18 2 - 6130407 = EBG V20.020AN190-C-I
25 62 162 25 | 22,4 2 6128035 | 6130408 | EBG V25.025AN160-C-1 | WPB 25 | WPV 25 | GWS 25 T30
25 92 | 212 25 | 22,4 2 6128036 | 6130409 | EBG V25.025AN210-C-I
32 67 @ 192 32 | 28,6 2 6128040 - EBG V32.032AN190-C WPV 32 | GWS 32
32 107 | 242 32 | 28,6 2 6128041 - EBG V32.032AN240-C
1) IKZ = BHyTpeHHuii nogsog COX Pekomengaumv no pexvimam pesaHust Ha cTp. A.210, A.214 g )
IKZ = Internal coolant supply Cutting data recommendations starting page A.210, A.214 :-5' z:.

2 KpyTsiLmin MOMeHT Ha cTp. A.156
Torque see overview page A.156

[nHaMoMeTprYEeCKUii KoYy no 3akasy
Torque spanner on request

MoeHT. Ne BUHTOB 1 OTBEPTOK Ha CcTp. A.166
Ident. Ne Screws and wrenches see page A.166

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.163

Mpunoxenuns
Attachment



®pe3a npocunbHas GWV co cTanbHbIM XBOCTOBUKOM /N
Copy cutters GWV with steel shank LMT+ KIENINGER

TSURSE 4 dh A1 ¢

| =0 )

I d
Kart. Ne Cat.-No. EBGV
1)
WaeHT. No Koa LMT ’ ° g ?
d, lo I4 ds do z Ident. No. LMT-Code
12 34 92 12 10,5 2 6130574 EBG V12.012AN090 WPB 12 WPV 12 GWS 12 T20
12 34 132 12 10,5 2 6121399 EBG V12.012AN130
12 48 152 12 10,5 2 6121383 EBG V12.012AN150
16 38 102 16 14 2 6130575 EBG V16.016AN100 WPB 16 & WPV 16 | GWS 16
16 38 142 16 14 2 6121389 EBG V16.016AN140
16 55 162 16 14 2 6121391 EBG V16.016AN160
20 47 162 20 18 2 6121377 EBG V20.020AN160 WPB 20 & WPV 20 | GWS 20
20 63 177 20 18 2 6121379 EBG V20.020AN175
25 47 162 25 22,4 2 6121371 EBG V25.025AN160 WPB 25 WPV 25 | GWS 25 T30
25 72 192 25 22,4 2 6121373 EBG V25.025AN190
32 58 177 32 28,6 2 6121363 EBG V32.032AN175 WPV 32 | GWS 32
32 82 212 32 28,6 2 6121364 EBG V32.032AN210
1) KpyTsilmii MOMeHT Ha cTp. A.156 PekomeHgaumv no pexvmam pesarHus Ha cTp. A.210, A.214
Torque see overview page A.156 Cutting data recommendations starting page A.210, A.214

BHyTpeHHuin nogsop COXK no 3akasy
Internal cooling on request

[OnHaMOMeTpUYECKNIA KoY Mo 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

A.164 www.itmash.ru



®pesa npodunbHas GWV ¢ KoHycom Mop3se

Y, e

Copy cutters GWV with morse taper LMT+ KIENINGER gt
W’ 85

2%

i

R Ol g S 8 ATERTERTY

Kat. Ne Cat.-No. EBG V iz
0 &2
WaeHT. Ne Koa LMT ’ 9 é ?

d, lo I4 MK do lg z Ident. No. LMT-Code
12 38 117 2 10,5 | 53 2 6121321 EBG V12.012M2115 WPB 12 WPV 12 GWS 12 T20
12 55 132 2 10,5 | 68 2 6121322 EBG V12.012M2130 %
16 38 117 2 15 53 2 6121325 EBG V16.016M2115 WPB 16 WPV 16 GWS 16 é
16 55 132 2 14 68 2 6121326 EBG V16.016M2130 §,_§
20 47 127 2 17,8 | 63 2 6121313 EBG V20.020M2125 WPB 20 WPV 20 GWS 20 '3‘2
20 63 142 2 17,8 | 78 2 6121314 EBG V20.020M2140 38
25 47 147 3 22,4 | 66 2 6121317 EBG V25.025M3145 WPB 25 WPV 25 GWS 25 T30
25 72 172 3 22,4 | 9 2 3121318 EBG V25.025M3170
32 47 167 4 28,6 64,5 2 6121312 EBG V32.032M4165 WPV 32 GWS 32
32 72 192 4 28,6 89,5 2 6121302 EBG V32.032M4190

1 KpyTawmit MOMeHT Ha cTp. A.156 PekoMeHaaLmm no pexkumam pesanus Ha cTp. A.210, A.214
Torque see overview page A.156 Cutting data recommendations starting page A.210, A.214

Touenne
Turning

BHyTpeHHW noasog COXK no 3akasy
Internal cooling on request

[OnHaMoMeTprYECKMiA KTtoY MO 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

CsepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.165
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®pe3bl co chepuveckum KoHuom GWV ¢ pe3b60BbiM KpenjieHnem Vam N
Ball nose copy cutters GWV with THR-arbor LMTe+ KIENINGER

AL IR ) g S1 ¢

l2

L= T®y-

ds -
Kat. Ne Cat.-No. EBG V
2)
UpeHT. Ne Koa LMT 0 ’ g ?
di b Iy sw ds ds d, z IKZ" Ident. No. LMT-Code
8 25/39,5 8 M6 6,5 10 2 - 6131472 EBG V08.008TC025 WPV 08 WPB 08 GWS 08 T8
10 25 39,5 8 M6 6,5 10 2 - 6131474 EBG V10.010TC025 WPV 10 WPB 10 GWS 10 T15
12 125/39,5 9 M6 6,5 10 2 - 6131476 EBG V12.012TC025 WPV 12 WPB 12 GWS 12 T20
12 | 28 45,5 10 M8 85/ 13 2 | ] 6131478 EBG V12.012TR028-I WPV 12 WPB 12 GWS 12
16 28 45,5 10 M8 85 13 2 || 6131480 EBG V16.016TR028-I WPV 16 WPB 16 GWS 16
20 32 /51,5 15 M10 [10,5 18 2 || 6131482 EBG V20.020TS032-| WPV 20 WPB 20 GWS 20
25 42 64 17 |M12 (12,5 21 2 | ] 6131484 EBG V25.025TF042-1 WPV 25 WPB 25 GWS 25 T30
32 47 |71 26 M16 17 30 2 | ] 6131486 EBG V32.032TH047-I WPV 32 GWS 32
1) IKZ = BHyTpeHHuii nogsog COX PekomeHgauum no pexxnmam pesaHns Ha ctp. A.210, A.214
With IKZ = Internal coolant supply Cutting data recommendations starting page A.210, A.214

2) KpyTsLwmit MOMEHT Ha cTp. A.156
Torque see overview page A.156

YOAVUHUTENN 1 NepPeXofHnkn B paspene ,CuctemMsl kpenneHns“ Ha cTp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

[HaMoMeTpryecKuid KoYy no 3akasy
Torque spanner on request

MpeHT. Ne BUHTOB 1 OTBEPTOK Ha cTp. A.166
Ident. No. Screws and wrenches see page A.166

BUHTbI N OTBEPTKM
Screws and Wrenches

i |

Kopg LMT NaeHT. Ne Kop LMT NaeHT. Ne
LMT-Code Ident. No. LMT-Code Ident. No.
GWS 06 6260409 T6 6119544
GWS 08 6119572 T8 6119528
GWS 10 6119571 T15 6119529
GWS 12 6119559 T20 6119530

GWS 16 6119560
GWS 20 6119561
GWS 25 6119562 T30 6119533
GWS 32 6119563

A.166 www.itmash.ru



MnactuHbl WPB-AF gna dpe3s GWV

a3 ]
Copy inserts WPB-AF for copy cutters GWV LMT. KIENINGER gt
N’ e
i
Pexywuit matepuan
RE LYY cuting o
Air-Jet) (VYY) (<58 e
WNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexxywmx For cutter
kpowok $822255322888
N = Number of Kop LMT N NGNS DL SORK oGS O KarNe
Z 0
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m| 0| Cat.-No.
WPB 06 AF 05 8 6 16 25 05 S EBG R 06
g o
™
X =}
| x N ~
& WPBOBAF10 | 95 8 2 3 1 5 EBG V 08
ds 0 R
[0} 23
5 =} E2
S ~
. ~ WPB 10 AF 10 | 11,5 10 25 |4 1 b 3 EBG V 10 §§
[s¢] — o=
© ™
- [To]
o -
~ [}
WPB 12 AF 10 | 14 12 25 |5 1 N 3 EBGV 12
3 &
- [t} 2
o - g
WPB 12 AF 20 | 14 12 25 |5 2 5 -§'§
o &8
o)
>
WPB 16 AF 10 | 16 16 3 5 1 Q 3 EBG V 16
© =}
© @
— <
o —
~ [}
WPB 16 AF 30 | 16 16 3 5 3 ? .
3 8=
[}
WPB 20 AF 10 | 18 20 3 5 1 S 3 EBG V 20
3 o
- wn
o -
~ o
WPB 20 AF 40 | 18 20 3 5 4 3 2
[t} gs
pay 85
[ P
M = MNeps.biii BoIGOP First choice 0O ‘ M ‘
[ = AnbtepHatuBa Alternative ! _
Onuncanune/HasHaveHune cnnasos n ISO-kogos Ha cTp. A.222 ™ N 9
Description/Designation of grades and ISO-Code starting page A.222 = s 3
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A = H g )
(anmaaHoe HanbineHue) unu ¢ BepwnHon ns3 PCD/CBN. Eg
All WPR, WPV and WPB inserts are available in grade LC610A 8E
(diamond coated) or PCD/CBN tipped.
g2
gé
85
www.itmash.ru A.167

Mpunoxenuns
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MnactuHbl WPB-N pgns ¢dpes GWV /N
Copy inserts WPB-N for copy cutters GWV LMT- KIENINGER
) ——g
Pexywuit matepuan
wdlh o a6 0% ¢ Coting
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx For cutter
Kpowox €88385332338 82
N = Number of Kop LMT NNGONDBoOEOSORK oGS O KarNe
Z 0
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m| A Cat.-No.
d , WPB 08 N 06 9,5 8 2 3 /0,6 N b g EBG V 08
T % Q 3
| © © N~
'. [9Y] [9Y] o
| & o © © o
| W A
i WPB 08 N 10 9,5 8 2 3 |1 @ © 8
91| o [} <
I . & & R
sCEsEg) e Q 3
. ~
WPB 10 N 08 11,5 10 2,5 4 0,8 ? N e EBG V 10
o] o3} <
N I ™
© © ~
N N o
© © >
? WPB 10 N 10 11,5 10 2,5 4 |1 © ~ 3
(o)) o2} Jte}
N I e}
© © ~
R 3 S
N=2
WPB 12 N 10 14 12 2,5 5 |1 N 9 3 EBGV 12
N N <
o] o2} )
N N N
— — o
© © >
WPB 12 N 20 14 12 2,5 5 |2 S 8 s
© © ©
N (aV) —
— — o
© © ~
WPB 16 N 10 16 16 3 5 |1 2 ? © EBG V 16
(e [aV] ©
o o} ©
[ [N ~
— — o
© © >
WPB 16 N 13 16 16 3 5 13 5 i P
o o} ©
c\| I I
© © ~
I3 I8\ o
© © >
WPB 16 N 30 16 16 3 5 3 = 3 g
© © ©
3 N ~
— — o
© © >
L [ IEEEN
B =TMepsbiii BLIGOP First choice 0 0 M ‘
[0 = AnbtepHatuBa Alternative O =
Onuncanne/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 u N
Description/Designation of grades and ISO-Code starting page A.222 = s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A H

(anmasHoe HanbineHue) unu ¢ BepwnHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

A.168
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MnactuHsl WPB-N gnsa ¢opes GWV

/N 2
Copy inserts WPB-N for copy cutters GWV LMT- KIENINGER S
W’ oE
£<
M=
v . Pe)Ky|:|.|uu Ma're!man
- Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggc’gngC’og'ggFN
T ITAITI - 0000 R
N = Number of Kog LMT Ssggggggggsgggg Kat. Ne
cutting edges LMT-Code | d s diy | r |a|a|a/aaaaldJddalalamal Cat.-No.
d , WPB 20 N 10 18 20 3 5 1 po I > EBG V 20
N ] ~
o)) o) ©
1 N N ~
| & 5 b P
|-—
% #7 WPB 20 N 16 18 20 3 5 /1,6 Q N © E
d4 ’ @ q © H
= o o) — e
I S| 2
s] —A.‘;—d g S S 32
WPB 20 N 40 18 20 3 5 |4 ) ® < 32
© © @
N I ~
— - o
o
WPB 25N 10 23,5 25 4 6 |1 2 g S EBG V 25 i
I\ I\ 9] 2
o o>} < 2
N N — o o
5 5 S is
N=2 H
> D
WPB 25 N 20 23,5 25 4 6 |2 2 9 3 &6
o)) o)) ™
I I o
© © ~
N N o
© © >
WPB 25 N 50 23,5 25 4 6 |5 © ™~ R
© © )
I I -
— — o ©
© © ~ e
I c
2c
u u IEEN #2
B = Mepsebliii BbIGop First choice 0O 0O ‘ M ‘
[J = AnbtepHatuBa Alternative 0 ™
Onucarne/HasHaveHune cnnasos 1 ISO-kopgoB Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 = s
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 3 cnnasa LC610A H
(anmasHoe HanblneHve) unu ¢ sepimHoin n3 PCD/CBN. 2
All WPR, WPV and WPB inserts are available in grade LC610A E .
(diamond coated) or PCD/CBN tipped. Qé
oo
2
-
g o
35
®
8 £
1=
g2
X=
g2
g2
$3
go
o5
is
85
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MnactuHbl WPB-N-CF gnsa dopes GWV Yam
Copy inserts WPB-N-CF for copy cutters GWV LMT+ KIENINGER
W’
Pexywuit matepuan
EILIY cuting o
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gégggsgggggggsg
N = Number of Koa LMT N O NG ooNoOR 56O o Kar N
Z 0o
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m| Q| Cat.-No.
d , WPB 06 NO5CF| 8 6 16 2,5 05 Q3 § 3 S EBG R 06
T I 5
L/ [QVRN¢ o} N ~
| ‘ \#70 © © © o
WPB O8N 10 CF 9,5 8 2 3 1 518 3 5 EBG V 08
| © N »
o N o2} <
[QVRN¢ o} N —
— AN — o
©|© © ~
WPB 10N 10CF 11,5 10 25 |4 1 218 3 A EBG V 10
| N [}
o N o3} ©
Q| N o
- - =}
©|© © ~
WPB 12N 10 CF | 14 12 25 |5 1 2N 3 o EBGV 12
o | © » ™
NI I <
© | © © -
g8 & R
N=2
WPB 12 N 20 CF | 14 12 25 |5 2 3 5 L
© © ©
o I -
— - o
© © ~
WPB 16 N 10 CF | 16 16 3 5 1 % © « EBG V 16
o | © 2} ™
NI N <
© | © © -
o N I3 o
©|© © ~
WPB 16 N 30 CF | 16 16 3 5 3 o s =)
© © )
N N —
— — o
© © ~
WPB 20N 10 CF | 18 20 3 5 1 2183 s 3 EBG V 20
[\k=} o 9]
[ Ik} I <
| ® © —
| [9Y] o
©|© © ~
WPB 20 N 40 CF | 18 20 3 5 4 © o 5
o © o
[N I -
— — o
© © ~
WPB25N10CF| 23,5 25 4 6 1 w o A EBG V 25
o o2} ™
N I <
© © -
I3 N o
© © ~
WPB 25 N 50 CF| 23,5 | 25 4 6 5 IS 4 Y
© © ©
o C\l -
— - o
© © ~
O [ INEREN
B = Mepsebliii BbIGOp First choice O O ‘ M ‘
[J = AnbtepHatuBa Alternative _
Onucarne/HasHaveHune cnnasos 1 ISO-kofgos Ha cTp. A.222 ™ ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 3 cnnasa LC610A H

(anmaaHoe HanbineHme) unu ¢ BepwnHoin 3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

A.170
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MnactuHbl WPV-CF gna dpe3s GWV

V. o
Copy inserts WPV-CF for copy cutters GWV LMT- KIENINGER gt
e’ &6
FE
HE
M
. . Pe)KyI:I.WIVI Ma-rernan
o Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx For cutter
KPOMOK gggogsgooo'gggpw
T LT O T OO0
N = Number of Kopg LMT ssggggggggsgggg Kat. Ne
cutting edges LMT-Code | d s di | r |A|a|a/aaaalddaalaladmal Cat.-No.
WPV 08 N 9,5 8 2 3 /0,6 Y S 82 S 5 EBG V 08
d r o © [T 0 o]
90°/ © N Al [ 0
e = I
~ © © © o
WPV 10 N 11,5 10 2,5 4 08 Qg g 3 3 3 EBG V 10 2
S © © © o)} 52
© N N N 0 85
- [aV] [aY N [} g2
o — — — - =<
N~ © © © [e2] ]
5
el
WPV 12 N 14 12 2,5 5 |1 b N 9 3 N EBG V 12 S <
~ © © © <
© N N N ™
- Y] Y Y] N~
o — - - o
~ © © © >
o
WPV 16 N 16 16 3 5 13 Q3 2 by < 2 EBG V 16 H
~ © © © o} 3
© N N N It} ol
- N N N [} o
R 5 & 5 5 ic
N=2 -
> D
WPV 20 N 18 20 3 5 1,6 3 3 3 S 8 EBG V 20 &6
~ © © © »
© N N N <
— (9] [9V] [9V] by
o — — - o
~ © © © ~
WPV 25 N 23,5 25 4 6 |2 3 3 2 9 S EBG V 25
~ © © © 1)
© N N N <
— N N N —
o — — — o °
~ © © © ~ £o
2c
WPV 32 N 28 32 5 8 |25 by 3 8 I ® EBG V 32 =
- © © © o
© N N N ~
- N N N <
o — — — —
~ © © © [}
m ol [m L IEEEN
B = Neps.bit BoIGOp First choice 0O ‘ M ‘
[J = AnbtepHatuBa Alternative ™ ™ [
OnucaHne/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222 ™ N o
Description/Designation of grades and 1ISO-Code starting page A.222 s ggi_
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A H
(anmasHoe HanbineHve) unu ¢ BepmHoi n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
©
g
g o
32
® T
8 £
1=
gg
535
%n:
2
8T
88
&E
go
o5
£c
85
www.itmash.ru A171
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MnactuHbl WPV-N ans opes GWV a3
Copy inserts WPV-N for copy cutters GWV LMT- KIENINGER
e’
Pexywuit matepuan
Ralh s oS I ¢ Cuing e
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx For cutter
KPOMOK gégggsggggggggg
N = Number of Koa LMT N NOBNDDBE©OR GG S O Kar Ne
Z 0o
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m| 0| Cat.-No.
WPV 08 CF 9,5 8 2 3 106 @ 3 3 Q < EBG V 08
go°/ d r © ts} 0 0 I
N~ N N N <
T R EEEEEREE
I ~ © © © N~
'| O ol
‘ WPV 10 CF 11,5 10 2,5 4 108 ¥ Y 5 9 Q EBG V 10
[ ) <] re} re} 0 ()
= 8 |18 (8 | (8 ||
© © © © N~
WPV 12 CF 14 12 2,5 5 |1 ] 3 2 o N EBG V 12
— wn Yo} [Te] [s2)
© N N N <
— N N [aV] hy
o — - — o
‘ N~ © © © N~
WPV 16 CF 16 16 3 5 13 ¢ 9 ® Q 5 EBG YV 16
— [Te] Yo} 0 [s¢)
o () N Q] <
— [aV] [aV] N —
[ © |© © [
N=2
WPV 20 CF 18 20 3 5 16§ © 8 9 8 EBG V 20
— [Te] Yo} Yol [sp)
© N N N <
— [aV] N N by
o — — — o
N~ © © © ~
WPV 25 CF 23,5 | 25 4 6 2 g 3 2 %3 5 EBG V 25
— [Te] Yo} Te] —
© Q) AN Q) ©
— (V) (aV) (aV) —
o — — — o
N~ © © © N~
WPV 32 CF 28 32 5 8 125 3 Q 5 3 < EBG V 32
— [Te] wn Ye] —
© N N N ©
— N N N hay
o — — — o
N~ © © © N~
= ol (m [ P
B = Meps.bi BoiIGOp First choice O ‘ M ‘
[J = AnbtepHatusa Alternative = !

OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222

Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A

(anmasHoe HanbineHve) unu ¢ BepmHoi n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

A.172 www.itmash.ru
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MnactuHel WPB-HF gnsa cbpe3s GWV

a3 ]
Copy inserts WPB-HF for copy cutters GWV LMT- KIENINGER §§
A :
M=
- Pexywuit matepuan
R 4 dh & cuting
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx For cutter
KPOMOK gggogsgooo'g'ggpw
TITOAOIT rrr 020 r®mR
N = Number of Kog LMT 88828885§§588§8 Kat. Ne
cutting edges LMT-Code | d s di | r |A|a|a/aaaalddaalaladmal Cat.-No.
WPB 06 HF 8 6 16 25 - 3 g EBG R 06
d (Y] —
=} ©
o -
N o
o ~
|
WPB 08 HF 9,5 8 2 3 - 3 @ EBG V 08 2
q o 62
ds o - g8
1 I o © o
o) ~ i
sl =7 1 )
WPB 10 HF 11,5 10 25 |4 - s 3 EBG V 10 32
& 5
o -
- o
[} ~
WPB 12 HF 14 12 25 |5 - © Q EBGV 12 H
) 2 8o
5 R ic
N=2 H
WPB 16 HF 16 16 3 5 - 2 X EBGV 16 &6
o ©
™ -
- o
© N~
WPB 20 HF 18 20 3 5 - g 2 EBG V 20
o ©
2 S
© N~ % 2
2c
WPB 25 HF 23,5 25 4 6 - 3 EBG V 25 =
S
e}
©
WPB 32 HF 26,5 32 5 8 - 3 EBG V 32
&
9] H
5 o
&=
I IEEEN 85
B = MNepebiit BoIGOP First choice ‘ M ‘
[J = AnbtepHatusa Alternative = =
OnucaHne/HasHaveHve cnnasos n ISO-kofoB Ha cTp. A.222 B E N
Description/Designation of grades and ISO-Code starting page A.222 = s °
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A H é
(anmasHoe HanbineHve) unu ¢ sepmHon n3 PCD/CBN. e
All WPR, WPV and WPB inserts are available in grade LC610A Sls
(diamond coated) or PCD/CBN tipped. a2
oF
gg
<
22
ic
93
13-
go
o5
2E
85
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Twincut BBMHYMBarwmecs cppesepHbie roioBKU co cthepu4eCKMM KOHL,OM
Twincut ball nose screw-on type roughing end mill

RaL 81 A £

Van
LMT+ FETTE
W’

e o T !
ds| d3 —— - s — X dy w
dy —
Kat. Ne Cat.-No. EBT THR 11497
WUnenr. Ne Koa LMT @ g -y g ?

d1 r |2 |3 d3 d5 dz z |ldent. No. LMT-Code

20 |10 20 | 32  M10 18 10,2 2 1041090 | EBT X12.020TS032 CCMT 060204 1044972 1179-25 2237513 1048326
T8

25 (12,5 24 36  M12 21 [12,5| 2 | 1041076 @ EBT X16.025TF036 |[CCMT 080308 2237513 | 1179-35 | 1045114 1048335
T15

32 |16 29 | 45 M16 29 17 2 | 1041077 @ EBT X20.032THO045 SNKX 0904AN| 1045114 1179-45 1045126 1048335
T15

40 |20 37 56 | M20 | 36 @21 2 | 1041078 @ EBT X25.040TI056 |SNKX 1205AN| 1045123 1179-55 | 1045777 1048344

50 25 43 | 56 1 M24 46 25 2 1041079 @ EBT X21.050TJ056 1179-65 T20

1) ®pesbl LOCTYMHbI TAKXKE 1 B AOMMOBOM UCMOHEHUN
Cutters also available in inch

YOnMHUTENn 1 nepexofHnkmn B paspene ,,Cuctemsl kpennennsa® Ha ctp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

Twincut ppesbl co cchepuHecCKUM KOHL,OM
Twincut ball nose copying roughing cutters

AR h S) ¢

ONX@
dp D ‘ d4
Lk
Kat. Ne Cat.-No. EBT 11493"
NpeHT. Ne Kog LMT @ g '-‘, % ?
dy r I> I4 lg Is Is | do | z |Ident. No. LMT-Code
20 |10 30 135 40| 60 79 25 2 1041048 @ EBT X12.020BS135 | CCMT060204 | 1044972 | 1179-25 2237513 1048326
20 /110 30 160 40| 85 104 25 2 1041049 @ EBT X12.020BS160 T8
25 12,5 /35 120 | 54 54| 54|25 2 1041067 | EBT X16.025BN120 CCMT080308 2237513 | 1179-35 | 1045114 1048335
25 /12,5 35 170 | 50 90|110 32 2 | 1041068 @ EBT X16.025BV170 T15
32 16 40 150 70| 70| 90 /32 2 | 1041069 | EBT X20.032BN150 A SNKX0904AN 1045114 1179-45 1045126 1048335
32 16 40 200 | 60 115 130 40 2 1041070 | EBT X20.032BW200 T15
40 20 55 145| 80 80 85|32 2 1041071 | EBT X25.040BF145 | SNKX1205AN 1045123 1179-55 |1045777 1048344
40 |20 55 200 115/115/130 40 2 1041072 @ EBT X25.040BN200 T20

1) ®pesbl AOCTYMHbI TAKXKE 1 B 4IONMOBOM UCMOHEHUN
Cutters also available in inch

A.174

www.itmash.ru

PekomeHpgauuy no pexxumam pesanus Ha ctp. A.210
Cutting data recommendations starting page A.210



CmeHHble nnacTtuHbl ans Twincut ¢hpe3 co cchepnieckum KOHLOM Vam N
Indexable inserts for Twincut ball nose screw-on type roughing end mill LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx b4 s's For cutter
=
“powo SEEEEEEEEEEEEE
N = Number of Koa LMT sssssgggggggggg Kar. Ne
cutting edges LMT-Code | d s dy [b/r [a|a|aadalalaldalala|aladld(d) Cat.-No.
10° CCMT 060204 6,35 | 6,35 2,38 | 2,8 0,4 5 Y EBT
I~ r 1196-36 > S
© [}
Sy B, S S
97
— s CCMT 080308 ' 7,94 | 7,94 3,18 3,4 /0,8 b ]
i 1196-46 > 3
© ©
o o
N=4
30° SNKX 0904 AN | 9,52 - 4,76 44 15 ©38 ~ EBT
45° b 7 1187-00 QUB Q
0| O w0
e S g|e 2
Off 1
AN I SNKX 1205 AN (12,7 12,7 | 5,56 | 52 | 2 p o 3
N by 1187-10 SIS Q
.S | o) © ©
o o o
v 1179-25 12,79 | 7,15 3,18 | 3,5 |10 3 S EBT
w0 Yo
[e2] [e2]
3 3
() ! Ldi T T
1179-35 15,99 | 8,94 | 3,97 4,1 12,5 2 3
d & 3
© ©
o o
9 1179-45 20,47 11,44 5,08 | 4,5 |16 9 8
7o) [Te)
o) o
© ©
o o
1179-55 25,58 14,3 1 6,35 | 5,5 |20 S
3
©
o
N=2
umm ol [
M = Meps.biii BbIGOP First choice ololo ‘ M ‘
[0 = AnbtepHatuBa Alternative ™ _
OnuncaHne/HasHaveHune cnnasos 1 ISO-kopos Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 0O s
H

www.itmash.ru
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CMeHHbIe NNacTHHbI

Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

CeepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



BBuHunBawwumecs cpesepHbie rojoBKU AN UBETHbIX MeTaJIoB U nnacTukos 90°
Screw-on type end mills for non-ferrous metals and plastics 90°

LEL L A L

.
LMT+ FETTE
W’

P
‘ |2 r 19°
ds, / 25° ‘
! T~ 90°

= fe) A (2)
ds|ds Lo S g |

0 o - J
KaT. Ne Cat.-No. EMZ 90 THR IK"

MaeHT. Ne Kog LMT @ g ?

d1 r |2 |3 d5 d3 dz z | Ident. No. LMT-Code
25 11,213,540 21 | M12 12,5 2 1043247 EMZ90 V16.025TF040-I VPGT 160412-ALM 1051312 1048335
32 3 15 50 29  Mi16 17 2 1043248 EMZ90 V22.032TH050-I VCGT 220530-ALM 1045766 T15
42 | 3 15 50 29  Mi16 17 3 1043249 EMZ90 V22.042TH050-I

1) dpesbl JOCTYMHbI TAKXE 1 B AONMOBOM UCMOHEHUN
Cutters also available in inch

YOAMHUTENN 1 NepexofHnkn B paspene ,CnuctemMsl kpenneHns“ Ha cTp. E.112
Extension arbors and fitting dimensions refer catalogue “Chucking” starting page E.112

KoHueBble chpe3bl Ans 4BeTHbIX MeTanNoB 1 nnacTtukos 90°
End mills for non-ferrous metals and plastics 90°

UL ETLEL I

25° ;
o i = g 7~ 90°
(o)
| |

h 3 \J T

KaT. Ne Cat.-No. EMZ 90 IK"
NaeHT. Ne Kopg LMT @ g ?

d1 r |2 |1 |3 d2 z Ident. No. LMT-Code
25 1,2 | 13,5 200 | 40 20 2 1043243 EMZ90 V16.025Al-I VPGT160412-ALM 1051312 | 1048335
32 | 3 15 220 @ 50 25 2 1043244 EMZ90 V22.032AG-I VCGT 220530-ALM 1045766 T15
42 | 3 15 220 @ 50 25 3 1043245 EMZ90 V22.042AA-I

1) dpesbl HOCTYMHbI TAKXKE 1 B AONMOBOM UCMOJHEHUN
Cutters also available in inch

A.176 www.itmash.ru

PekomeHpaumn no pexxumam pesaHuns Ha cTp. A.213
Cutting data recommendations starting page A.213



®pes3bl AN LBETHbIX MeTannos 1 nnactukos 90°

Milling cutters for non-ferrous metals and plastics 90° LMT- FETTE E
N’ s
8=
v =
VS ETLEL L
h
lo
i -
5 19°
= 25° "
do| —] = ds
= J'?
Kat. Ne Cat.-No. FMZ 90 IK") iz
i
MpeHT. Ne Kop LMT f g ?
d4 r I h do z Ident. No. LMT-Code
42 3 15 55 16 3 1043253 FMZ90 V22.042AN-I VCGT 220530-ALM 1045766 1048335
52 3 15 55 22 3 1043254 FMZ90 V22.052AN-I T15 H
66 3 15 60 27 4 1043255 FMZ90 V22.066AN-I §
80 3 15 60 27 4 1043256 FMZ90 V22.080AN-I §§’
100 3 15 65 32 5 1043257 FMZ90 V22.100AN-I § g
125 3 15 65 40 6 1043258 FMZ90 V22.125AN-I &6
1) ®pesbl HOCTYMHbI TAKXKE 1 B AOMIMOBOM MUCMONHEHUN PekomeHpgauun no pexxmumam pesanus Ha ctp. A.213
Cutters also available in inch Cutting data recommendations starting page A.213

CwmeHHbIe nnacTuHbl gns cpes ana HemeTanoB U nnacTukos 90°
Indexable inserts for milling cutters for non-ferrous metals and plastics 90°

Touenne
Turning

Pexywuit matepuan
Cutting materials
UpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyimx F ss For cutter H
= F
KPOMOK 88'558'633508'650§ &g
0§ F NM®T <t T T O o=
N = Number of §88383553588888 krx °
cutting edges Kopg LMT | d s dy r [ d|ad|aajajalalala aaa/a/alal Cat.-No.
o ()]
79-VC. VCGT 220530 (22,1 (12,7 556 55 |3 3 3 EMZ90
15° = VP_ ALM > > FMZ90
© ©
\ o o °
2
dd VPGT 160412 (16,6 12,7 | 4,76 | 4,4 | 1,2 3 5 5z
ALM 5 5 13
: g 8 8-
N=2

M = Mepsbiii BbIGOP First choice M ‘

[J = AnbtepHatusa Alternative _
N
S
H

PesbGoHakaTka
Threading Rolling

Onuncanune/HasHaveHmne cnnasos n ISO-kogos Ha cTp. A.222 [~ ™
Description/Designation of grades and ISO-Code starting page A.222

OcHacTka
Clamping

www.itmash.ru A177

Mpunoxenuns
Attachment



®dacouHble pesbl 30°, 45° n 60° a3
Bevel milling cutters 30°, 45° and 60° LMT- FETTE

DIN h6 1
18358 | [ | |vvw

| o
do d{ d
0 |- |
A oo
Iy
Kat. Ne Cat.-No. EFZ 1148
UpeHT. Ne Koa LMT w g ?
K d ds I4 I3 d, z |ldent. No. LMT-Code
30° 6 32 86 36 20 2 1043511 EFZ30 T16.032 BB TCMT 16T304 1045114 | 1048335
1166-10 T15
45° 1,3 16 70 25 12 1 1043508 EFZ45 T11.016 BJ TCMT 110202 1044972 | 1048326
6,3 21 80 32 16 2 1043517 EFZ45 T11.021 BI 1166-00 T8
10,4 | 32 86 36 20 2 1043509 EFZ45 T16.032 BB TCMT 16T304 1045114 | 1048335
10,4 | 32 95 39 25 2 1043526 EFZ45 T16.032 BG 1166-10 T15
60° 54 16 70 25 12 1 1043562 EFZ60 T11.016 BJ TCMT 110202 1044972 | 1048326
14,4 | 25 80 32 16 2 1043571 EFZ60 T11.025 BE 1166-00 T8
16 32 86 36 20 2 1043510 EFZ60 T16.032 BB TCMT 16T304 1045114 | 1048335
16 32 95 39 25 2 1043580 EFZ60 T16.032 BG 1166-10 T15

PekomeHpgauuy no pexxmmam pesaHus Ha cTp. A.216
Cutting data recommendations starting page A.216

CMeHHble nnacTuHbl gns aco4Hbix hpes 30°, 45° n 60°
Indexable inserts for bevel milling cutters 30°, 45° and 60°

Pexywuin matepuan
Cutting materials

NpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx b4 For cutter
“powor 85EE58338855 2
N = Number of Koa LMT 8888835535888§8 KaT. Ne
cutting edges LMT-Code | d S dy r [ Jd|d|aajalalaladlaaaalaalal Cat.-No.
; TCMT 110202 11 6,35/ 24 2,8 0,2 3 b 5 EFZ45T11
1166-00 8 3 ™ EFZ60T11
- S 8 8 | EFz3oTi6
d| AQ = T |7 | EFz45T16
‘ | TCMT 16T304 16,5 | 9,52 | 3,97 | 43 0,4 @ g 2 EFZ60T16
1166-10 8 8 ~N
N~ 0 re}
E S Sl |2
N=3
| | P
B = Mepsebiii BoIGop First choice 0 M
[J = AnbtepHartusa Alternative = K
Onuncanne/HasHaveHune cnnasos n ISO-kopos Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 s
H

A.178 www.itmash.ru



®dacouHble hpesbl 45° Y
Bevel milling cutters 45° LMT- FETTE
W’

DIN M
1835B) \www

45°
On

J B0 o o |

I3 |

Iy
Kart. Ne Cat.-No. EFZ45 11483
NpeHT. Ne Koa LMT & g ?
d1 |1 |3 d3 dz z ap Ident. No. LMT-Code
16 85 37 288 16 2 5 1043604 EFZ45 S09.016BN SDMT 090308" 1044981 1048335
1196-03 T15

20 95 45 37,3 20 2 7 1043606 EFZ45 S12.020BN SPMT 120408 1044963 | 1048344
25 | 110 | 54 | 42,3 25 2 7 1043608 EFZ45 S12.025BN 1196-12 T20
32 | 125 | 65 | 49,3 32 3 7 1043610 EFZ45 S12.032BN

) CmoTpm cTp. A.272 See page A.272

CmeHHble nnacTuHbl ansa daco4Hbix pes 45°
Indexable inserts for bevel milling cutters 45°

Pexywumin matepuan
Cutting materials

NpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx b4 For cutter
SO0k 22320gKr< N
KPOMOK S oowoo I TS ooc 9w
0T FNOS ¥ T v+ T O
N = Number of Kopg LMT sssssgggggggsgg Kat. Ne
cutting edges LMT-Code | d s dq r [ d|d|a|ajajalajalalaalaa/aa) Cat.-No.
SPMT 120408 |12,7 12,7 | 4,76 5,2 0,8 @ Q 0 EFZz45
r o < © o
u SN 2 L
o 0 ©
™ =} o
N - —
SPMW 120408 (12,7 12,7 | 4,76 5,2 0,8 Q g 5 EFZ45
> UL
© © ©
o =} =]
L] O P
B = Mepsebiii BbIGOp First choice 0 M
[ = AnbTepHatuea Alternative = K
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
www.itmash.ru A.179
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CMeHHble NNacTuHb!
Indexable inserts

3y6otpesepoBaHne
Gear cutting

Touenne
Turning

0O6paboTka pe3b6 CsepneHue
Drilling

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

Mpunoxenuns
Attachment



®pes3bl ana T-nasa 90° V.
T-Slot cutters 90° LMT- FETTE
e’

LRSI ¢
18358 | [ vy

_bi_
© o B
A ®
do (]:D ds ? dy 3°
i 90°
J—
I3 L —
Iy
KaT. Ne Cat.-No. ESP90 11403 IK
. UpeHT. Ne Koa LMT e g ?

dy by |T-slots| |4 I3 ds do z |ldent. No. LMT-Code

25 11 14 82| 34 13 16 4 1069001 ESP90 C06.025BE-I CCMT 060204 1044972 1048326
1196-36 T8

32 | 13 18 90 | 40 15 20 4 1069003 ESP90 C08.032BB-I CCMT 080308 2237513
1196-46

40 17 | 22 | 108 52 (19,5 25 4 | 1069005 ESP90 C09.040BA-I CCMT 097308 1045131 1048335
1196-56 T15

50 21 28 124 | 64 25 32 4 1069007 ESP90 C12.050BA-I CCMT 120408 1045766
1196-66

PekomeHpaumn no pexxnmam pesaHus Ha cTp. A.216
Cutting data recommendations starting page A.216

CmeHHble nnacTuHbl ansa c¢pes3 gna T-nasa 90°
Indexable inserts for T-Slot cutters 90°

Pexywuin matepuan
Cutting materials

NpaeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx b4 For cutter
GO0k k222320 NN
KPOMOK ololow|lo|oF| s (F2|S|o|2(o|v
o T FNO S ¥ T -+ O
N = Number of Koa LMT ssssgg%%g%ggﬁgg KaT. Ne
cutting edges LMT-Code | d S dy (b/r|a|a|alajalalalaalaajaldjaldl Cat.-No.
10° CCMT 060204 @ 6,35 6,35 | 2,38 2,8 04 5 28 ESP90
1196-36 > oS
© © | ©
=} [=3k=}
CCMT 080308 @ 7,94 7,94 | 3,18 3,4/0,8 2 8|3
1196-46 > LS
© © | ©
o S| o
CCMT 09T308 @ 9,52 9,52 | 3,97 4,4/0,8 ®
1196-56 3
N~
R
N=2
CCMT 120408 12,7 12,7 4,76 | 5,5 0,8 h
1196-66 N
N~
o
~
H E O P
B =Mepsbiii BLIGOP First choice olo M
[J = AnbtepHartusa Alternative = K
Onuncanune/HasHaveHune cnnasos u ISO-kopos Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 OO s
H
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TpexcTtopoHHue ¢pesbl 90°, y3kune Vam N
Side milling cutters 90°, narrow LMT- FETTE

KoHuesbie ¢pesbl
Milling with end mills

O

Kat. Ne Cat.-No. SMN90 1103

NpeHT. Ne Kopg LMT @ % ?
d, ds bso a do z |ldent. No. LMT-Code —

CMeHHble NNacTuHb!

7}
=4
@
@
£
@
o
©
4
@
°
5

&

80 5 40 8 |18 27 8 | 1024609 SMN90 L14.080ANO5 LNHX 1402 | 1045819 | 1045793 | 1048433
100 5 50 8 23 32 10 | 1024618 SMN90 L14.100ANO5 1185-55 T10 H
125 5 60 8 30,5 40 12 | 1024627 SMN90 L14.125AN05 §
80 6 40 8 |18 27 8 | 1024636 SMN90 L14.080ANO6 LNHX 1403 | 1045828 A 1045800 §§
100 6 50 10 | 23 32 10 | 1024645 SMN90 L14.100ANO6 1185-56 '3‘2
125 6 60 10 1 30,5 40 12 | 1024654 SMN90 L14.125AN06 78
80 8 40 10 |18 27 8 | 1024663 SMN90 L14.080AN0O8 LNHX 1404 | 1051277 | 1045034 | 1048335
100 8 50 10 | 23 32 10 | 1024672 SMN90 L14.100ANO8 1185-57 T15
125 8 60 12 1 30,5 40 12 | 1024681 SMN90 L14.125AN08
160 8 60 12 |48 40 16 | 1024690 SMN90 L14.160AN08

200 8 75 14 60,5 50 18 | 1024707 SMN90 L14.200AN08
80 10 40 12 18 27 8 | 1024716 SMN90 L14.080AN10 LNHX 1405 | 1045105
100 | 10 50 12 |23 32 10 | 1024725 SMN90 L14.100AN10 1185-58
125 | 10 60 14 30,5 40 12 | 1024734 SMN90 L14.125AN10
160 | 10 60 14 | 48 40 16 | 1024743 SMN90 L14.160AN10
200 | 10 75 16 1 60,5 50 18 | 1024752 SMN90 L14.200AN10

Touenne
Turning

PekomeHpgauuy no pexxumam pesaHus Ha cTp. A.218
Cutting data recommendations starting page A.218

CsepneHue
Drilling

0O6paboTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

www.itmash.ru A.181

Mpunoxenuns
Attachment



TpexcTtopoHHue ¢pesbl 90°, y3kune
Side milling cutters 90°, narrow

Al €

Van
LMT+ FETTE
W’

b+
=
of .
di| ds dgl H} |
.
by
KaT. Ne Cat.-No. SMN90 11035
WaeHT. Ne Koa LMT w g ?
d1 b1 d3 bz a dz z Ident. No. LMT-Code
63 6 29 32 13 16 6 1024925 SMN90 L14.063ANO6F LNHX 1403 1045828 1048433
80 6 40 36 16 22 8 1024927 SMN90 L14.080ANO6F 1185-56 T10
100 6 48 45 22 27 10 1024929 SMN90 L14.100ANO6F
125 6 58 50 30 32 12 1024931 SMN9O0 L14.125AN06F
160 6 70 63 a1 40 16 1024933 SMN9O0 L14.160ANO6F
63 8 29 32 13 16 6 1024935 SMN9O0 L14.063ANO8F LNHX 1404 1044981 1048335
80 8 40 36 16 22 8 1024937 SMN90 L14.080ANO8F 1185-57 T15
100 8 48 45 22 27 10 1024939 SMN90 L14.100ANO8F
125 8 58 50 30 32 12 1024941 SMN9O0 L14.125AN08F
160 8 70 63 41 40 16 1024943 SMN90 L14.160ANO8F
100 | 10 48 45 22 27 10 1024949 SMN90 L14.100AN10F LNHX 1405 1045105
125 | 10 58 50 30 32 12 1024951 SMN9O0 L14.125AN10F 1185-58
160 | 10 70 63 41 40 16 1024953 SMN90 L14.160AN10F

CMeHHble NNacTuHbI ANs TPeXCTOPOHHUX pe3 90°, y3kux
Indexable inserts for side milling cutters 90°, narrow

PekomeHpauun no pexxumam pesaHus Ha cTp. A.218
Cutting data recommendations starting page A.218

Pexywuin matepuan
Cutting materials

UNpeHT. Ne Ident. No Ana dpesbl
N = Yucno pexyuwmx b4 For cutter
Gokrkrrr22320kr«
KpoMoKk 3338883332 2¢28¢2
N = Number of Koa LMT 8888835535888§§ KaT. Ne
cutting edges LMT-Code | d S dy |b/r|a|alaajaalalad|aladlalaajdajal Cat.-No.
LNHX 1402 14,29 11,11 2,8 | 4,5 0,25 > N SMN90
1185-55 N ®
© ©
=} =}
LNHX 1403 14,29 11,11 3,3 | 4,56 0,3 1
1185-56 o
©
=}
LNHX 1404 14,29 11,11 4,3 | 4,5 0,4 >
1185-57 o
©
=}
LNHX 1405 14,29 11,11 53 4,5 0,5 S
1185-58 o
©
=}
N=4 -
] d P
B = Mepsebiii BoIGOp First choice O M
[ = AnbTepHatuea Alternative = K
OnuncaHune/HasHaveHune cnnasos 1 ISO-kopoB Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 0O s
H
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1D-HSC-cpe3epHas ronoska - TopueBoe ppesepoBaHue u pesepoBaHue Vam N
ycTynoB LMTe+ KIENINGER

1D-HSC milling cutter — face and angle milling cutter

@0
2?2
€ o
o
§§

o
X =

288 gt RSO

S W W
Kopg LMT NpeHT. Ne
dy h IKZ z LMT-Code Ident. No. 3
63 102 - 4 1D-MK 063 04 R HSK-A63 6200463 E 2
63 102 | 4 1D-MK 063 04 R HSK-A63 IK 6200464 E %
80 102 - 6 1D-MK 080 06 R HSK-A63 6200460 g%
80 102 | 6 1D-MK 080 06 R HSK-AB3 IK 6200459 Sé

LT :

3y6odpesepoBaHne

Gear cutting

r
Kopg LMT NpeHT. Ne
dq h dy IKZ z LMT-Code Ident. No.
80 52 27 [ 6 1D-MK 080 06 R DIN 8030-A IK 6280824 o
100 52 32 | 6 1D-MK 100 06 R DIN 8030-A IK 6280825 gg
100 52 32 | 8 1D-MK 100 08 R DIN 8030-A IK 6200465 (=]
125 65 40 L 8 1D-MK 125 08 R DIN 8030-A IK 6280803
125 65 40 | 10 1D-MK 125 10 R DIN 8030-A IK 6280823
DIN
XY :
=
s i
Koa LMT WaeHT. Ne 8¢
dy h do IKZ z LMT-Code Ident. No.
160 63 40 - 10 1D-MK 160 10 R DIN 8030-C 6280819
160 63 40 L 10 1D-MK 160 10 R DIN 8030-C IK 6280820
160 63 40 - 12 1D-MK 160 12 R DIN 8030-C 6200461 .
160 63 40 | 12 1D-MK 160 12 R DIN 8030-C IK 6200462 %%
200 63 60 - 12 1D-MK 200 12 R DIN 8030-C 6280821 gné»
200 63 60 L 12 1D-MK 200 12 R DIN 8030-C IK 6280822 ‘§§
200 63 60 - 16 1D-MK 200 16 R DIN 8030-C 6280810 s
200 63 60 | 16 1D-MK 200 16 R DIN 8030-C IK 6280811
250 63 60 - 16 1D-MK 250 16 R DIN 8030-C 6280817
250 63 60 [ 16 1D-MK 250 16 R DIN 8030-C IK 6280818
250 63 60 - 20 1D-MK 250 20 R DIN 8030-C 6280812
250 63 60 | 20 1D-MK 250 20 R DIN 8030-C IK 6280813
JleBOCTOPOHHEE NCMONHEHNE N ApYyroe 3akpernfieHre no 3anpocy CMeHHble nNnacTuHbl Ha cTp. A.185 E g
L/h version and additional tool arbors on request Indexable inserts see page A.185 g’g

www.itmash.ru A.183

MpunoxeHus
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®dpe3epHana ronoBka 1D-HSC - TopueBoe chpesepoBaHue un hpesepoBaHne Vam N
ycTynoB LMTe. KIENINGER

1D-HSC milling cutter — face and angle milling cutter

LT n

d2| -J—-}dy
BHyTPeHHMVI KOA LMT MHeHT. Ne
d4 h do noason COX z LMT-Code Ident. No.
315 80 60 - 20 1D-MK 315 20 R DIN 8030-C 6280815
315 80 60 - 24 1D-MK 315 24 R DIN 8030-C 6280806
400 80 60 - 24 1D-MK 400 24 R DIN 8030-C 6280809
400 80 60 - 32 1D-MK 400 32 R DIN 8030-C 6280805

Bce nnmoctpaunmn npuseneHs! A8 TopLeBbix JIeBOCTOPOHHEE UCMONHEHNE U Apyroe 3akpernsieHne no 3anpocy  CMmeHHble nnacTuHbl Ha cTp. A.201
dpes L/h version and additional tool arbors on request Indexable inserts see page A.201
All images in face milling version

YrnoBasi ronoBka TopueBasi ronoBka
Angle version Face version

‘ B pagnanbHom 6 / B pagunasnibHoM

T g !
B OCEBOM 5 L h B OCeBOM N L h
e I\r\ 90° 8 I\r\ 750
LI LI
|
dq-1.7
ds d1
Twn ncnonb3yemoin rofoBkmM (yrnosasi Uin TopLesas) onpepensietcs Tpebyemon reomeTpureit pexxyLuein NnacTuHb
Eighter contour or face milling just by selecting the requested geometry
HOABOA COX — Kopnyc un3 ajlroMmmHneBoro cruiasa
Coolant Supply (IKZ) - Body material aluminium
OvameTtp d, Mmm BHyTpeHHui noasopn COX NpeHT. Ne
MC diameter d [mm] Internal coolant supply, IKZ Ident. No.
80 @® | LlTpesenb FAS 080 27 A 6119384
Pull-stud FAS 080 27 A
100 ® | LlTpesenb FAS 100 32 A 6119385
Pull-stud FAS 100 32 A
125 @® Lltpesenb FAS 12540 A 6119386
Pull-stud FAS 125 40 A
160 ® [uck ansa pasgaym COX KVD 160 40 A 6119398
Coolant disk KVD 160 40 A
200 ® | [uck ans pasgadm COXK KVD 200 60 A 6119381
N\ 250 Coolant disk KVD 200 60 A
.‘..‘ 315 O | Onck pns paspadn COXX KVD 315 60 A 6203857
Coolant disk KVD 315 60 A
400 O | Onck gns pasgayn COXXK KVD 400 60 A 6203858

Coolant disk KVD 400 60 A

@ = BXOAWT B KOMMNEKT noctaekn O = MoCTaBAseTCcsa Mo 3anpocy
included in delivery on request

A.184 www.itmash.ru



®pe3epHana ronoska 1D-HSC - cmeHHble NnacTUHDbI Vo N _E
1D-HSC milling cutter - indexable inserts LMT- KIENINGER S
W’ €5
as
iZ
TopueBas nnactuHa NnenT. Ne =
Face insert b I y! r Kop LMT LMT-Code Ident. No.
1 3 6° 0,2 IT 01 RP DP 6126192
~ 1 6 6° 0,4 IT 02 RP DP 6126191
0,7 - 6° 0,2 IT 03 RP LW 610 6126189
| 1 6 6° 0,4 IT 04 RP DP 6126193
X ° 0,7 - 6° 0,2 IT 05 RP LW 610 6280903
1 3 6° 0,4 IT 06 RP DP 6281173
r
b
od
NpeHT. Ne E £
I d d s Kog LMT LMT-Code Ident. No. £
12,7 12,7 5,5 4,76 | SEHT 12 04 AFFN-ALC VA819 6203838 gg
12,7 12,7 5,5 4,76 | SEHT 12 04 AFFN HB 10F 6203695 52
TBeppocnnasHas nnactuHa no ISO gns §
TOopLEeBOro pesepoBaHns antoMUHUS. 3 g
ISO-insert in carbide, especially for %2
face milling of aluminium. &6
Yrnosas nnacTtuHa NpeHT. Ne
Angle insert b | y" r Kop LMT LMT-Code Ident. No.
1,6 3 6° 0,2 IT 01 RE DP 6126205
1,6 6 6° 0,4 IT 02 RE DP 6126204
1,6 - 6° 0,2 IT 03 RE LW 610 6126202
90° | 1,6 6 6° 0,4 IT 04 RE DP 6126188 %E
1,6 - 6° 0,2 IT 05 RE LW 610 6260134 §§
b 1,6 3 6° 0,4 IT 06 RE DP 6281170
7 r
%) d1
NpoeHT. Ne
| d dy s Kop LMT LMT-Code Ident. No. °
o1 12,7 9,52 4 3,97 | ADHT 12 T3 06 FR-ALC VA819 6203837 &
/ 12,7 9,52 4 3,97 | ADHT 12 T3 06 FR HB10F 6203694 gg
d 71{9 \ di}
TBeppocnnasHas nnactuHa no ISO gns g
TOpLEeBOro pesepoBaHns antoMUHUS. g
ISO-insertin carbide, especially for %g
face milling of aluminium. & =
or
MnacTuHa ¢ reomeTpueii Wiper WpeHT. Ne
Wiper insert b | y' r Kog LMT LMT-Code Ident. No.
5 - 6 0,2 IT 01 RV DP 6126201
5 - 6 0,2 IT 02 RV DP 6201952 aE
75° =
R70 \
b r
15 +0.1
) MepepHwii yron [pyrvne xapakTepucTuku no 3anpocy OnucaHne/HasHaveHve cnnasos Ha cTp. F.2 E é
Tensioning bracket Additional qualitites on request Description/Designation of grades starting page F.2 ég
www.itmash.ru A.185
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®dpe3epHana ronoska 1D-Mini HSC - 3anacHbie 4YacTu 1 NpuHagNeXxHocTn Vo N

1D-Mini HSC-milling cutter - spares and accessories LMT- KIENINGER

W’

KapTpuppk, 3a)Kum, KpenexHblil BUHT, NiacTuHa

Insert-Holder/clamping piece/fixing screw/insert

[epxxaBka KpeneXHbiii BUHT MnactuHa

Insert-Holder Clamping piece Fixing screw Insert

6119392 6119393 TopueBas nnact. Face insert:
MKH 1 NR 01 BS 5 R 02 IT 01 RP

KapTtpugyx 1D (kopoTkuii), 0° B paguansHom
HanpasneHun x 0° B 0OCEBOM HarnpasneHun
1D-Insert-Holder (short), radial 0° x axial 0°

6119397
MKH 1 NR 02

Kaptpupx 1D (gnuHHbIn), 0° B pagnanbHOM
HanpasneHun x 0° B 0CeBOM HanpasieHnu
1D-Insert-Holder (long), radial 0° x axial 0°

6202578
MKH 1 PR 01 (45°)
Kaptpugx 1D, 3° B pagmanbHOM

HanpasneHun X 15° B 0ceBOM HanpasneHnn
1D-Insert-Holder, radial -3° x axial 15°

<

KapTpugx ans nnactul no 1ISO

Insert-Holder for ISO-inserts

6202904
MKH 1 ER 01 (90°)
KapTtpugx 1D, 3° B pagnanbHOM

HanpasneHun x 13° B 0ceBOM HanpasneHun
1D-Insert-Holder, radial -3° x axial 13°

Oep>xaBka gnsa nnactuH no 1ISO

Insert-Holder for ISO-inserts

MpuHapgnexHocTtu kK Kaptpuaxy 1D
Accessories for 1D-Insert-Holder

3axum (KopoTKuin)
Clamping piece (short)

3aKnM (AMHHDBIN)
Clamping piece (long)

Clamping piece (ISO)

KpenexxHblin BUHT M5

Fixing screw M5

6119319 M_
4 x 100

LLlecTrpaHHbIin Koy

¢ T-o6pasHoi pyKosATKOM
Hexagon service wrench

with T-handle

6280711 Omm

M5 x 16

KpenexHbii BUHT M5

Fixing screw M5

6119319 WA
4 x100

LLlecTurpaHHbIi KoY

¢ T-o6pasHoii pyKosATKOM
Hexagon service wrench

with T-handle

6119393

BS 5 R 02
KpenexxHbin BUHT M5
Fixing screw M5
6119319 W—
4 x100

LLlecTurpaHHbI KoY

¢ T-obpasHoi pyKosATKOM
Hexagon service wrench

with T-handle

KpeneXHblin BUHT
WSP Fixing screw
SS2314

M3,5x9

6220131

IT 02 RP

IT 03 RP

Yrnosas nnact. Angle insert:
IT 01 RE

IT 02 RE

IT 03 RE

Mnact. Wiper Wiper insert:
IT 01 RV

Topuesas nnacrt. Face insert:
IT 04 RP

IT 05 RP

IT 06 RP

YrnoBasi nnact. Angle insert:
IT 04 RE

IT 05 RE

IT 06 RE

MnacTt. Wiper Wiper insert:

IT 02 RV

TopueBas nnacrt. Face insert:
SEHT 12 04 AFFN
SEHT 12 04 AFFN

Yrnosas nnact. Angle insert:
ADHT 12 T3 06 FR
ADHT 12 T3 06 FR

6119391
ST5R01B
PerynmpoBo4HbIi BUHT (OCEBOI)

Setting screw axial

[aHHble MO CMEHHbIM NiacTuHam cM. Ha cTp. A.185

Indexable inserts see page A.185

A.186 www.itmash.ru
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BS 6 R 01

KpenexxHbliii BUHT M6

Fixing screw M6



®pesepHasa ronoska 1D-Mini HSC - ykasaHusi no c60opke n peryampoBke

/N q
1D-Mini HSC-milling cutter - assembly and adjustment instructions LMT- KIENINGER ‘e
W’ 85
ES
€=
PekomeHayemoe ycunue 3atsikku, Hem  BuHT OTBepTKa MoOMEHT 3aTSXKu
Recommended torque [Nm] Screw Screwdriver Torques setting
1 SW 4 MpepBaputen. perynnposka
Pre-adjustment
4,0 Hem
2 To4Has perynuposka
Fine-tuning
10,0 Hem
2 SW 4 4,0 Hem

CmeHHble NNacTUHb!

7}
=4
@
@
£
Q
o
@
X
@
°
=

OnTumanbHoOe Ka4eCcTBO NMOBEPXHOCTU AOCTUraeTCs PeryampoBKO NON0XKEHUS YEPHOBOW U YNCTOBOW NNAacTUH
Optimize of the surface through roughing/finishing adjustment with standard inserts

naacTuHbl (TOpLeBble—YrioBbie) nnacTuHbl (yrnosbie — nnactuHbl Wiper) nyacTuHbI (Topuesbie — rnacTuHbl Wiper)
exchangeable inserts angle-face exchangeable inserts angle-wiper blade | exchangeable inserts face-wiper blade
2
3
.!_ B a 3
% o
|
= & = % £
|
S g
0.05 0.03 0.03 °e
d d d
dq d4
d1 - - "

PerynupoBka TONIbKO B 0CEBOM HanpasfieHUN
Adjustable in axial direction only

ToueHue
Turning

Perynuposka B oceBOM HanpasneHun no HoOMHanbLHOMy pasmepy. KomneHcnposaTtb
nepeToyKy HeBO3MOXXHO. BennunHa perynmposku = 0,05 mm.

VIHCTPYyMeHTbI NOCTaBNSIOTCS C 3aBOACKON PerympoBKon 1 6anaHCUpoBKON.
Axial adjustable to nom. measure. Regrinding cannot be compensated.

Runout = 0.05 mm.

Csepnexune

Tools are shipped adjusted and balanced. 2
o
AvameTp Martepuan kopnyca Yucno 3y6beB Macca CKopocCTb pe3aHusi YacTtoTa BpallieHusi
MC diameter Body No. of teeth Weight Cutting speed Speed
dq (mm) z (kg) vc (m/min) n (1/min) 9
63 Cranb steel 4 2.1 6283 20000 8
80 Cransb steel 6 2.7 6283 20000 g o
80 AntoMuHKiA aluminium 6 0.7 6283 20000 85
100 AntoMyHWIA aluminium 6 1.0 6283 20000 SF
100 AntomMuHMI aluminium 8 1.1 6283 20000
125 AntoMuHMI aluminium 8 1.8 6283 16000
125 AntoMuHMIA aluminium 10 1.9 6283 16000
160" AntoMuHWiA aluminium 10 2.9 6283 12500 .
160" AntoMUHWIA aluminium 12 3.0 6283 12500 %%
200" AntoMuHun aluminium 12 4.4 6283 10000 Engc»
200" AntoMuHNIA aluminium 16 4.6 6283 10000 ‘ég
250" AntoMuHWIA aluminium 16 6.9 6283 8000 aF
250" AntoMuHMIA aluminium 20 7.1 6283 8000
3151 AntoMuHun aluminium 20 13.0 6283 6350
315" AntoMUHWIA aluminium 24 13.2 6283 6350
400" AntoMUHWIA aluminium 24 21.5 6283 5000
400" AnioMUHUA aluminium 32 21.9 6283 5000

1) Macca 6e3 gucka gnist pasgadn COX
Weight without coolant disc

OcHacTka
Clamping

www.itmash.ru A.187
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®pesepHasa ronoska 1D-Mini HSC - nHctpykuyum no c6opke n perynupoBske
1D-Mini HSC-milling cutter - assembly and adjustment instructions

i . i L =
Bo3mo>XHOCTb perynnpoBku B ogHol nnockoct 1D (1-di-
mensional) (bpe3epHbIX FONIOBOK AJ151 BBICOKOCKOPOCTHOIO
pesepoBaHus (HSC) o3Ha4vaeT, 4TO AN KaXXAO0N NnacTUHbI
MO>XHO OTPEerynmpoBaTh 1 yCTAaHOBUTb BEJIMYNHY OCEBOrO
BblfieTa. PaguanbHblil BINET 1 nonoxeHne nnactuHel Wiper
YCTaHOBJIEHbI 3apaHee 1 PErynnpoBKE HE NOANEXar.
Mpwu perynupoBke napameTpoB pe3epHOl FONI0BKN criegyeT
y4uTbiBaTh Matepuan kopnyca ppe3epHoi FrofoBKM (antoMUHNIA
nnu ctanbk). Komnanusa KIENINGER noctaensiet hpesepHble
roJIoBKM B cbanaHcnMpoBaHHOM BUAe, C NpeaBapuTesibHON
PEerynupoBKOl 1 C 3aAaHHOM BENUYUHON OCEBOrO 1 pagnanbHOro
BblieTa.

Y
LMT+.KIENINGER
) e

The 1D (1-dimensional) adjustability on milling cutters for HSC-
operations (HSC-High Speed Cutting) means, that the inserts’
axial run-out can be individually adjusted and set. The radial
insert run-out and the wiper-edge are preset and cannot be
adjusted.

When adjusting the milling cutter, the basic cutter materials
have to be taken into consideration (aluminium- or steel type).
KIENINGER supplies the milling cutters balanced, preadjusted
and set in both axial and radial directions.

MpepBapuTenbHasa yctaHoBKa:

B KapTpuax (2) c npeasapuTenbHO YCTaHOBIEHHON MAacTUHON
(1) cnepyeT NPUKPYTUTb K KOPMYCY ronoBKU. 3aTsHYTb
KpenexHbin BUHT (3) kapTpupxka ¢ ycunmem 4 Nm- (puc. 1).

B BBepHyTb KJIMH NnacTuHbl (5) 1 3aTsaHYTb ero ¢ ycunmem 4 Nm,
(puc. 2).

B BBepHyTb OCEBOI PEryMPOBOYHbIN BUHT (4) B KOPMYC rOfI0BKM
[0 Tex nop, Noka OH He KOCHeTCsA KapTpuaxa (2), (puc. 3).

B [loBTOPATb YKasaHHble AeNCTBYA [0 TeX Nop, Noka B Kopnyc
rONoBKN He ByAyT YyCTaHOBNEHbI BCE BCTaBKU.

TouHas perynupoBka:

B [loBOopa4mBaTb OCEBOI PEryIMPOBOYHbIA BUHT (4) O Tex
nop, NokKa BCTaBKN He OKaXKyTCs B MON0XeHnn okono 0,02
MM HV>KE HOMMUHANIbHOW YCTaHOBOYHOW BbICOTHI (pyic. 3). MNpu
HeobX0AMMOCTMN cnefyeT [OMNONHUTENbHO OTPErympoBaTh
BbICOTY XO4a B OCEBOM HarpasfeHun.

B KpenexXHbI BUHT (4) BCTaBky 3aTsHyTb ¢ ycunnem 10 Nm
(puc. 1).

B [1na TOYHOWN perynmpoBKM UCMOb30BaTb OCEBOW
perynnpoBo4HbI BUHT (4) (puc. 3).

BHumaHue: ocnabnATb BUHTbI MPU 3TOM He fornycKaeTcs.

B [IpoBepuTb eLle pa3 BCE HACTPONKMU.

CnepyeT NOMHUTb, YTO BCTABKW HeJb3s 3aMeHATb 6e3
nocnepytoLLein perynmposku. Mpu Heo6xoanMocTU hpe3epHyo
rOSIOBKY CNefyeT CHSTb, O4YUCTUTb 1 MOBTOPHO OTPEryMpoBaTh.

YT106bl OCNabuTb KpenexHble BUHTbI KapTpuaxka (4 n 7),
cnefyeT BOCMNO/b30BaTbCS AVHAMOMETPUYECKUM KITOHOM.

4 Nm =35in. Ib.
10 Nm =88 in. Lb.

Basic setting:

m The cartridge (2) together with the previously installed insert (1)
has to be screwed into the cutter body. Tighten the cartridge
locking screw (3) with a tourque of 4 Nm (35 in. Lb), (picture 1).

® Screw in the insert wedge (5) and tighten it with with 4 Nm
tourque (picture 2).

B Screw in the axial adjusting screw (4) into the cutter body,
until it touches the insert cartridge (2), (picture 3)

m  Continue the previously mentioned process steps, until the
cutter body is completely loaded with inserts.

Fine tuning:

B Tuning the axial adjusting screw (4) until all inserts have
to been adjusted to approximately 0,02 mm (.0008")
below the nominal required setting height (picture 3).
This provides for additional axial adjusting travel heigh
if required.

B The locking screw (4) for the insert cartridge has to be
tightened with a 10 Nm (88 in. Lb.) tourque (picture 1).

® For fine tuning, use axial adjusting screw (4), (see picture 3).
Important: Do not loosen screws again

® Check the settings once again.

Please note, inserts cannot be changed individually without
adjustment. Should this still be necessary, the hardware has to
be dismantled, cleaned and readjusted.

Use torque wrench when loosening the cartridge
locking screws (4 + 7).

4 Nm =35in. Ib.
10 Nm = 88 in. Lb.
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®pe3a Feed-Jet

Vam o
Feed-Jet LMT+ KIENINGER gE
W’ §5

DIN

ﬁ%
0]
®

CmeHHble NNacTUHb!

Koa LMT NpenT. Ne £
dy h d> z LMT-Code Ident. No. £
63 100 - 8 Feed Jet D063 Z8 L100 HSK-A 63 9124316 g

DIN
8030A
h
* g
>
—@ 58
dzJ j d4
> @Iﬁi
Koag LMT NpeHT. Ne N
dq h d, h6 z LMT-Code Ident. No. ig
63 40 22 8 Feed Jet D063 Z8 L40 DIN 8030-A 9124288 82
DIN
h i
W Ot dy
Kog LMT NpeHT. Ne §§
d, h d> z LMT-Code Ident. No. SF
80 100 - 10 Feed Jet D080 Z10 L100 HSK-A 63 9124325

PesbGoHakaTka
Threading Rolling

OrpaHuyeHus no npumeHeHuto ppesbl Feed-Jet Application Limits Feed-Jet

YacTtoTa BpalleHus

Kop LMT AvameTtp Bec Weight RPM
LMT-Code Diameter Zmax (kg) n (1/min.)
Feed Jet D063 Z8 L100 HSK-A 63 63 8 1,91 18.000
Feed Jet D063 Z8 L40 DIN 8030-A 63 8 0,67 18.000
Feed Jet D080 Z10 L100 HSK-A 63 80 10 1,62 18.000 go
(X&)
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®pe3a Feed-Jet

Yo
LMT+.KIENINGER
) e

Feed-Jet
DIN
8030A
h
®)
ng J—H
_J
- %
NpeHT. Ne
dy h Ident. No.
80 50 Feed Jet D080 Z10 L50 DIN 8030-A 9124323
DIN
80308
h
dz
NpeHT. Ne
dq h Ident. No.
100 50 Feed Jet D100 Z12 L50 DIN 8030-B 9124328
DIN h
8030C
7
o
do }@
o
NpeHT. Ne
d4 h LMT-Code Ident. No.
125 63 Feed Jet D125 Z16 L63 DIN 8030-C 9124329

OrpaHuyeHus no npumeHeHuto ppesbl Feed-Jet Application Limits Feed-Jet

YacTtoTa BpalleHus

Kop LMT Bec Weight RPM
LMT-Code (kg) n (1/min.)
Feed Jet D080 Z10 L50 DIN 8030-A 1,23 18.000
Feed Jet D100 Z12 L50 DIN 8030-B 1,78 18.000
Feed Jet D125 Z16 L63 DIN 8030-C 3,08 14.000
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PCD nnacTuHbl

/N e
PCD-inserts LMT- KIENINGER HE
T 85
as
iZ
€=
CnnaB  Kop LMT NpeHT. Ne
Grade |LMT-Code Ident. No. E
DP012 | Kaptpugx ¢ PCD, pnuHa BcTtaeku 3,5 mm, yron 90° 9115413 =
PCD Cartridge Eg
DP012 | Kaptpugx ¢ PCD, pnuHa BcTaBku 12 mm, yron 90° 9115565 H
PCD Cartridge g
28
DP012 | Kaptpupx ¢ PCD, gnuHa BcTtaeku 3,5 Mm, yron 75° 9112580
PCD Cartridge
2 o
LE
DP012 | KapTtpugx c PCD, Wiper 9116245
@ PCD Cartridge
DP012 KapTtpugx ¢ PCD, cneunansHas reometpust 10°, ons yctynos 90° | 9115438
Q PCD Cartridge
DP012 | KapTtpugx ¢ PCD, cneunanbHas reometpust 10°, gns yctynos 75° | 9115014 8¢
Q PCD Cartridge
BcTaBku gns TopueBoro gpesepoBaHus: 25
Q=

Face milling insert:

dz=d{ +2mm

OcHacTka
Clamping
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3anacHble yactun gna Feed-Jet Vam N
Spare parts for Feed-Jet LMT+ KIENINGER
e’
Kopg LMT LMT-Code NaeHT. Ne
AKCUranbHbI KNUH 9112535
Axial-wedge
BuHT cuctembl nogaydn COXK M10 x 25 pna 63 9114791
/ J Coolant screw M10 x 25 for 63
sﬁ
BuHT cuctembl nogaydn COXK M12 x 30 g 80 9116644
/' Coolant screw M12 x 30 for 80
/
Ouck ona pasgadm COX gns - 100 9136417
‘ Coolant disc for 100
Ownck gna pasgadn COX gna 125 9113601
. Coolant disc for 125
BuHT dpukcupyrowmin DIN 912 M4 x 20 10.9 6104446
/ Fixing screw DIN 912 M4 x 20 10.9
Pe3b6oBasi winuabka DS 05 LR 16 9137328
; i Screw DS 05 LR 16
BunT DIN 7991 M4 x 10 8.8 6103794
;i Screw DIN 7991 M4 x 10 8.8
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NHcTpyKunu no perynupoBke thpesepHon ronosku Feed-Jet

Y 2

Adjustment instructions Feed-Jet milling cutter LMT- KIENINGER i
T g

-

LE

. —— 4 4
[~ 2
5
3
O6wwue npuMme4aHusi General

B Y6enutechb, Y4TO BCe AeTann YACTbIE U X MOXXHO NErko
nepemeLyatb. Yb6eanuTech, 4TO B COOPKE HET NOBPEXAEHHbIX
VN U3HOLLEHHbIX OeTanen.

B Icnonb3ynTe TONbKO opurnHaneHble getanu pupmbl KIENIN-
GER.

B PerynupoBka JoJ1>KHa BbINOJIHATLCA TOJIbKO BBEPX. Ecnn
Heo6XO0AMMO ONYyCTUTb KAapPTPULK, BCEe AENCTBUSA cregyeT
HayaTb cHa4vana. 970 obecneynBaeT HaTsSXKEHNE B OCEBOM
HanpasneHun.

MpepBapuTenbHas perynmpoBkKa

B BepHuTe pe3bb0Byto WNUbKY (5) B KNnH (4),
nosepHute Ha 1-1,5 o6opoTa;
BHuMaHue: NeBOCTOPOHHSSA pe3bba!

B BBepHWTe KNUH (4) B kOpnyc rofioBku (1) Ha MakcumarsnbHyo
rny6uHy;

B BcTtaBbTe KapTpuoX (2) B Kopnyc ronoskm (1).
3aTsiHUTE BUHTBI 6€3 yCcunus.

B YCTaHOBWTE KapTpugX, NoBopa4meas pe3b0boByto LWNubKy (5)
NPOTNB YaCOBOWN CTPESKN.

B [lpenBapuTeNibHO OTPEryIMPYINTe KapTPUOXKU A0 NOJIOXKEHUS
okono 0,01—0,02 MM H/>Xe HOMUHANIbHOW BbICOTbI.

MpumeyaHne:

Bo Bpems perynmpoBKu Mo BbICOTE BUHT (3) MOXKET oKasaTbCs
NAOTHO 3aTAHYTbIM. ECNN BUHT 3aTSAHYT HACTOJSIbKO MAOTHO,
4YTO AN1A NepemMeLLeHns KapTpugxka TpebyeTcsa YpesmepHoe
ycunue, cnegyeT ocnabuTb 3a>KMMHOWN BUHT U BbIMOMHUTL
perynmpoBky eLle pas.

B [locne npeasapuTENbHON PErYIMPOBKY KPENEXHbIN BUHT
(3) cnepyeTt 3aTaHyTb ¢ ycunmem 3 Nm. Ecnu dpakTnyeckoe
ycunme 3aTskkn npesbiwaeT 3 Nm, MOryT BO3HUKHYTb
CNOXHOCTY C TOYHOW perynnuposkon. B atom cny4vae
KpenexXHblll BUHT criegyeT ocnabute oo ycuams 3 Nm.

To4Has perynupoBka

B OTperynmpyiTe nosioxXeHre no BbICOTE A0 HOMUHAIbHOTO
3HayveHns, NoBopaymeas pe3bOoByto WNUbKY (5) NpoTne
4acoBOW CTPEKN.

B [IpoBepbTe NPaBuUAbHOCTb perynmposku. [lonyctumas
CTeneHb TO4YHOCTUN COCTaBASAET 4 MKM.

B [IpoBepbTe ycunme 3aTsHXKu KpenexHoro BuHTa (3)
kapTpuaxa. OHO fOMKHO 6bITb He MeHee 5 Nm. (JonycTumsl
60nee BbICOKNE 3HAYEHNSI — CM. MpUMeYaHne, Npu 3Tom
NCNpaBnsATb YCUIME 3aTSXKKM He TpebyeTcs.)

®  Make sure that all parts are clean and can be moved easily.
Please verify that no damaged or worn parts are
assembled.

® Only original KIENINGER components to be used.

B Adjustment should only be done in up direction. In case that
screwing down is required, go back to the starting point.
This always ensures there is a pretension.

Pre-adjustement

m Screw in the thread pin ( 5) into the wedge (4);
1-1.5 revolutions.
Caution: left hand thread!

m Screw in the wedge (4) into the the cutter (1) body as deep
as possible.

® Put the cartridge (2) into the cutter (1) body.
Tighten the screw slightly.

m Setting the cartridges by turning the threaded pin (5) counter
clockwise.
Pre-adjust the cartridges to approx 0.01 — max 0.02 mm
below the nominal height.

Note:

During height adjustment, screw will become tight (3). In
case the screw might become too toght and only excessive
torque is needed to move the cartridge, please lossen the
clamping screw and re-adjust.

m  After pre-adjustment the xing screw (3) have
to be tightened with a torque wrench to 3 Nm.
An actual moment above 3 Nm can lead to diculties
in the fine adjustement. In this case the xing screw
has to be loosen to 3 Nm.

Fine adjustment

B Adjusting to nomial height by turning the thread pin (5)
counter clockwise.

m Verify the adjustment. Available adjustment accuracy: 4 um

m Verify the tightening torque of the cartridge xing screw (3).
This torque must at least 5 Nm. (Higher values are possible
see note and do not have to be connected)
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3y6odpesepoBaHne

Gear cutting

ToueHue
Turning

Csepnexune
Drilling

0O6paboTka pe3bb

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping
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TexHu4YeckKne pekomeHgauum
Technical hints

PekomeHpauum no pexumam pesaHusa ans Univex Premium
Cutting data recommendations for Univex Premium

.
.
Marepuan Martep. Ne Onucanue no DIN R,/UTS Ve
Material Material No. DIN Description (N/mm?2) (m/min)
YrnepogucTtas ctanb 1.0037 St 37 300-500 200-240
Plain carbon steel 1.0044 St 44
1.0038 R St 37-2
1.0052 St 52 500-700
1.0070 St 70
ABTOMaTHasa cTanb 1.0711 9S 20 360-550
Free cutting steel 1.0715 9 SMn 28
1.0727 45S 20 600-800
1.0728 60 S 20
KOoHCTpyKLUMOHHas cTanb, TepMoobpaboTaHHas 1.1191 C 45E 500-950
Structural alloy steel, Heat-treatable steel 1.1221 C 60E
Tepmoob6paboTaHHasi cTanb, cpegHeit npoyHoctn | 1.7219 26 CrMo4 500-950 140-180
Heat-treatable steel, medium strength 1.7225 42 CrMo 4
1.2241 50 CrV 4
CranbHoe nnTbe 1.0416 GS 40 200-280 HB
Cast steel 1.7220 GS 34CrMo4
LlemeHTMpoBaHHas cTanb 1.2162 21MnCr5 210-250 HB
Case hardening steel 1.2764 X 19NiCrMo4
1.7131 16 MnCr 5
Hepxasetowas ctanb, hepputHas 1.4003 X2CrNi 12 -850
Stainless steel, ferritic 1.4105 X4CrMosS 18
Tepmoo6paboTaHHasi cTanb, BbICOKOWM NpoYHocTn | 1.7225 42 CrMo 4 280-350 HB 120-140
Heat-treatable steel, high strength 1.6580 30 CrNiMo 8
AzoTupyemas ctanb 1.8504 34 CrAl 6 230-300 HB
Nitriding steel 1.8550 34 CrAINi7
1.8519 31 CrMoV9
MHcTpymeHTanbHas ctans 1.2080 X210Cr12 240-350 HB
Tool steel 1.2312 40CrMnMoS8.6
1.2379 X155 CrVMo 12 1
\ M \ HepxkaBetowjan ctanb | aycTeHWTHas 1.4301 X5CrNi 18 10 -850 180-240
‘ ‘ Stainless steel austenitic 1.4404 X 2 CrNiMo 17 13 2 D
[ | 1.4571 X6 CrNiMoTi 17 12 2
\ \ heppuTHO-aycTeHuTHas | 1.4057 X20 CrNi 17 2 -900
[ ferritic austenitic 1.4122 X 35 CrMo 17
[ | MapTeHcUTHas 1.4024 X15Cr 13 -900
\ martensitic 1.4542 X 5 CrNiCuNb 17 4
YyryH ¢ nnacTuH4aTtbiM rpaduTom EN-JL-1040 EN-GJL 250 120-260 HB
Cast iron with with flake Graphite (0.6025) (GG 25)
YyryH ¢ LaposraHbIM rpaduTom EN-JL-1040 EN-GJS-400 135-180 HB
Graphite cast iron (0.6025) (GGG40)
EN-JS-1060 EN-GJS-600 190-270 HB
(0.7060) (GGG60)
Koskuii 4yryH EN-JL-1160 EN-GJMB-550-4 150-280 HB
Malleable cast iron (0.8155) (GTS55)
N AniOMUHMEBbIE CrNasbl, AJIMHHOCTPY>XXEYHbIE 3.3315 AlMg1 -450
Aluminium alloys, long chipping 3.3245 AlCuMg3Si
AntoM1HMEBBIE CNaBbl, KOPOTKOCTPY>KEUHbIE 3.2153 G-AISi 7Cu3 -600
Aluminium alloys, short chipping 3.2581 G-AISi 12
MepHble cnnasbl, AIMHHOCTPY>KE4HbIE 2.0265 CuZn30 -600
Copper alloys, long chipping 2.0321 CuZn37
MepHble cnnasbl, KOPOTKOCTPYXKEUHbIE 2.0380 CuzZn39Pb (MS58) -550
Copper alloys, short chipping 2.1086 G-CuSn10Zn
(KpacHas natyHb Red brass)
TepmonnacTbl OprcTekno, Hostalen
Thermoplastics Perspex, Hostalen
PeakTonnactsi Bakelit, Resopal
Durplastics Bakelite, Resopal
S TurtaHoBble CrNaBbl, CPEAHEN NPOYHOCTH 3.7115 TiAI5Sn 2 5 -900
Titanium alloys, medium strength 3.7165 TiAl6V4
TuTaHoBbIE CMiaBbl, BbICOKOW NPOYHOCTA 3.7174 TiAIBSNn2 900-1400
Titanium alloys, high strength
Hukenesble cnna.bl, CpeAHeNn NPOYHOCTN 2.4670 NiCr12AI6MoNb -900
Nickel-Alloys, medium strength
Hukenesble cnnasbl, BbICOKOW MPOYHOCTMN 2.4668 NiCr19Fe19NbMo 900-1400
Nickel-Alloys, high strength (Inconel 718)

O6paboTka 6e3 COXK, oxnaxaeHue cxxatbiM BO3OyXOM NPeanoyTUTENIbHO @ O6paboTka ¢ COX, TpebyeTca obunbHas nopava
Dry machining, air-blast cooling is advantageous Wet machining, sufficient emulsion volume required
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4 ‘ =2
LMT- FETTE BE
’ 25
=
o =
iZ
M
CkopocTb pe3aHus Cutting speed v, (m/min)
Mopaua Ha 3y6 Feed per tooth f, (mm/min) Koadd
LC240T LCK10M LCM40M | LCM44M") LC610T | LC630T o d)eKTl/I-B
f, 2 f. fz Efficiency
ADKX ADKX | ADKX  ADKX ADKX | ADKX | ADKX ADKX | ADKX | ADKX ADKX ADKX ADKX ADKX factor
0602 0903 1204 1705 Ve 0903 1204 1705 Ve 0903 1204 1705 Ve 0602 0903 1204 1705 LF
0,08 0,12 0,18 |0,30 230-250 0,06 0,10 |0,14 0,24 24
E
e
23
cc
)
£8
0,06 0,10 0,16 |0,24 180-220/0,05 0,08 0,14 0,20 22 B
g
I
2
2
22
a2
&6
0,06 0,08 0,14 |0,20 140-180/0,04 0,06 0,11 0,16 20
o
o
o<
0,05 0,08 0,10 |0,16 180-240 0,08 | 0,12 @ 0,16 18 éé
60-80"
240-300 | 0,20 @ 0,25 | 0,35 220-280 /0,12 0,18 (0,25 0,35 30 2
T
o
180-240 0,15 | 0,22 @ 0,30 180-220/0,10 0,15 0,22 0,30 22 ?,g
=
oo
160-200 0,12 | 0,20 @ 0,3 140-180/0,08 (0,12 0,20 |0,30 24
160-200 0,08 0,1 0,15 /0,25 24
300-400 0,1 0,12 |0,15 0,2 60 °
2
o
300-400 0,10 0,12 |0,15 0,20 55 %
Eg
200-250/0,1 0,12 |0,15 0,2 50 '§§
SE
200-250/0,10 0,12 |0,15 0,20 35
250-300/0,12 0,2 0,25 /0,35 70
200-250 0,12 (0,2 025 0,35 35 is
¥ o
o
60-80 | 0,08 | 0,12 | 0,15 | 60-80 0,05 0,08 |0,12 0,15 20 E%
8o
o =
40-60 40-60 16 &
40-60 40-60 18
20-40 20-40 15
1) YkazaHbl Ha4asbHble 3Ha4YEeHIsi PEXXMMOB Pe3aHusi, KOTopble A0/KHbI ObiTb afanTupoBaHb! K YCI0BUSIM 06paboTKu S5
The cutting data indicated are starting values and must be adjusted to the prevailing conditions. § 5
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TexHu4YeckKne pekomeHgauum PekomeHpauum no pexumam pesaHusa ana Univex Premium
Technical hints Cutting data recommendations for Univex Premium LMT-+ FETTE

CkopocTb pe3aHus Cutting speed v, (m/min)
Mopaua Ha 3y6 Feed per tooth f, (mm/min)
LC610T | LW610

Martep. Ne f,

Marepuan Material Onucanue no DIN Rn/UTS ADHX ADHX ADHX ADHX

Material No. DIN Description (N/mm?2) Ve 0602 0903 1204 1705
N AnioMuHVeBble crnaBsbl, 3.3315 AlMg1 -450 ' 800-1000 0,2 0,25 0,3 0,4

OJIMHHOCTPY>KEeYHbIE 3.3245 AlICuMgg3Si

Aluminium alloys,

long chipping

ANOMUHMEBbIE Crnasbl, 3.2153 G-AISi 7 Cu3 -600 | 350- 500 0,10 0,12 0,15 0,20

KOPOTKOCTPY>XEeYHbIE 3.2581 G-AISi 12

Aluminium alloys,

short chipping

MepgHble cnnasbl, 2.0265 CuzZn30 -600 0,12 0,15 0,2 0,3

OJIMHHOCTPY>XXEYHbIe 2.0321 CuzZn37

Copper alloys,

long chipping

MepHble cnnasel, 2.0380 CuZn39Pb (MS58) -550  250- 300 0,10 0,12 0,15 0,20

KOPOTKOCTPY>XEeYHbIE 2.1086 G-CuSn10Zn

Copper alloys, (KpacHast naTyHb)

short chipping (Red brass)

TepmonnacTbl OprcTekno, Hostalen 250- 300 0,12 0,2 0,24 0,35

Thermoplastics Perspex, Hostalen

PeakTonnacTbl Bakelit, Resopal 200- 350

Duroplastics Bakelite, Resopal

YKasaHbl Ha4asibHble 3HA4EHNS PEXVMOB Pe3aHusl, KOTOpble A0/MKHbI ObiTh aAanTyPOBaHbl K yCNIoBUAM 06paboTKu
The cutting data indicated are starting and must be adjusted to the prevailing conditions.

O6nacTtu npumeHeHus ans Univex Premium EMU90 | FMU90
Application areas for Univex Premium EMU90 | FMU90

TopueBoe pesepoBaHue ®pesa Tool EMU90 A06 EMU90 A09 E(F)MU90 A12 E(F)MU90 A17
End/Face milling MnactnHa AD_X 0602 AD_X 0903 AD_X 1204 AD_X 1705
Insert
. _Ap max (mm) 5,5 8,5 12 16,5
§ di (mm) W1 max (°)
o « 10 4,5
12 3,5
16 2,2 3
20 1,8 2,3 3,5
BpesaHue nop yrnom 25 1,3 1,7 2,5 4
Ramping 32 1,3 1,8 2,7
. 40 1,4 2
§ 50 1,5
Wi max © 63 1,1
I 80 08
4 = 100 0,6
d1 (mm) dmin - dmax (mm)
BuHTOBas uHTepnonsauus 10 17,5-20
Circular 12 21,5-24
milling < 16 29,5-32 28,5-32
£ 20 37,5-40 36,5-40 36-40
© 25 47,5-50 46,5-50 46-50 45-50
32 60,5-64 60-64 59-64
40 76-80 75-80
50 95-100
63 120-125
A~ A 80 155-160
100 195-200
) OnucaHve crnnasos Ha cTp. A.222 apmax Max. MnybuHa dpeseposarHua max. depth of cut
Description of grades see page A.222 Wi max Yron spesaHus Ramping angle
dy HOnameTp dpesbl Tool diameter
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TexHu4YecKue pekomeHpauumn

Technical hints

PekomMmeHpauuu no pexxumam pesaHusi Ans Topuesbix ¢ppes
Cutting data recommendations for face milling cutters

N
LMT+ FETTE
e’

H

Mopaya Ha 3y6
Feed per tooth

(mm)
YepHoBas
Yucrosas Roughing
Finishing Koadd.
J¢¢UKT.
Marep. 01 | 03 05 g
Ne Onucanue no DIN Cnnas CKOpOCTb pe3aHus ency
Material | DIN Rn/UTS | Carbide Cutting speed factor
Marepuan Material No. Description (N/mm?2) grade V¢ (m/min) LF
Yrnepogucrtas ctanb Plain carbon steel 1.0052 St 52 —700 | LC240T 220 180 140 24
ABTOMaTHas cTanb Free cutting steel 1.0715 | 9SMn 28 —700  LC240T 220 180 140 22
KoHcTpykunoHHas ctanb | Structural alloy steel | 1.1191 Ck 45, 500-950 LC240T 180 150 120 20
1.7219 | 26 CrMo 4
Tepmoo6paboTaHHas Heat-treatment steel,| 1.7225 | 42 CrMo 4 500-950 LC280Q 160 130 100 18
cTab, CpeaHeln NPo4H. medium strength 1.2251 50 Crv 4
CranbHoe nutbe Cast steel 1.0416 | GS 40 -950  LC280Q 160 130 100 18
LlemeHTupoBaHHas ctanb | Case hardening 1.7131 16 MnCr 5 -950  LC280Q 160 130 100 18
steel
Hep>kaBetoLyas crasb, Stainless steel, 1.4006 X10Cr13 500-950  LC240T 170 140 - 16
deppuTHasi, MmapTeHcuTtHas | ferritic, martensitic |1 1.4104 | X 12 CrMoS 17
1.4122 | X35 CrMo 17
Tepmoo6paboTaHHas Heat-treatable 1.7225 | 42 CrMo 4 950-1400 LC280QN 150 120 - 16
CcTallb, BbICOKOW MPOYH. steel, high strength | 1.6580 | 30 CrNiMo 8 LC610Q
A3oTupyemasi ctanb Nitriding steel 1.8504 | 34 CrAl 6 950-1400 LC610Q 150 120 - 16
NHcTpymeHTanbHas ctanb | Tool steel 1.2343 | X 38 CrMoV 51 950-1400  LC610T 150 120 - 14
X155 CrVMo 12 1
Hep>xasetoLasi ctanb, Stainless steel, 1.2379 | X5CrNi18-10 500-950 | LC440T | 250-350 250-350 - 18
aycTeHuUTHas austenitic 1.4301 | X2CrNiMo17-12-2 LC444W4 903 903
1.4404 | X6CrNiMoTi17-12-2
1.4751
MapTeHcutHo-cTapetowasn | Maraging steel 1.4024 | X15Cr13 650- 800 | LC440T | 250-350 | 250-350 = 18
cTanb 1.4057 | X17CrNi16-2 800-1000 | LC444W4 909 909
1.4122 | X35CrMo17 750- 900
YyryH ¢ LapoBnaHbIM Grey cast iron 0.6025 | GG25 100-400 LCK10M 210 160 130 30
rpacduTom (120-260 HB)
JlernpoBaHHbIN YyryH Alloyed grey cast 0.6678 | GGL-NiCr 352 150-250 | LCK10M 160 130 100 22
iron (160-230 HB)
YyryH Nodular cast iron 0.7060 A GGG60 400-800 LCK10M 160 130 100 24
Koskuii 4yryH Malleable castiron |0.8155 | GTS55 (120-310 HB) | LCK10M 210 160 120 24
350-700
AnOMUHNEBbIE CnnaBbl, Aluminium alloys, B8535 AlMg 3 -500  LC240T2 500 350 250 50
AJIMHHOCTPY>KE4HbIe long chipping 3.4365 | AlZnMgCu 1,5 -550 | LW610" | 1200 900 700 60
AntoMUHVEeBbIe cnnasbl, Aluminium alloys, 3.2581 G-AISi 12 -400  LW610" 400 250 200 55
KOPOTKOCTPY>KEYHblE short chipping
MegHble cnnasbl, Copper alloys, 2.0320 MS63 300-700 LC610T 500 350 250 50
LJIMHHOCTPY>KE4Hble long chipping 2.0975 CuAI10Ni
MepHble cnnasbl, Copper alloys, 2.0402 | MS58 500 LC610T 300 250 200 35
KOPOTKOCTPY>XXE4Hble short chipping
MarHueBble cnnasbl Magnesium alloys 3.5912 G-MgAI9Zn1
TepmonnacTbl Thermoplastics PVC, oprctekno 150-300  LW610" 400 300 200 50
PVC, acrylic glass
PeakTonnacThbl Duroplastics Bakelit, Melamin 40-70 | LW610" 250 250 250 70
pacgut Graphite Graphite 20-40  LW610" 200 200 200 35
TuTaHoBbIE crnassbl, Titanium alloys, 3.7115 TiAI5Sn2,5 -950  LW610" 100 80 - 20
cpefHen NPo4YHOCTN medium strength 3.7165 | TiAl6V4
TuTaHoBbIE CcrNassbl, Titanium alloys, 3.7174 TiAIBSNn2 900-1400 | LW610" 60 40 - 16
BbICOKOW MPOYHOCTMN high strength
Cnnasbl Ha OCH. HUKENsi, Nickel based alloys, | 2.4670 | NiCr12AI6MoNb -950 | LC240T 80 60 - 18
cpefHei Npo4YHOCTN medium strength
CnnaBsbl Ha ocHoBe HuKens, Heat resistant nickel | Inconel NiCr19Fe19NbMo 900-1400  LC240T 50 30 - 15
BbICOKOW MPOYHOCTM based alloys, 718
high strength
OT6eneHHbIn 4yryH Chilled cast iron Ni-hard, Ampco 300-600 HB ' LC610T 40 30 - 24

1) TBepablit cnnae 6e3 NOKPLITUS, Ve AENCTBUTENbHA A8 9TOro crnnasa
Uncoated grade, value of v, is valid for this grade

2) VicnonbayiiTe anbTepHaTBHbIn crinas LW610 (HenokpbiTbiil) 1 ymeHbwuTe Vo Ha 30 %

Use alternatively LW610 (uncoated) and reduce v, by 30 %
3) Korpa ucnonbayete COX ¢ TBepabiM crinasom LC444W
When using liquid coolants with carbide grade LC444W
4 O6paboTka ¢ COX
Wet processing

Mpu ncnonb3oBaHMM TBEPAOro cniasa 6€3 NOKPbITUS
YMEHbLUNTE CKOpOCTb pe3aHns Ha 30 %.
When using uncoated grades reduce cutting speed by 30 %.
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TexHu4YecKue pekomeHpauumn

Technical hints

PekomeHpoBaHHas max nogayda Ha 3y6 f, (mm) ans TopueBbix hpes
ANna a, = 0,75 x dy (nonyTtHoe chpe3s.) n Univex Premium a = 0,5 x dy

Y
LMT. FETTE

Recommended maximum feed per tooth f, (mm) for face milling
cutters for a. = 0,75 x d4 (Climb milling) and Univex Premium a, = 0,5 x d

Kat. Ne FMT 45 FMT 45
Cat.-No. (11250-09) (11250-12)
(11250-12 EF)
Ap max 5 7
K 45° 45°
1ISO-Code SNKX 0904 AN SNKX 1205 AN
P 0,3 0,4
M 0,15 0,15
K 0,4 0,5
N 0,5 0,6
S 0,25 0,3
JInHenHoe Bpe3aHue nop yriom
Ramping
Yron BpesaHnsa W4 Makc. Anst MIMHENHOro Bpe3aHns nog yriom FMT45
Bevel angle W1 max. for plunge milling “ramping” Twincut 45°
d 9,52 12,7 19,05
b 1,5 2 3
Ap max 5 7 10
d4 W; max
mm I'papycbl Degree
25 10,8 17,0
32 7,8 12,0
40 6,0 9,0
50 4,6 7,0
63 3,6 5,0
80 2,8 4,0 6,0
100 3,0 4,6
125 2,5 3,6
160 2,0 2,8
BHYTP. rlybuHa pesaHus
inner cutting depth = 0,7 X ap max
dopmynbl
Formulas
YacToTa BpaweHus CKopocCTb pe3aHusi Ve = CkopocTb pesaHusi Cutting speed (m/min)
Speed n (min-): Cutting speed v¢ (m/min): n = Yactora spaulenns Speed (min™)
dy = Ouametp cdpesbl Cutter diameter (mm)
Ve - 1000 n-m-dy vi = MuHyTHas nogada Feed rate (mm/min)
& Tmedy Ve = 4000 f, = Mopaya Ha 3y6 Feed per tooth (mm)
Ps = MoTtpebnsiemas mowHocTb Drive power (kW)
MuHyTHas nopgava Mopaya Ha 3y6 Zetf = ObhekT. uncno 3ybues Effective number of teeth
Feed rate v (mm/min): Feed per tooth f, (mm): f = Koppektup. koadduu. r vs Correction factor vy
Q = O6bem cHuMaemo cTpy>xKkiu Chip volume (cmd3/
' min)
Vi = T Zett - N - F2 f, = Zei o M = 12 a. = LUunpuHa cpeseposanus Width of cut (mm)
a, = [nybuHa dpeseposanusa Depth of cut (mm)
OGbem CHUMaeMomn CTPYXKKH MoTpe6nsiemas mowHoOCTL LF = Koadd. adbaexT. Efficiency factor (cm3/min/kW)

Chip volume Q (cm3/min):
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TexHun4yeckue peKkoMmeHaauumn PekomeHpauum no pexumam pesaHusa ans MultiEdge Double 8

Technical hints Cutting data recommendations MultiEdge Double 8 LMTFETTE gg
o
s
PekomeHpoBaHHas
MaKcumanbHas nopgava Ha 3y6
Recommended max.
CkopocTb feed per tooth
pe3aHus 2 (mm) bei with a, = 0,75 x d4
TBepa. Cutting FMN45
Cnnas speed ONGU 0505 ONGU 0606
Marepuan Martep. Ne Onucanue no DIN Rn/UTS | Carbide Ve Apmax =3 MM | 8pmax =4 Mm
Material Material No. DIN Description (N/mm?)  grade (m/min) f, f,
Yrnepogucras crtaib 1.0037, 1.0044 St 37, St 44 300-500  LC225T 200-250 0,20 0,40
Plain carbon steel 1.0052, 1.0070 St52, St70 500-700 | LC240T
1.0036, 1.0038 ' U-un and R St 37-2 350-500 3
ABTOMaTHas ctasb 1.0711,1.0715 | 9 S 20, 9 SMn 28 360-550 0,30 0,40 g g
Free cutting steel 1.0727,1.0728 45S 20,60 S 20 600-800 E %
KOHCTPYKLMOHHas cTanb 1.1191 Ck 45, 500-950 0,30 0,40 2 *75
Structural alloy steel 1.7219 26 CrMo 4 § é
Tepmoo6paboTaHHas cTasb, 1.7225 42 CrMo 4 500-950 180-200 0,25 0,30
cpefHen NPoYHOCTN 1.2241 50 CrV 4
Heat-treatable steel,
CTtanbHoe nutbe 1.0416 GS 40 -950 140-160 0,25 0,30 g
Cast steel §
LlemeHTMpoBaHHas cTanb 1.7131 16 MnCr 5 -950 140-180 0,25 0,30 gg
Case hardening steel §§
Tepmoo6paboTaHHas cTasb, 1.7225 42 CrMo 4 950-1400 120-160 0,25 0,30 §§
BbICOKOWA MPOYHOCTMN 1.6580 30 CrNiMo 8
Heat-treatable steel,
AsoTupyemas ctanb 1.8504 34 CrAl 6 950-1400 120-140 0,20 0,25
Nitriding steel
NHcTpymMeHTanbHas ctanb 1.2343 X 38 CrMoV 5-1 950-1400 120-140 0,20 0,25
Tool steel 1.2379 X 155 CrVMo 12-1 o
YyryH ¢ nnactuHyat. rpacdutom | EN-JL-1040 EN-GJL-250 100-400 | LC610T | 200-270 0,35 0,40 %g
Cast iron with flake Graphite (0.6025) (GG 25) (120-260 HB) 240-300 E 2
YyryH ¢ waposuaHbiM rpacdutom| EN-JS-1060 EN-GJS-600 400-800 | LCK10M | 140-180 0,35 0,40
Cast iron with nodular Graphite | (0.7060) (GGG 60) (120-310 HB)
KoBkuid 1yryH EN-JM-1160 EN-GJMB-550-4 350-700 160-200 0,30 0,35
Malleable cast iron (0.8155) (GTS 55) (150-280 HB)
YKasaHbl Ha4albHble 3HA4YEeHUSI PEXUMOB Pe3aHunsl, KOTopble A0/MKHbI ObiTb afanTpoBaHbl K YCIOBUSIM 06paboTKu [
The cutting data indicated are starting values and must be adjusted to the prevailing conditions. é_g’
2=
645
3
2
g o
g5
or
g2
80
e

OcHacTka
Clamping
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TexHun4yeckue peKkoMmeHaauumn PekomeHpauumn no pexumam pesanus ana FCT45
Technical hints Cutting data recommendations for FCT45 LMT:+ FETTE

MakcumanbHas nogaya Ha 3y6 f, npu a. = 0,75 x dy
Max. feed per tooth f, with a, = 0.75 x d
(d4 = AnameTp cdpe3bl Cutter diameter)
TopueBoe hpesepoBaHue MpodunbHoe hpe3epoBaHme
Face milling Copy milling
OnucaHue no
DIN OCKX 0505

Marepuan DIN Rn/UTS Ve SAHT 1005" OCKX 0606 Ve RCKX 1606
Material Description (N/mm?) | (m/min) SAHT 13067 XCKX 1606 (m/min) 'RCKX 1205 XOKX 1606
Yrnepopucras ctanb 1.0052 | St52 300-500  160-220 0,35 0,45 250-300 0,35 0,45
Plain carbon steel 500-700

350-500
ABTOMaTHas cTtanb 1.0715 ' 9SMn 28 360-550 0,40 0,50 0,40 0,50
Free cutting steel 600-800
KoHCTpyKUMOHHas cTanb 1.1191 | Ck 45, 500-950 0,40 0,45 0,40 0,45
Structural alloy steel 1.7219 | 26 CrMo 4
TepmoobpaboTaHHas cTasb, 1.7225 | 42 CrMo 4 500-950  140-180 0,35 0,40 200-250 0,35 0,40
cpepHel NPoYHOCTH 1.2251 | 50CrV 4
Heat-treatable steel,
CranbHoe nutbe 1.0416 | GS 40 -950 0,30 0,35 0,30 0,35
Cast steel
LlemeHTpoBaHHas cTanb 1.7131 | 16 MnCr 5 -950 0,25 0,30 0,25 0,30
Case hardening steel
Hep>xasetoLas cranb, 1.4006 | X10Cr 13 500-950 120-150 0,25 0,30 180-220 0,25 0,30
eopmas aprovomias 1101 X2 17
Stainless steel, ferritic,
martensitic
Tepmoo6paboTaHHas cTasb, 1.7225 | 42 CrMo 4 950-1400 0,25 0,30 0,25 0,30
BbICOKOW MPOYHOCTM 1.6580 | 30 CrNiMo 8
Heat-treatable steel,
AsoTupyemas ctanb 1.8504 | 34 CrAl 6 950-1400 0,20 0,25 0,20 0,25
Nitriding steel
VIHCTpyMeHTanbHasa ctanb 1.2343 | X 38 CrMoV 5 1 950-1400 0,20 0,25 0,20 0,25
Tool steel X155 CrVMo 121
YyryH ¢ nnacTuHyar. rpacdutom | 0.6025 | GG25 100-400 200-260 0,40 0,50 250-300 0,40 0,50
Cast iron with flake Graphite (120-260 HB)
JlernpoBaHHbIii 4yryH 0.6678 | GGL-NiCr 352 150-250 | 160-200 0,30 0,35 180-250 0,30 0,35
Alloyed cast iron (160-230 HB)
YyryH c waposugH.rpacutom | 0.7060 | GGG60 400-800 | 140-180 0,35 0,40 160-250 0,35 0,40
Cast iron with nodular Graphite (120-310 HB)
KoBKwit 4yryH 0.8155 | GTS55 350-700 160-200 0,35 0,40 200-300 0,35 0,40
Malleable cast iron (150-280 HB)

" inst SAHT 1005 npu a, = 2 MM 1 ans SAHT 1306 npw ap = 3 MM
For SAHT 1005 with a, = 2 mm and for SAHT 1306 with a, = 3 mm

YKasaHbl Ha4asibHble 3HAa4EHNSA PEXVMOB Pe3aHus, KOTOpble A0/MKHbI ObITh aAanTyPOBaHbl K yCNoBUAM 06paboTKu
The cutting data indicated are starting values and must be adjusted to the prevailing conditions.
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TexHu4YecKue pekomeHpauumn

Technical hints

PekomeHpaauum no pexxumam pesaHus ans topuesbix ¢ppes u FMT 45
Cutting data recommendations for face milling cutters and FMT 45

N

LMT+ FETTE
e’

Mopaya Ha 3y6
Feed per tooth

(mm)
YepHoBas
Yucrosas Roughing
"(':BePH- Finishing Koadh.
nnas acpcpek.
Recom- 01 | 03 | 05 [Eefici-
Onucaxue no DIN mended CKopoCTb pe3aHus ency
DIN Rn/UTS | Carbide Cutting speed factor
Marepuan Material Description (N/mm?) grade V¢ (M/min) LF
YrnepogucTtas ctanb Plain carbon steel 1.0052 St 52 —700  LC225T 220 180 140 24
AsTOMaTHas ctanb Free cutting steel 1.0715 9 SMn 28 -700  LC225T 220 180 140 22
KoHcTpykumoHHas ctane | Structural alloy steel | 1.1191 Ck 45, 500-950 LC225T 180 150 120 20
1.7219 | 26 CrMo 4
Tepmoo6paboTaHHas Heat-treatment steel, 1.7225 | 42 CrMo 4 500-950 LC240T 160 130 100 18
cTalb, CpefHel MPoYH. medium strength 1.2251 50CrV 4
CTanbHoe NuTbe Cast steel 1.0416 GS 40 —950  LC225T 160 130 100 18
LlemeHTupoBaHHas ctanb | Case hardening 1.7131 16 MnCr 5 -950  LC225T 160 130 100 18
steel
Hepx<asetowas cranb, Stainless steel, 1.4006 X10Cr13 500-950 LC225T 170 140 - 16
hepputHas, ferritic, martensitic | 1.4104 X 12 CrMoS 17
MapTeHCUTHas 1.4122 X 35 CrMo 17
Tepmoob6paboTaHHast Heat-treatable 1.7225 42 CrMo 4 950-1400 LC280QN 150 120 - 16
cTasb, BbICOKOW Npo4H. | steel, high strength | 1.6580 | 30 CrNiMo 8
A3oTupyemas ctasb Nitriding steel 1.8504 34 CrAl 6 950-1400  LC240T 150 120 - 16
NHcTpymeHTanbHas ctanb Tool steel 1.2343 | X 38 CrMoV 5 1 950-1400 LC280QN 150 120 - 14
X155 CrVMo 12 1
M | Hep>xaBetoLias ctanb, Stainless steel, 1.2379 | X5CrNi18-10 500-950  LC440T | 250-350  250-350  250-350 18
ayCcTeHUTHas austenitic 1.4301 | X2CrNiMo17-12-2 903 903 903
1.4404 | X6CrNiMoTi17-12-2
1.4751
MapTeHcutHocTapetowasn | Maraging steel 1.4024 X15Cr13
cTanb 1.4057 | X17CrNi16-2
1.4122 | X35CrMo17
YyryH Grey cast iron 0.6025 GG25 100-400 | LC225T2 210 160 130 30
(120-260 HB)
TNernpoBaHHblIii HyryH Alloyed grey cast 0.6678  GGL-NiCr 35 2 150-250 | LC225T2 160 130 100 22
iron (160230 HB)
YyryH ¢ LWapoBuAHbIM Nodular cast iron 0.7060 GGG60 400-800 LC225T2 160 130 100 24
Koskuii 4yryH Malleable cast iron |0.8155 | GTS55 (120-310 HB) | LC225T2 210 160 120 24
350-700
N YucTtble meTannsl, msrkue | Pure metals, soft Yucr. Fe, cBuHey (150-280 HB)
Pure iron, lead
AntoMuHMeBble cnnasbl, | Aluminium alloys, 3.3585 | AMg3 -500 | LC225T? | 500 350 250 50
LJIMHHOCTPY>XE4Hble long chipping 3.4365 | AlZnMgCu 1,5 -550 | Lw610" 1200 900 700 60
AntomuHmesble cnnasbl, | Aluminium alloys, 3.2581 G-AISi 12 -400 | LW610" 400 250 200 55
KOPOTKOCTPY>KEYHble short chipping
MegHble cnnasbl, Copper alloys, 2.0320 MS63 300-700  LC225T 500 350 250 50
LJIMHHOCTPY>KE4Hble long chipping 2.0975 CuAI10Ni
MegHble cnnasbl, Copper alloys, 2.0402 MS58 500  LC225T 300 250 200 35
KOPOTKOCTPY>KEUHblE short chipping
Marnuesble cnnasbl Magnesium alloys 3.5912 G-MgAI9Zn1
TepmonnacTbl Thermoplastics PVC, oprcreksio 150-300 | Lw610" 400 300 200 50
PVC, acrylic glass
PeakTonnactbl Duroplastics Bakelit, Melamin 40-70 | LW610" 250 250 250 70
Mpadut Graphite Graphite 20-40 LW610" 200 200 200 85
S TwuTaHoBble Crassl, Titanium alloys, 3.7115 TiAI5Sn2,5 -950 | LW610" 100 80 - 20
cpefHei NPOYHOCTH medium strength 3.7165 | TiAl6V4
TuTaHoBble cnnassl, Titanium alloys, 3.7174 | TiAl6Sn2 900-1400 | LW610" 60 40 - 16
BbICOKOW NPOYHOCTN high strength
Cnnasbl Ha OCHOBE Nickel based alloys, | 2.4670 NiCr12AI6MoNb -950 | LC225T 80 60 - 18
HUKens, medium strength
CnnaBbl Ha OCHOBE Heat resistant nickel | Inconel | NiCr19Fe19NbMo 900-1400 | LC240T 50 30 = 15
HUKens, based alloys, 718
BbICOKOW MPO4HOCTY high strength
H Ot6eneHHsbiit 4yryH Chilled cast iron Ni-hard, Ampco 300-600 HB = LC240T 40 30 - 24

1) TBepablii cnnas 6e3 NOKPbITUSI, VC AENCTBUTENIbHA AJ1st 9TOrO criasa
Uncoated grade, value of v, is valid for this grade

2) icnonbayiiTe anbTepHaTuBHbIn crnas LW610 (HenokpbITbii) 1 ymeHbwuTe Ve Ha 30 %

Use alternatively LW 610 (uncoated) and reduce v, by 30 %
3 O6paboTka ¢ COX crnas LC444W
When using liquid coolants with carbide grade LC444W

Mpun ncnonb3oBaHM TBEPLOro criasa 6e3 MoKpPbITUS
YMeHbLUNTE CKOPOCTb pe3aHns Ha 30 %.

www.itmash.ru

When using uncoated grades reduce cutting speed by 30 %.
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TexHun4yeckune peKkoMmeHaauumn PekomeHpauum no pexumam pesaHusa ana FMV45
Technical hints Cutting data recommendations for FMV45 LMT:+ FETTE

Max. nogaya Ha 3y6 f, npu a. = 0,75 x d
Max feed per tooth
f, with a, = 0.75 x d,
d = Aname e3bl Cutter diamet:
Martep. Ne  Onucanue no DIN (dy = Auametp ppesbi Cutter diameter)
Matepuan Material | DIN Rm Ve
Material No. Description (N/mm?2) (m/min) SAHT 10052 SAHT 13062
Yrnepopgucrtas ctanb 1.0052 St 52 300-500  160- 220 0,40 0,45
Plain carbon steel 500-700
350-500
KoHCTpyKUMOHHas cTanb 1.1191 Ck 45, 500-950 0,45 0,45
Structural low alloy steel 1.7219 26 CrMo 4
TepmoobpaboTaHHas cTasb, 1.7225 42 CrMo 4 500-950 | 140- 180 0,40 0,40
cpefHeln MPOYHOCTH 1.2251 50 CrVv 4
Heat-treatment steel, medium str.
Hep>kasetowas ctanb, hepputHas, | 1.4006 X10Cr13 500-950 140- 170 0,30 0,30
MapTeHCUTHas 1.4104 X 12 CrMoS 17
Stainless steel, ferritic, martensitic | 1.4122 X 385 CrMo 17
M | HepxasetoLlasi cTanb, aycteHnTHas 1.4301 X5CrNi18-10 500-950 200- 280 0,25 0,25
Stainless steel, austenitic 1.4404 X2CrNiMo17-12-2 3
1.4751 X6CrNiMoTi17-12-2 60- 120
MapTeHcuTHO-cTapetowas ctans | 1.4024 X15Cr13 500-950 | 180- 240 0,20 0,25
Maraging steel 1.4057 X17CrNi16-2
1.4122 X35CrMo17 60— 1201
N YucTble meTannbl, Msirkue YucToili Fe, BUHeL, -500| 160- 220 0,30 0,35
Pure metals, soft Pure iron, lead
AntomMunHuEBbIE CnaBbl, 3.3535 AlMg 3 -550 | 300-1000 0,40 0,40
BJIMHHOCTPY>KEYHble 3.4365 AlZnMgCu 1,5
Aluminium alloys, long chipping
MepHble cnnasbl, 2.0320 MS63 300-700 | 250- 500 0,40 0,40
LJIMHHOCTPY>XXEYHbIEe 2.0975 CuAl10Ni
Copper alloys, long chipping
S | TutaHoBble cnnaBbl, cpeaHen 3.7115 TiAI5Sn2,5 -950 40- 80" 0,10 0,15
NPOYHOCTYU 3.7165 TiAIBV4
Titanium alloys, medium strength
TwuTaHoBbIE CMNaBbl, BbICOKON 3.7174 TiAIBSNn2 900-1400 30- 40" 0,10 0,15
NMPOYHOCTU
Titanium alloys, high strength

1) PexxuMbl pesaHus ans o6paboTkn ¢ COX
Cutting data for wet milling
2) BenuuiuHa f, ¢ yqeTom rny6uHbl hpesepoBaHus ap = 2 MM (SAHT 1005) u ap = 3 mm (SAHT 1306)
The f; values defind with respect to the depths of cut for a, = 2 mm (SAHT 1005) and a, = 3 mm (SAHT 1306)

YKasaHbl Ha4asbHble 3Ha4YEeHUSI PEXUMOB Pe3aHunsl, KOTOpble AO/KHbI ObITb afanTPOBaHbl K YCNOBUSAM 06paboTKu.
The cutting data indicated are starting values and must be adjusted to the prevailing conditions.
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TexHun4yeckune peKkoMmeHaauumn PekomeHpauum no pexxumam pesaHusa ans cdpes Multi-Mill /" "
Technical hints Cutting data recommendations for Multi-Mill cutter system LMTFETTE 3
°
) —g &5
[
as
g2
3=
¥ =
Mopaya Ha 3y6
Feed per tooth
(mm)
01 03 | 05 | Koapo.
addekTuB.
Cnnas’) CKOpOCTb pe3aHus Efficiency
Marepuan Martep. Ne Onucanue no DIN Rn/UTS | Carbide Cutting speed factor
Material Material No. DIN Description (N/mm?)  grade V¢ (m/min) LF
YrnepoguncTas ctanb 1.0052 St 52 <700 LC225T 220 180 140 24
Plain carbon steel
ABTOMaTHas cTanb 1.0715 9 SMn 28 <700 | LC225T 220 180 140 22
Free cutting steel
KOHCTPYKLUVOHHas cTanb 1.1191 Ck 45, 500-950 LC225T 180 150 120 20 N
Structural alloy steel 1.7219 26 CrMo 4 z
Tepmoo6pab. ctanb, cpegHein npo4HocTun| 1.7225 42 CrMo 4 500-950  LC225T 160 130 100 18 E g
Heat-treatment steel, medium strength 1.2251 50 CrV 4 ce
CTanbHoe NuTbe 1.0416 GS 40 <950 | LC225T 160 130 100 18 g ‘Tg
Cast steel § 3
LlemeHTupoBaHHas ctanb 1.7131 16 MnCr 5 <950 LC225T 160 130 100 18 B
Case hardening steel
Hep>kaBsetowjas ctanb, pepputHas, 1.4006 X10Cr 13 500-950 LC225T 170 140 - 16
MapTeHcuTHas 1.4104 X 12 CrMoS 17
Stainless steel, ferritic, martensitic 1.4122 X 35 CrMo 17 g
I
Tepmoo6pab. cTanb, BbICOKON NpoyHocTy 1.7225 42 CrMo 4 950-1400 LC240T 150 120 - 16 §
Heat-treatable steel, high strength 1.6580 30 CrNiMo 8 (LC225T) 25
o C
AsoTupyemas cTanb 1.8504 34 CrAl 6 950-1400 LC240T 150 120 - 16 §§
Nitriding steel (LC225T) e
j)
NHcTpymeHTansHas 1.2343 X 38 CrMoV 5 1 950-1400 LC240T 150 120 - 14 &G
cTanb X 155 CrVMo 12 1 (LC225T) 500
Tool steel
M | HepxaBetowas cTtanb, 1.4301 X5CrNi18-10 500-950  LC440T 250-350250-350 - 18
aycTeHuTHas 1.4404 X2CrNiMo17-12-2 60" 60"
Stainless steel, austenitic 1.4751 X6CrNiMoTi17-12-2
YyryH 0.6025 GG25 100-400 | LC610T 210 160 130 30
Grey cast iron (120-260 HB)
JernpoBaHHbIn YyryH 0.6678 GGL-NiCr 352 150-250 | LC610T 160 130 100 22 g o
Alloyed grey cast iron (160-230 HB) 1200 gg
YyryH ¢ LiapoBuaHbIM rpacguTom 0.7060 GGG60 400-800  LC610T 160 130 100 24 =
Nodular cast iron (120-310 HB)
KoBKuii 4yryH 0.8155 GTS55 350-700 LC610T 210 160 120 24
Malleable cast iron (150-280 HB)
N  YucTbie meTansbl, MSArkue YucTei Fe, cBuHey, <500 LC225T 500 350 250 50
Pure metals, soft Pure iron, lead
AntoMuHMeBble cnnasbl, AVHHOCTPYXeY. 3.3535 AlMg 3 <550 LW610 1200 900 700 60 o
Aluminium alloys, long chipping 3.4365 AlZnMgCu 1,5 2000 §
o
AntoMuHMEBbIe CnaBbl, KOPOTKOCTPYX. | 3.2581 G-AISi 12 <400 | LW610 400 250 200 55 §§
Aluminium alloys, short chipping 1500 o645
MepHble cnnasbl, AIMHHOCTPY>KE4HbIE 2.0320 MS63 300-700  LC225T 500 350 250 50
Copper alloys, long chipping 2.0975 CuAI10Ni
MepHble cnnasbl, KOPOTKOCTPYXXe4YHble | 2.0402 MS58 <500 LC225T 300 250 200 35
Copper alloys, short chipping
MarHueBsble crnasbl 3.5912 G-MgAI9Zn1 150-300  LW610 400 300 200 50 §
Magnesium alloys %
TepmonnacTbl PVC, oprctekno 40-70 Lwe10 250 250 250 70 Eo
Thermoplastics PVC, acrylic glass '§§
Peaktonnactbl Bakelit, Melamin 20-40 Lwe10 200 200 200 35 SE
Duroplastics
S TutaHoBble cnnasbl, cpedHel npoyHocTn | 3.7115 TiAI5Sn2,5 <950 | LW610 100 80 - 20
Titanium alloys, medium strength 3.7165 TiAl6V4
TuTaHoBble CnNaBsbl, BbICOKOW NpoYHOoCTH | 3.7174 TiAIBSNn2 900-1400  LWe610 60 40 - 16
Titanium alloys, high strength LW630 e
CnnaBbl HA OCHOBE HVKeNsi, cpeaHen 2.4670 NiCr12AI6MoNb <950 | LC225T 80 60 - 18 ; %
MPOYHOCTY 85
Nickel based alloys, medium strength §§
Cnnasbl Ha OCHOBE HIKeNs, BbICOKOMpoY.| Inconel 718 NiCr19Fe19NbMo 900-1400 | LC240T 50 30 - 15 §§
Heat resistant nickel based alloys,
high strength
H  Ot6eneHHblii YyryH Ni-hard, Ampco 300-600 HB | LC240T 40 30 - 24
Chilled cast iron 500
1) dpeseposaHne c COX
When milling with coolant
g
oo
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TexHun4yeckune peKkoMmeHaauumn PekomeHpaoBaHHas MakcumanbHas noga4a Ha 3y6 f, (Mmm) /\
Technical hints npu a. = 0,75 x d; (nonyTHoe chpesepoBaHue) LMTFETTE
Recommended maximum feed per tooth rates f, (mm) ) —g
for a. = 0,75 x d¢ (Climb milling)
AD_X1705 AP_T1604 OC_X0606 ON_U0606 RCKX 1606 SA_T13 SE_N1203
i o D
o I
90° 90° 45° 45° 45° 45°
Ap max 16 14 4 4 8 6 5,5
P 0,2-0,3 0,2-0,2 0,4-0,5 0,25-0,5 0,4-0,5 0,3-0,4 0,25-0,3
M 0,15 0,15 - - 0,2 0,25 0,15
K 0,43 0,4 - - 0,4 - 0,4
N 0,3 0,3 0,4 0,4 = 0,4 0,3
S - = = - - 0,15 0,2
SE_N1204 SE_N1204 SE_N1504 SE_W1204 SE_W1204 SN_X1205 SN_X1205
i - o .
Caz! %] ] ] ® = e ]
45° 88° 45° 45° 88° 45° 87°
Ap max 5,5 10 9 5,5 10 7 10
P 0,3-0,4 0,2-0,3 0,3-0,4 0,3-0,4 0,2-0,3 0,4-0,5 0,3-0,35
M 0,15 0,15 0,15 0,15 0,15 0,15 0,15
K 0,5 0,4 0,5 0,5 0,4 0,6 0,4
N 0,4 0,3 0,4 0,4 0,3 0,5 0,3
S 0,25 - 0,25 0,25 - 0,3 -
SP_N1203 SP_W 1204 SP_X1205 TP_N1603 TP_N2204 XC_X 1606 XO_X 1606
a| D) (2] el
75° 75° 90° 90° 90° 45° 58°
Ap max 9 - 10 14 20 9 5
P 0,25-0,3 2,5-10,5 0,2-0,3 0,15-0,2 0,2-0,3 0,4-0,5 0,4
M 0,15 - - - - - -
K 0,4 = 0,35 0,3 0,4 0,5 0,5
N 0,3 0,1-0,3 0,3 0,25 0,3 - -
S 0,2 - - - - -
dopmynbl
Formulas
YacTtoTa BpalieHusi CKopocCTb pe3aHusi Ve = CkopocTb pesanus Cutting speed (m/min)
Speed n (min-): Cutting speed v (m/min): n = Yacrora paujeHus Speed (min~')
di = Ounametp dpesbl Cutter diameter (mm)
Ve - 1000 n-m-dy vi = MuHyTHasi nogaya Feed rate (mm/min)
n= 7 - dy Ve = 1000 f, = MNopa4a Ha 3y6 Feed per tooth (mm)
Pe = MoTtpebnsiemasi mowHocTb Drive power (kW)

MwuHyTHas nogaya
Feed rate v¢ (mm/min):

Vi = T+ Zgg o N

Mopaya Ha 3y6
Feed per tooth f, (mm):

O6beM CHUMAEMOU CTPYXKKM

Chip volume Q (cm3/min):

B 8 Vi
1000

Q=

A.204 www.itmash.ru

MoTpebnsaemas MOWHOCTb
Drive power P (kW):

Q

Po= TF

Zeif = OhdeKTBHOE Yncno 3ybbes Effective number of

fo = KoppekTup. koadduumeHT v¢ Correction factor v¢
Q = O6bem cHuMaemo cTpy>xKi Chip volume (cm3/
min)

ae LLnpuHa dpesepoBanus Width of cut (mm)

ap ny6una dppeseposanusa Depth of cut (mm)
LF = Koadd. ahekTnBHocTU Efficiency factor (cm3/
min/kW)



TexHun4yeckue peKkoMmeHaauumn PekomeHpauum no pexumam pesaHusa ana MultiEdge 3Feed

Technical hints Cutting data recommendations for MultiEdge 3Feed LMTFETTE gé
&5
Es
£=
Mopaya Ha 3y6
Feed per tooth
f, (mm/z.)
CKOpOCTb pe3aHusi
Cutting speed
V¢ (m/min)
Matepwman Martep. Ne Onucanue no DIN Rn/UTS LC280QN LC610Q
Material Material No. | DIN Description (N/mm?2) Ve f, Ve 2
Yrnepogucras ctanb 1.1730 C45W -950| 200-260 1,7 260-270 1,5
Plain carbon steel 1.1545 C105W 200-260 1,7 260 1,5
TepmoobpaboTaHHas 1.2311 40CrMMo7 -1100| 140-190 1,4 240 1,2
wTamnosasi ctajb 1.2312 40CrMnNiMoS8.6 140-190 1,5 240 1,4 3
Heat-treatable die steels 1.2738 45CrMnNiMo08.6.4 140-190 1,5 240 1,4 Eg
1.2711 54NiCrMoV6 140-180 1,4 2100 1,2 £
LlemeHTnpoBaHHas ctanb 1.2162 21MnCr5 -1100 180-210 1,4 260 1,2 § ‘_5
Case hardening steels 1.2764 X19NiCrMo4 160-190 1,4 250 1,2 5§
3akaneHHas 1.2343 X38CrMoV5.1 950-1400 140-180 1,4 210 1,2
VHCTPYMeHTanbHasa ctans | 1.2344 X40CrMoV5.1 140-180 1,4 210 1,2
Full hardening 1.2367 X38CrMoV5.3 140-180 1,4 210 1,2
tool steels 1.2080 X210Cr12 140-160 1 200 0,9 H
1.2379 X155CrVMo12.1 140-160 1 200 0,9 g
1.2767 X45NiCrMo4 140 1,2 180 1 3 g
1.2842 90MnCrV8 180 1,2 210 1 § 3
A3oTupoBaHHas cTtasb 1.8550 34CrAiNi7 950-1400 120-140 1,2 180 1 §§
Nitriding steels 1.8519 31CrMoV9 120-140 1 180 0,9
1.7735 14CrMoV6.9 120-140 1 180 0,9
1.2344 X40CrMoV5.1 120 1,2 180 1
M HepxasetoLuas ctanb, 1.2083 X42CrMo13 220-260 1
ayCTeHunTHas D
Stainless steels, austenitic °
‘ 1.2316 X36CrMo17 220-260 1 H g
& &2
YyryH 1 nermpoBaHHbIN EN-JL-1040 EN-GJL-250 300-550 200-260 1,7
YyryH (0.6025) (GG25)
Grey cast iron and (0.6678) EN-GJLA-XNiCr35-2 550-700 160-200 1,4
alloyed cast iron (GGL-NiCr35-2)
YyryH ¢ wapos. rpacdutom, | 0.7040 GGG40 400-800 200-240 1,2 g
B T.4. JIErMPOBaHHbIN 0.7070 GGG70 200-240 1 2o
Nodular cast iron and GGG70 200-240 0,9 §§
alloyed nodular cast nernposaHH. alloyed
H  3akaneHHas cTanb 45-52 HRC 100 1
| |Hardened steel 53-56 HRC 80 07
L 60-65 HRC 70 04 -
YKasaHbl Ha4anbHble 3Ha4YeHUs PeXnmoB pe3aHnsa, KOTopble OOJDKHbI 6bITb afanTupoBaHbl K yCrioBUAM 06pa60TKl/I § .
The cutting data indicated are starting values and must be adjusted to the prevailing conditions. § §
O6paboTka 6e3 COXK, oxnaxxaeHne cxxaTblM BO34YXOM NpeanoyvTUTenbHO
Dry machining, air-blast cooling is advantageous
(X&)
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TexHun4yeckune O6nacTtu npumeHeHus ansa MultiEdge 3Feed, 4Feed /|
pekomeHaaummn Application areas for MultiEdge 3Feed, 4Feed LMT-+ FETTE
W’
Topuesoe cpeseposaHue Kopnyc
Face milling Tool ECP X07. ECP VO7. E(F)CP V09. = E(F)CP Vi2.
MnactnHa XPNWO070308 & XCN_070308 | XCN_09T312 | XCN_120420
Insert
ap max (MM) 1 0,8 1 1,5
- 8e max (MM) 6 7 8 10
Tmax (Mm) 0,5 0,8 1 1,5
MnyHXxepHoe hpe3epoBaHue
Plunge milling
e max (MM) 2,5 2 2,5 3,0
aS max ‘_‘k
JluHeliHOe Bpe3aHue Nop yriom ds (mm) W1 max ()
Ramping 16 3,5
20 1,8 7,5
25 1,2 4
32 2,5 4
35 2 3
42 2 4,5
52 1,5 3
66
80 1,5
100 1
BuHTOBas MHTEPNONALMS ds (mm) dmin = dmax (Mm)
Circular milling 16 20-31
20 28-39 26-39
T 25 38-49 36-49
x 32 50-62 48- 62
£ 35 56-68 54- 68
° 42 68— 82 64— 82
52 88-102 84-102
66 112-130
80 140-158
’TK 100 180-198
dmin - dmax
PaccpesepoBbiBaHne dy (mm) de max (mm)
Opening cavity 16 10
20 14 13
25 19 18
32 25 24
35 28 27
42 34 32
52 44 42
66 56
80 70
100 90

|

Tmax: OCeBas rnybuHa ceepnexus axial drilling depth

A.206 www.itmash.ru



TexHnuyeckune peKkomeHaauumn PekomeHpauum no pexumam pe3anunsa ana ACU-Jet plus

Technical hints Cutting data recommendations for ACU-Jet plus LMT+ KIENINGER 2 :
&5
e
£=
Mopaya Ha 3y6
Feed per tooth
f, (mm/z.)
CKOpOCTb pe3aHusi
Cutting speed
V¢ (M/min)
LCKP28M/LC225T
Martepuan Onucaxue no DIN R, /UTS
Material DIN Description (N/mm?2) Ve f, ap Qe
TepmoobpaboTaHHble 1.2312 40CrMnNiMoS 8.6 | 280-325 HB | 120-160 0,6-1,2 1,5-3,0 66 %"
LUTamMnoBble cTann 1.2738 45CrMnNiMo 8.6.4 | 280-325 HB
Heat-treatable die steels 1.7140 47CrMn 6 250-290 HB g
1.2311 40CrMMo 7 950-1100 =
3akaneHHble 1.2343 X38CrMoV 5.1 230 HB | 160-220 0,5-1,0 1,5-2,0 66 %" E g
VHCTPYMEHTaNbHbIE CTanu 1.2379 X155CrVMo 12.1 950 £ g
Full hardening 1.2358 60CrMoV 18-5 850-100 52
tool steels 1.2320 60CrMo 10 7 800-950
A30TMpOBaHHbIE CTanu 1.2344 X40CrMoV 5.1 280-235 HB | 150-180 0,4-0,8 1,0-2,0 66 %"
Nitriding steels 1.7735 14CrMoV 6.9 265-310 HB
1.8550 34CrAINi 7 240-300 HB H
1.8519 31 CrMoV 9 265-310 HB g
YyryH ¢ waposugH. rpagutom | 0.7070 GGG70 250 HB | 180-250 0,7-1,2 1,5-2,0 66 %" g2
Nodular cast iron GGG70L 230-280 HB g3
&8
1 Ot gnameTpa
From diameter
YKasaHbl Ha4yanbHble 3Ha4YeHUs PEXNMOB pe3aHnd, KOTOPble OOJDKHbI ObITb afjanTupoBaHbl K yCNIOBUAM OﬁpaﬁOTKI/I
The cutting data indicated are starting values and must be adjusted to the prevailing conditions.
2 o
3
8o
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TexHu4YeckKne pekomeHgauum
Technical hints

PekomeHpauum no pexumam pesaHusa ans MultiEdge 4Feed
Cutting data recommendations for MultiEdge 4Feed

Marepuan Martep. Ne Onucaunue no DIN Rn/UTS
Material Material No. DIN Description (N/mm?2)
YrnepogucTtas ctanb 1.1730 C45W 190-200 HB
Plain carbon steel 1.1545 C105W 190-240 HB
Tepmoo6paboTaHHble MHCTPYMEHTalbHble cTanmn 1.2311 40CrMnMo7 280-325 HB
Heat-treatable die steels 1.2312 40CrMnMoS8.6 280-325 HB
1.2738 40CrMnNiMo0S8.6.4 280-325 HB
1.2711 54NiCrMoV6 280-415 HB
LlemeHTMpoBaHHbIe cTann 1.2162 21MnCr5 215 HB
Case hardening steels 1.2764 X19NiCrMo4 255 HB
3akaneHHble MHCTPYMEHTaNbHblE CTanu 1.2343 X38CrMoV 5 1 230 HB
Full hardening tools steels 1.2080 X210Cr12 250 HB
1.2379 X155CrVMo 12 1 250 HB
1.2767 X45NiCrMo4 260 HB
A30TMpoBaHHbIe cTanu 1.8550 34CrAINi7 240-300 HB
Nitriding steels 1.8519 31CrMoV9 265-310 HB
1.7735 14CrMoV6.9 265-310 HB
1.2344 X40CrMoV5.1 280-325 HB
‘ M ‘ Hep>xaBsetowyme ctanm (o6pabotka 6e3 COXK) 1.2083 X42CrMo13 500-900
‘ ‘ Stainless steel (dry processing)
[ 1.2316 X36CrMo17
[ | 1.4301 X5CrNig10 -950
\ 1.4572 X5CrNiMoTI17-12-3
YyryH ¢ nnacTuH4aTtbiM rpadutom EN-JL-1040 EN-GJL 250 120-260 HB
Cast iron with flake Graphite (0.6025) (GG 25)
YyryH ¢ apoBnaHbIM rpaduTom EN-JS-1030 EN-GJS-400 135-180 HB
Graphite cast iron (0.7040) (GGG40)
EN-JS-1060 EN-GJS-600 190-270 HB
(0.7060) (GGGB0)
KoBKuii 4yryH EN-JL-1160 EN-GJMB-550-4 150-280 HB
Malleable cast iron (0.8155) (GTS55)
N  A/lOMUHMEBbIE CMaBbl, ANMHHOCTPY>KEYHbIe -550
Aluminium alloys, long chipping
AnoMUHMEBBIE CMaBbl, KOPOTKOCTPY>KEUHbIE 350-700
Aluminium alloys, short chipping
MegHble cnnasbl, AIMHHOCTPY>KE4HbIe 300-750
Copper alloys, long chipping
MepHble cnna.bl, KOPOTKOCTPY>KEUHbIE -750
Copper alloys, short chipping
S TuTtaHoBble Crnasbl, CPEAHEN NPOYHOCTH -900
Titanium alloys, medium strength
TuTaHoBblE CNNaBbl, BbICOKOW MPOYHOCTH 900-1400
Titanium alloys, high strength
Hukenesble cnnasbl, CpeaHeNn NPOYHOCTN -900
Nickel-Alloys, medium strength
Hwvkenesble cnnasbl, BbICOKON MPOYHOCTYU 900-1400

Nickel-Alloys, high strength

YKasaHbl Ha4aslbHble 3HAa4YEHNSA PEXVIMOB Pe3aHis, KOTOPbIE AO/MKHbI ObITh aAanTyPOBaHbl K yCNoBUAM 06paboTKu
The cutting data indicated are starting values and must be adjusted to the prevailing conditions.
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Van
LMT+ FETTE
e’

KoHuesblie ¢pesbl
Milling with end mills

PekomMmeHAoOBaHHas MakcumanbHas nogada Ha 3y6 f, npu a, = 0,75 x d4
Recommended max. feed per tooth f, with a, = 0,75 x d;
(dy = AnameTp cpe3bl Cutter diameter)

CkopocTb pe3aHus Cutting speed v, (m/min)

LC280QN LCK10M LC610T I LC610Q | LC630Q
o« o o i o« i o o« i i o o«
f iz 5 5 FE s £ & LR AR AN
®w? 8? 6? W i iu 22|z |22 ®? | 6?  ©? W i i
~5 | 28 ¥ ~ @ o - < ~5 28  afd ~ @ o
=) o - ) o - ~S8| 908 | oy ) o - =) <] -
2 2 3 [ [ = €S 288 = E2 2 3 = [ =
zz | zz  zz =z z z =z EE 52 zz | zz zz =z z z
CC | 60 66 © 7] o 536 66 606 G0 GG GG o o 3}
Vo XX | XX | XX X 3 3 Ve X %X | X X X % Ve XX | XX | XX | X 3 3
200-260 2,0 2,5 3,0 1,4 1,7 2,0 240-300 1,6 2,0 2,4 1,1 1,4 1,6 2
o
140-180 | 12 | 15 18 | 08 | 1,1 1,3 180220 1,0 | 1,2 | 1,4 07 | 08 | 1,0 g‘é
1,5 2,0 2,5 1,1 1,4 1,8 1,2 1,6 2,0 0,8 1,1 1,4 2o
E3]
Qo
2,0 2,5 3,0 1,4 1,7 2,0 1,6 2,0 2,4 1,1 1,4 1,6 38
180-220 2,0 2,5 3,0 1,4 1,7 2,0 220-280 | 1,6 2,0 2,4 1,1 1,4 1,6
140 1,8 2,2 2,5 148 1,5 1,8 1,4 1,8 2,0 1,0 1,2 1,4
140-180 2,0 2,5 3,0 1,4 1,7 2,0 180-240 1,6 2,0 2,4 1,1 1,4 1,6
1,4 1,8 2,0 1,0 1,3 1,4 1,1 1,4 1,6 0,8 1,0 1,1 2
20 | 25 | 30 | 14 | 1,7 | 20 16 | 20 | 24 |11 | 14 | 16 H
140 1,6 2,0 2,2 1,1 1,4 1,5 1,3 1,6 1,8 0,9 1,1 1,2 §g,
120-140 | 1,4 | 16 | 18 | 10 | 11 | 13 160200 | 1,1 | 1,3 1,4 | 08 | 09 | 1,0 £s
85
1,1 1,3 1,5 0,7 0,9 1,0 0,9 1,0 1,2 0,6 0,7 0,8 3G
1,6 2,0 2,2 1,1 1,4 1,5 1,3 1,6 1,8 0,9 1,1 1,2
220-260 1,0 1,5 1,8 1,0 1,5 1,8
0,8 1,2 1,5 0,8 1,2 1,5
200-260 1,5 2,0 2,5 1,2 1,6 2,0 240-300 @ 1,5 2,0 2,5 200-260 | 1,5 2,0 2,5 1,2 1,6 2,0 § =
200-240 1,5 2,0 2,5 1,0 1,4 1,7 180-240 | 1,2 1,4 1,6 200-240 1,5 2,0 2,5 1,0 1,4 1,7
160-200 1,1 1,3 1,5 0,7 0,9 1,0 160-200 160-200 1,1 1,3 1,5 0,7 0,9 1,0
400-800 18 | 20 | 22 3
ag
o=
300-400 ®a
250-400 1,4 1,6 1,8
-3
@
8
80-120 05 | 08 | 10 o
e%
8 £
40-80 03 | 05 | 08 Sl
80-120 0,5 0,8 1,0
40-80 0,3 0,5 0,8 e
2
28
o
(=
o
55
25
[ X&)
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TexHn4eckune pekomeHpauum
Technical hints

H

Martepuan
Yrnepopuctas ctanb
AsTOMaTHas ctanb

KoHCTpyKUMOHHas
cTanb

Tepmoo6paboTaHHasi

cTaslb, CPEQHEN NPo-.

CranbHoe nutbe
LlemeHTUpoB. cTans

Hep>kaBetoLasn
cTanb, heppuTHas,
MapTeHcUTHas

Tepmoo6paboTaHHasi
CTaslb, BbICOKOW NPOoY

AsoTupyemas ctanb

MHcTpymeHTanbHas
CTalb

Hep>kaBetoLasn
cTanb,
ayCcTeHunTHast

MapTeHcHTHO-
cTapetoLas ctanb

YyryH

JlernpoBaHHbIN YyryH

YyryH ¢ LIapoBuaHbIM

rpacuTom

KoBkuin 4yryH

YucTble meTansbl,
MArkne

AnOMUVH. cnaBbl,
ONMHHOCTPYXKEYHbIE

AJOMUH. crinasbl,
KOPOTKOCTPY>XXEYHble

MegHble cnnasbl,
OJIMHHOCTPY>KEYHble

MepgHble cnnasbl,
KOPOTKOCTPY>KEUHbIE

MarHueBble cnnasbl
TepmonnacTbl

PeakTonnacTtbl
pacut

TuTaHoBbIE Crasbl,
CpefHei NPO4YHOCTN

TwTaHoBbIe CNnasbl,
BbICOKOW MPOYHOCTA

Hukenesble crnnasbl,
cpegHen NPoYHOCTN

Hukenesble cnnasbl,
BbICOKOW MPOYHOCTU

OT6eneHHbI YyryH

Material
Plain carbon steel
Free cutting steel

Structural
alloy steel

Heat-treatment steel,
medium strength
Cast steel

Case hardening steel

Stainless steel,
ferritic,
martensitic

Heat-treatment
steel, high strength

Nitriding steel
Tool steel

Stainless steel,
austenitic

Maraging steel

Grey cast iron

Alloyed grey cast
iron

Nodular cast iron

Malleable cast iron

Pure metals, soft

Aluminium alloys,
long chipping
Aluminium alloys,
short chipping

Copper alloys,
long chipping

Copper alloys,
short chipping

Magnesium alloys
Thermoplastics

Duroplastics
Graphite

Titanium alloys,
medium strength
Titanium alloys,
high strength
Nickel based alloys,
medium strength
Heat resistant
nickel based alloys,
high strength

Chilled cast iron

PekomeHaauum no pexxumam pesaHus ansi npodunbHbix hpes n

thpe3 co chepuiecknmMm KOHLLOM
Cutting data recommendations for copy milling cutters
and ball nose copying cutters

Martep. Ne
Material
No.
1.0052
1.0715

1.1191
1.7219

1.7225
1.2251

1.0416
1.7131

1.4006
1.4104
1.4122

1.7225
1.6580

1.8504
1.2343

1.2379
1.4301
1.4404
1.4751

1.4024
1.4057
1.4122

0.6025

0.6678

0.7060

0.8155

3.3535
3.4365

3.2581
2.0320
2.0975
2.0402

3.5912

3.7115
3.7165

3.7174

2.4670

OnucaHue no
DIN

DIN Description
St 52

9 SMn 28

Ck 45,
26 CrMo 4

42 CrMo 4
50 CrV 4

GS 40
16 MnCr 5

X10Cr13
X 12 CrMoS 17
X 35 CrMo 17

42 CrMo 4
30 CrNiMo 8

34 CrAl 6

X38 CrMoV 5 1
X155 CrVMo 12 1

X5CrNi18-10
X2CrNiMo17-12-2
X6CrNiMoTi17-12-2

X15Cr13
X17CrNi16-2
X35CrMo17

GG25

GGL-NiCr 35 2

GGG60

GTS55

YucTbih Fe, cBUHeL,
Pure iron, lead

AlMg 3
AlZnMgCu 1,5

G-AISi 12

MS63
CuAI10Ni

MS58
G-MgAI9Zn1

PVC, oprcTekno
PVC, acrylic glass

Bakelit, Melamin
Graphite

TiAI5SNn2,5
TiAl6V4

TiAI6SNn2

NiCr12AI6MoNb

Inconel 718 | NiCr19Fe19NbMo

Ni-hard, Ampco

1) Cnnas 6e3 NOKPbITUS, 3HAYEHUE V, AEICTBUTENBHO ANS 3TOro cniasa
Uncoated grade, value of v; is valid for this grade.
2 O6paboTka ¢ COX

When using liquid coolants.

A.210
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Rn/UTS
(N/mm?)
-700
-700
500-950

500-950

-950
-950
500-950

950-1400

950-1400
950-1400

500-950

100-400
(120-260 HB)
150-250
(160-230 HB)
400-800
(120-310 HB)
350-700
(150-280 HB)
-500

-550
-400
300-700
-500
160-300
40-70
20-40
-950
900-1400
-950

900-1400

300-600 HB

TBepa.
Cnnas
Carbide
grade
LC240T
LC610T

YucTosas
Finishing

LC240T
LC610T

YycTosas
Finishing

LC240T

LC610T

LC610T

LC610T

LC610T

LW610

Lwe10"
Lwe10"
LC610T
LC610T
Lwe10"
Lwe10"
Lwe10"
Lwe10"
Lwe10"
LC240T

LC240T

LC240T

Van
LMT+ FETTE
e’

CkopocTb pe3aHus Cutting speed

V¢ (M/min)
YepHoBas YucroBas
Roughing Finishing
C kpyrn. = [ns 4epH. bpe3 unun
MAacTuH. | co cdepuy. KOHLIOM

with round| with roughing end mills

inserts
250- 300
250- 300
250- 300

250- 300

250-
250-
250-

300
300
300

180- 220

180-
180-

220
220

250- 350
(-80)2

250~ 350
(-80)2

200- 300

200- 300

200- 300

200- 300

300-1000
300-1000
200- 300
300-1000
200- 300
300-1000
300-1000
200- 300
40-80
40-80
40-80

40-80

40-80

or ball nose cutters
160- 240
160- 240
160- 240

160- 220

160-
160-
160-

200
200
200

120- 150

120-
120-

150
150

250~ 350

200- 300

200- 300

200- 300

200- 300

300-1000

300-1000

200~ 300

300-1000

200- 300

300-1000

300-1000

200- 300

40-80

40-80

40-80

40-80

40-80

250- 300
250- 300
250- 300

250- 300

250-
250-
250

300
300
300

180- 220

180-
180-

220
220

250
(-80)2

250~ 350
(-80)2

250- 350

250- 350

250- 350

250- 350

500-1500
500-1500
250- 350
500-1500
250- 350
500-1500
500-1500
250- 350
40-80
40-80
40-80

40-80

40-80

[ns cnnaBoB 6€3 NOKPbITUSA CHU3WUTb CKOPOCTb pe3aHns Ha 30 %.
When using uncoated grades reduce cutting speed by 30 %.



TexHu4yeckne peKomeHpauumn PekomeHpoBaHHas MakcuManbHas nogaya

a3 Y &
Technical hints Ha 3y6 f, (Mm) ans Topuesbix ppean dpeaco  LMTe KIENINGER LMT+FETTE =
cchepuyecKUM KOHLOM e’ ) —g %E
Recommended maximum feed per tooth f, (mm) A=
for copy milling cutters and ball nose cutters ;’g
X =
Kog LMT
LMT-Code FCZ FCT ECZ
42-80 42-125 8-40
@ mm RDHW RCHX RDHW
ISO-Code RDHX RDHX
WP-@ 10 12 16 10 12 16 5 7 8 10 12
max. a 2,5 3 5 2,5 3 5 0,8 1,5 2 3 3,5 ¢
0,25 0,3-0,4 | 0,4-0,45 0,25 0,3-0,4 | 0,4-0,45 | 0,25-0,3 | 0,27-0,3 | 0,3-0,35 |0,22-0,37  0,3-0,4
M | 0,12 0,15 0,2 0,12 0,15 0,2 0,08 0,1 0,12 0,12 0,15 ‘_’
0,25 0,35 0,35 0,25 0,35 0,35 0,2 0,2 0,25 0,3 0,35 SE
N 0,3 0,4 0,4 0,3 0,4 0,4 0,25 0,25 0,3 0,35 0,4
s 0,25 0,3 0,3 0,25 0,3 0,3 0,15 0,15 0,2 0,25 0,3
Kop LMT g
LMT-Code EBT §g
23
&8
10-40 25-32 20-50
@ mm RCHX CCMT .
1SO-Koa SNKX §2
WP-@ 5 8 10 12 6,35 7,94 9,52 12,7 BE
max. a, 0,8 2 3 3,5
0,25-0,35 @ 0,3-0,35 | 0,22-0,25 0,3 0,2-0,25 0,2 0,25 0,3 0,35
M \ 0,1 0,12 0,12 0,15
0,3 0,25 0,3 0,35 0,3 0,2 0,25 0,3 0,35
N 0,35 0,3 0,35 0,4 0,4 0,25 0,3 0,35 0,4
s 0,25 0,2 0,25 0,3 0,25 0,15 0,2 0,25 0,3
5=
Kop LMT EBG R EBG V
LMT-Code GWR GWV
g
8
6-32 6-32 12-32
@ mm
ISO-Kog
Wkz-@ 8 10 12 16 20 25 32 .
max. a 1 1 1 1,5 2 2,5 3 Ea
* 0,15 0,15 0,15 0,15 0,2 0,2 0,2-0,25 io
‘™ 0,08 0,08 0,08 0,08 0,1 0,1 0,12 §§
0,1 0,1 0,1 0,12 0,16 0,2 0,25 o=
N \ 0,1 0,1 0,1 0,15 0,2 0,25 0,3
's | 0,1 \ 0,1 \ 0,1 \ 0,12 \ 0,16 \ 0,18 \ 0,2

Mopaya Ha 3y6 1 rnybuHa pe3aHusi 3aBUCST OT AvameTpa hpesbl, AnamMeTpa NaacTuHbI 1 BbleTa MHCTPYMEHTa
Feed per tooth and depth of cut tool-dia., indexable insert dia. and unclamped length!

OcHacTka
Clamping

www.itmash.ru A.211

MpunoxeHus
Attachment



TexHu4YeckKne pekomeHgauum MakcumanbHble pexxumbl ans ECT | ECZ | FCZ | FCT cpes
Technical hints Maximum machining data for ECT | ECZ | FCZ | FCT copying cutters LMTeFETTE

MakcumanbHas rny6mHa pesaHus ans Topuesoro ppesepoBaHus apmax (Mm)
Maximum depth of cut for face milling ap max (mm)

d 5 7 8 10 12 16
YepHoBas 0,8 1,50 2,0 3,0 3,0 5,0
Roughing
YucrtoBas 0,3 0,5 0,75 1,0 1,0 1,0
Finishing

MakcumanbHbi yron Bpe3aHus W, ans BpesaHus nop yriom
Maximum angle W, for inclined immersion

d4 5 7 8 10 12 16
8 8,9°

10 6,3°

12 4,8° 8,0°

15 5,7°

16 3,3° 6,3°

20 2,5° 3,8° 4,6° 6,3°

24 6,3°

25 2,9° 2,9° 3,4° 4,6° 5,9°

30 2,3° 3,6°

32 2,1° 4,2° 6,3°

35 1,9° 3,0° 3,7°

40 3,1°

42 2,4°

50 2,3° 3,3°

52 2,3°

63 1,7° 2,5°

66 1,7° 2,4°

80 1,3° 1,9°
100 1,6°
125 1,1°
Trmax 0,5 0,75 1 1,25 1,5 2,0

A.212 www.itmash.ru



TexHu4YeckKne pekomeHgauum PekomeHpauum no pexxumam pesaHusa ansa ppes co CMEHHbIMMN
Technical hints nnactnHamm EMZ90 n FMZ90
Cutting data recommendations for milling cutters with inserts
EMZ90 and FMZ90

Van
LMT+ FETTE
e’

KoHuesblie ¢pesbl
Milling with end mills

CKoOpoOCTb pe3aHusi

OnucaxHue no Cutting speed

Martepuan Martep. Ne DIN Rn/UTS V¢ (m/min)
Material Material No. | DIN Description (N/mm?) LC610T LwWé610
N  AntoMuHueBble cnnaebl, ganMHHoCTp. | 3.3535 AlMg 3 100-400 1500-3000 1000-2000
Aluminium alloys, long chipping 3.4365 AlZnMgCu 1,5 (120-260 HB) 1000-2000 800-1600
AntoMyHVEeBble cnnasbl, KOPOTKOCTP. | 3.2581 G-AISi 12 -400 1000 800
Aluminium alloys, short chipping
MegHble cnnasbl, OANHHOCTPY>XeYHble 2.0320 MS63 150-250 300 250
Copper alloys, long chipping 2.0975 CuAlI10Ni (160-230 HB)
MepgHble cnnasbl, KOPOTKOCTPY>XKeY. | 2.0402 MS58 -500 500 400
Copper alloys, short chipping 3
MarHueBble cnnasbl 3.5912 G-MgAI9Zn1 160-300 500 400 E 2
Magnesium alloys E %
TepmonnacTbl PVC, Oprctekno 350-700 400 300 § g
Thermoplastics PVC, acrylic glass | (150-280 HB) 5§
PeakTonnacTsl Bakelit, Melamin 20-40 200 150
Duroplastics
MakcumanbHas noga4a Ha 3y6 Maximum feed per tooth H
f, (mm/z) g
VPGT1604... VCGT2205... 3 E’
N 0,35 05 g3
0,3 0,4 &8
JAononHuTenbHble peKoMeHaauumn
Further application recommendations
TNuHeiiHoe Bpe3aHme nog yriom Yron spesaHnst Wy max 1 rybuHa pe3aHns Tmax
Ramping Helix angle Wy max and internal depth of cut Tpay §_8
VPGT VCGT 2 E
160412-ALM 220530-ALM
Ap max 13,5 15
« Trmax 8 9
m?
ap
25 24
32 22 o
42 15 8
52 12 g
66 9
80 7
v 100 5
1 125 4 s
BuHTOBas uHTepnonauus di min dmax ‘§§
Circular milling i iy min 8
25 35 48
32 42 58
42 62 78
52 82 98
66 110 126 g2
80 138 154 e
100 178 194 &5
e 125 228 244 i
dy
dmin - dmax g g
25
[ X&)
www.itmash.ru A.213
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TexHun4yeckune peKkoMmeHaauumn PekomeHpauum no pexxumam pesaHusa ana EBG Topuesbix ¢pes3

Technical hints

Cutting data recommendations for EBG copying cutters

Mopaya Ha 3y6
Feed per tooth

f,(mm/z.)
YucroBas YepHoBas
Finishing Roughing
Martepuan Martep. Ne Onucanue no DIN
Material Material No. DIN Description 8-16 20-32 8-16 20-32
HenervpoBaHHasa MHCTPyMeHTanbHasa cTanb 1.1730 C45W 0,15 0,2-0,025 | 0,15-0,2 0,2-0,3
Unalloyed tool steel 1.1545 C105W
TepmoobpaboTaHHble LWTaMnoBble cTanmn 1.2311 40CrMnMo7 0,15 0,2-0,025 | 0,15-0,2 0,2-0,3
Heat-treatable die steels 1.2312 40CrMnMoS8.6
1.2738 40CrMnNiMo8.6.4
1.2711 54NiCrMoV6
LlemeHTMpoBaHHbIe cTanu 1.2162 21MnCr5 0,15 0,2-0,025 | 0,15-0,2 0,2-0,3
Case hardening steels 1.2764 X19NiCrMo4
3akaneHHble UHCTPYMEHTaSbHbIE CTanu 1.2343 X38CrMoV5.1 0,1 0,2-0,025 | 0,1-0,15 0,15-0,25
Full hardening tool steels 1.2344 X40CrMoV5.1
1.2367 X38CrMoV5.3
1.2080 X210Cr12
1.2379 X155CrVMo12.1
1.2767 X45NiCrMo4
1.2842 90MnCrV8
A30TpOBaHHbIE CTann 1.8550 34CrAINi7 0,1 0,2-0,025 | 0,1-0,15 0,1-0,15
Nitriding stels 1.8519 31CrMoV9
1.7735 14CrMoV6.9
M | Hep>xaBetowwe ctanu 1.2083 X42CrMo13 0,08 0,1 0,1 0,1
Stainless steels 1.2316 X36CrMo17
1.4541 X6CrNiTi18.10
1.4571 X8CrNiMoTi17.12.2
1.4401 X5CrNiMo17.12.2
1.4521 X1CrMoTi18.2
1.4893 X8CrNiNb11
1.4313 (G-)X4CrNi13.4
MapTeHcuTHO-CTapetoLme ctanm 1.2709 X3NiCrMoTi18.9.5
Maraging steels
YyryH n nernpoBaHHbIi YyryH 0.6025 GG25 0,1 0,15 0,15 0,3
Grey cast iron and alloyed casr iron GG25CrMoV
YyryH ¢ WapoBuAHbIM rpadMToM 1 nernposaHHblii | 0.7040 GGG 40 0,15 0,15 0,15 0,3
YyryH C LIapoBuAHbIM rpaduTom 0.7070 GGG70 0,1 0,1 0,25
Nodular cast iron and alloyed nodular cast iron GGG70 0,1 0,1 0,25
nervpoBaHHbli alloyed
N  AnoMUHWIA 1 antoMUHUEBBIE CMaBbl 32.581 AlZnMgCu2 0,15 0,15 0,2 0,25
Aluminium and aluminium alloys AISi12
Megb 1 MegHble crninasbl 3.2581.01 OnekTponuTnyeck. megb | 0,1 0,2 0,2 0,25
Copper and copper alloys Electrolyte copper
BpoHsa
Bronze
LiBeTHble meTansbl PUR 5220 MnacTtukn Plastics 0,15 0,2 0,3 0,4
Non-metallic materials Exposit Harz MnacTukn Plastics 0,15 0,2 0,3 0,4
Epoxy resin pacut Graphite 0,1 0,15 0,2 0,3
S | TutaHoBble-Alpha-Beta-cnnasbl 3.7164 TiAl6V4 0,08 0,1 0,1 0,12
Titanium alpha beta alloys
TutaHoBble-Beta-cnnasbl Ti10V2Fe3Al
Titanium beta alloys
H 3akaneHHas ctanb 45-52 HRC 0,08 0,1 0,1 0,15
Hardened steel 53-59 HRC 0,08 0,08 0,1 0,15
60-65 HRC 0,05 0,08 0,08 0,1

1) TBepablii cnnas 6e3 NOKPbITUS, Ve AECTBUTENbHA A8 3TOro crniasa
Uncoated grade, value of v, is valid for this grade

2) Mpu NCronb30BaHUM anbTepHATUBHOIO crinasa LW610 (HeMoKpbITbI) CKOPOCTb Pe3aHus Vg CHU3NUTL Ha 30 %

Use alternatively LW610 (uncoated) and reduce v by 30 %
3 O6paboTka ¢ COX
When using liquid coolants
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Rn/UTS
(N/mm?)

-650
640

950-1100
950-1100
950-1100

1250

600
860

780
230 HB

230 HB (770)
800

860

880

-770

800-1100
850-1300

700

285 HB
520-720
700
160-190 HB
420

210 HB
900-1100

390 HB
155-250 HB

140-190 HB
30

150-200

400-530
47

950

CKopoCTb pe3aHusi
Cutting speed

am
LMT+.KIENINGER
W’

V¢ (M/min)
Yucrosas YepHoBas
Finishing Roughing
LC730Z
LC610A LC610Z LC610T LW610 LC610Z LC630Q LC240Q LW610 LW240
270 230 200 240 225 200 140
260 220 190 230 215 200 130
250 210 180 220 205 180 120
250 210 180 220 205 180 120
250 210 180 220 205 180 120
240 200 170 210 195 170 110
250 210 180 220 205 180 120
230 190 160 200 185 170 100
230 190 160 200 185 150 100
230 190 160 200 185 150 100
230 190 160 200 185 150 100
210 170 140 180 165 150 80
210 170 140 180 165 120 80
230 190 160 200 185 120 100
230 190 160 200 185 120 100
210 170 130 180 165 120 70
210 170 130 180 165 120 70
210 170 130 180 165 120 70
240 200 120 90
240 200 120 90
240 200 110 80
220 180 110 80
220 180 110 80
240 200 110 80
240 200 110 80
220 180 110 80
220 180 110 80
380 210 240 350 335 200
380 210 240 350 335 200
340 180 200 310 295 170
340 180 200 310 295 170
340 180 200 310 295 170
900 700 450 600 600 380
400 350 250 300 300 250
400 350 200 300 300 200
350 300 180 250 250 180
600 400 600 400
500 300 500 300
1000 600 500 500

90 70 70

90 70 70
180 140
150 110

90 60
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CmeHHble NNacTUHb!
Indexable inserts

3y6odpesepoBaHne
Gear cutting

ToueHue
Turning

Csepnexune
Drilling

0O6paboTka pe3bb

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

MpunoxeHus
Attachment



TexHu4YecKue pekomeHpauumn

Technical hints

PekomeHaauum no pexxumam pe3aHus Ansi KOHLUEeBbIX, HAaCafHbIX

KOHUeBbIX (ppes, hpes ans npoussopcTsa T-na3os n acouHbix hpe3 LIMTe FETTE
Cutting data recommendations for end and shell end mills,
T-Slot and bevel milling cutters

Koadd.
Teepa. achcdhekTUB.
CnnaB CkopocTb pe3aHus  Efficiency
Martep. Ne Onucanue no DIN Rm/UTS | Carbide Cutting speed factor
Matepuan Material Material No. | DIN Description (N/mm?) | grade V¢ (M/min) LF
YrnepogucTtas ctanb Plain carbon steel 1.0052 St 52 —700 | LC240T 200 24
ABTOMaTHas cTanb Free cutting steel 1.0715 9 SMn 28 -700  LC240T 200 22
KOHCTPYKUMOHHasA cTanb Structural alloy steel | 1.1191 Ck 45, 500-950 LC240T 160 20
1.7219 26 CrMo 4
Tepmoob6paboTaHHas cTanb, | Heat-treatment steel,| 1.7225 42 CrMo 4 500-950 LC240T 140 18
cpefHen Npo4YHOCTN medium strength 1.2251 50 CrV 4
CrtanbHoe nuTbe Cast steel 1.0416 GS 40 -950  LC240T 130 18
LlemeHTMpoBaHHas cTanb Case hardening 1.7131 16 MnCr 5 -950 | LC240T 130 18
steel
Hep>kaBetowas ctasb, Stainless steel, 1.4006 X10Cr13 500-950 LC240T 140 16
deppuTHast, mapTeHcutHas | ferritic, martensitic | 1.4104 X 12 CrMoS 17
1.4122 X35 CrMo 17
Tepmoob6paboTaHHas cTanb, | Heat-treatable 1.7225 42 CrMo 4 950-1400 LC240T 120 16
BbICOKOW MPOYHOCTMN steel, high strength | 1.6580 30 CrNiMo 8
AsoTupyemas ctanb Nitriding steel 1.8504 34 CrAl6 950-1400 LC240T 120 16
NHcTpymeHTanbHas ctanb | Tool steel 1.2343 X 38 CrMoV 5 1 950-1400  LC240T 120 14
1.2379 X 155 CrVMo 12 1
M | HepxaBetowas cTtanb, Stainless steel, 1.4301 X5CrNi18-10 500-950 | LC240T 240 18
ayCTeHuUTHas austenitic 1.4404 X2CrNiMo17-12-2
1.4751 X6CrNiMoTi17-12-2
1.4024 X15Cr13 603
1.4057 X17CrNi16-2
1.4122 X35CrMo17
MapTeHcutHo-cTapetowaa | Maraging steel
cranb
YyryH Grey cast iron 0.6025 GG25 100-400 LC610T2 160 30
(120-260 HB)
JernpoBaHHbIN YyryH Alloyed grey cast 0.6678 GGL-NiCr 35 2 150-250  LC610T2 110 22
iron (160-230 HB)
YyryH ¢ LWapoBuAHbIM Nodular cast iron 0.7060 GGG60 400-800 LC610T2 90 24
rpacgutom (120-310 HB)
KoBKuii 4yryH Malleable cast iron |0.8155 GTS55 350-700 | LC610T2 100 24
(150-280 HB)
N  YucTbie meTannbl, Markue Pure metals, soft YucTeii Fe, cBrHel -500 | LC610T 220 50
Pure iron, lead
ANOMUHNEBBIE CMnNaBsbl, Aluminium alloys, 3.3535 AlMg 3 -550 | Lwe10" 1000 60
LJIMHHOCTPY>KE4Hble long chipping 3.4365 AlZnMgCu 1,5
AntOMUHNEBbIE CnnaBsbl, Aluminium alloys, 3.2581 G-AISi 12 -400 | Lwe10" 300 55]
KOPOTKOCTPYXXE4HbIE short chipping
MegHble cnnasbl, Copper alloys, 2.0320 MS63 300-700 | LC610T 250 50
[OJIMHHOCTPY>KE4Hble long chipping 2.0975 CuAl10Ni
MepHble crnnasbl, Copper alloys, 2.0402 MS58 -500  LC610T 250 35
KOPOTKOCTPY>XXEUHbIE short chipping
MarHuesble cnnasbl Magnesium alloys 3.5912 G-MgAI9Zn1 160-300 | LW610" 400 50
TepmonnacTbl Thermoplastics PVC, oprcTekno 40-70 | LW610" 250 70
PVC, acrylic glass
PeakTtonnactsl Duroplastics Bakelit, Melamin 20-40 | Lwe610" 200" 35
pacdut Graphite Graphite
S TwuTaHoBblE Chassl, Titanium alloys, 3.7115 TiAI5Sn2,5 -950 | Lwe10" 70 20
cpefHen Npo4YHOCTN medium strength 3.7165 TiAIBV4
TuTaHoBble crnnassbl, Titanium alloys, 3.7174 TiAlIBSNn2 900-1400  Lwe10" 40 16
BbICOKOW MPOYHOCTM high strength
CnnaBbl Ha ocHoBe Hukensi, | Nickel based alloys, | 2.4670 NiCr12AI6MoNb -950 | LC240T 40 18
cpefHen NPpo4YHOCTN medium strength
Cnnasbl Ha OCHOBe HuKens, | Heat resistant nickel | Inconel 718 NiCr19Fe19NbMo 900-1400 | LC240T 30 15
BbICOKOW MPOYHOCTYU based alloys,
high strength
H  Ot6eneHHbIn 4yryH Chilled cast iron Ni-hard, Ampco 300-600 HB | LC240T 40 24

1) TBepablii cnnae 6e3 NOKPbITUS, Ve AENCTBUTENIbHA A1S 3TOrO cryiasa
Uncoated grade, value of v, is valid for this grade
2) Mpwu ucnoNb3oBaHUK ansTepHaTMBHOro crniasa LW610 (HenoKpbITbii) Ve cHauTb Ha 30% \When using uncoated grades reduce cutting speed by 30 %.
Use alternatively LW610 (uncoated) and reduce v, by 30%

3 O6paboTka ¢ COX
When using liquid coolants
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Mpu ncnonb3oBaHnu cnnaea 6e3 NOKPLITUS HEO6XOANMO
CHU3UTb CKOPOCTb pe3aHus Vg Ha 30 %.




TexHu4YecKue pekomeHpauumn

Technical hints

Kart. Ne ERT90
Cat.-No. 11257
11256

Mopava Ha 3y6 f, (Mm) npu a. = 0,5 - dy /|
Feed rates f, (mm) a. = 0,5 - d; LMTFETTE
e’
EMU90 ESP90 ESP90 EFZ EFZ45 EMU90-IK
11473-1K 11470 11403-IK 1148 11483
11472 11481
11485

]

50-80 25-63 12-40 11,7-31,7 25-50 16-32 28-36 20-40

1ISO-Kop SNKX ADMX ADHX CCHX CCMT TCMT SPMW ADKX
1705 ... 1705 ...

P 0,20-0,25 0,12-0,15 0,12-0,15 0,10-0,15 0,10-0,15 0,15-0,20 0,10-0,20 0,15-0,25
M - 0,1 0,1 - - 0,10 0,10 0,15
K 0,25 0,20 0,20 0,15 0,15 0,25 0,25 0,3
N 0,30 0,25 0,25 0,20 0,20 0,30 0,30 0,35
S - 0,10 0,10 - - 0,10 0,10 0,15
ETZ90
Qe = 0,1 . d1 0,25 . d1 0,5 . d1 0,75 . d1 1- d1
fo-YBenuumsarowmin 1,6 1,4 1 0,8 0,7
KoathhuumneHT

fo-Multiplicator

He npuMmeHnmo ans not valid for 11257, 11258, 11259

dopmynbl
Formulas

YacTtoTa BpalweHusi
Speed n (min™):

n =
ﬂ','d1

V¢ - 1000

MuHyTHas nogaya
Feed rate v¢ (mm/min):

Vi= T, Zeg-n - fo

O6GbeM CHUMAEMOW CTPYXKKMN

Chip volume Q (cm3/min):

Q= "3500

Qe - @p - Vi

CKopocCTb pe3aHusi Ve = CkopocTb pesaHus Cutting speed (m/min)
Cutting speed v (m/min): n = Yacrora BpaueHus Speed (minT)
di = Ouametp cdpesbl Cutter diameter (mm)
n-m-dy vi = MuHyTHasi nogaya Feed rate (mm/min)
Ve = 1000 f, = MNopaya Ha 3y6 Feed per tooth (mm)
Pe = MoTtpebnsiemas MowHocTb Drive power (kW)
Mopaya Ha 3y6 Zeit = ObdhekTrBHOE Yncno 3ybbes Effective number of
Feed per tooth f, (mm): teeth
fo = KoppekTtupyrowmii koadduumeHT vs Correction
£ = Vi factor vs
z - Zeti N - o Q = O6bem cHuMaemon cTpy>xkiu Chip volume (cm3/
min)
MoTpe6nsemas MowHoOCTbL a, = LlunpuHa dpeseposarus Width of cut (mm)
Drive power P (kW): ap = [nybuHa hpeseposarus Depth of cut (mm)
LF = KoadduuneHT acbcekTnBHocTn Efficiency factor
P — Q (cm?3/min/kW)
¢~ LF
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KoHuesblie ¢pesbl
Milling with end mills

CmeHHble NNacTUHb!
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TexHun4yeckune peKkoMmeHaauumn PekomeHpauum no pexxumam pesaHusa ansa ppes SMN90O
Technical hints Cutting data recommendations for side milling cutters SMN90 LMTFETTE

LUnpuHa KoHTaKTa
Teepp. CKopocTb Engagement value
| Cnnas = pesaHus 03 02 01 005
OnucaHue no DIN ) i
DIN Rn/UTS | Carbide |Cutting speed Mopaua Ha 3y6
Marepuan Material Description (N/mm2)  grade V¢ (m/min) Feed per tooth
Yrnepogucras ctanb Plain carbon steel 1.0052 | St52 -700 | LC225T 200 0,32 04 0,56 0,8
ABTOMaTHas ctanb Free cutting steel 1.0715 |9 SMn 28 -700 | LC225T 200 0,32 0,4 0,56 | 0,8
KoHcTpyKkumoHHas ctanb | Structural alloy steel | 1.1191 | Ck 45, 500-950 LC225T 160 0,25 0,32 0,45 0,64
1.7219 | 26 CrMo 4
Tepmoo6paboTaHHas Heat-treatment steel,| 1.7225 |42 CrMo 4 500-950 LC225T 100 0,2 0,25 0,35 0,5
cTanb, cpegHern NpoyH. | medium strength 1.2251 50CrV 4
CranbHoe nuTbe Cast steel 1.0416 GS 40 -950  LC225T 160 0,25 0,32 0,45 0,64
LlemeHTupoBaHHas ctanb Case hardening 1.7131 |16 MnCr 5 -950 | LC225T 120 0,2 0,25 0,35 0,5
steel
Hep>xasetowas Stainless steel, 1.4006 |X10Cr13 500-950 LC225T 100 0,2 0,25 0,35 0,5
cTanb, hepputHas, ferritic, martensitic | 1.4104 |X 12 CrMoS 17
MapTeHCUTHas 1.4122 X35 CrMo 17
Tepmoo6paboTaHHas Heat-treatable 1.7225 |42 CrMo 4 950-1400 LC225T 90 0,16 1 0,2 0,28 0,4
cTasb, BbICOKOM NpoyH. | steel, high strength | 1.6580 | 30 CrNiMo 8
AsoTupyemas cTanb Nitriding steel 1.8504 |34 CrAl 6 950-1400 LC225T 90 0,16 | 0,2 0,28 | 0,4
NHCcTpymMeHTanbHas Tool steel 1.2343 | X 38 CrMoV 5 1 950-1400 LC225T 90 0,16 0,2 0,28 0,4
cTanb X155 CrVMo 12 1
M | HepxaBetowas crtanb, Stainless steel, 1.4301 | X5CrNi18-10 500-950 | LC225T 200 0,1 0,15 0,2 0,25
ayCTeHuUTHas austenitic 1.4404 | X2CrNiMo17-12-2
‘ 1.4751 | X6CrNiMoTi17-12-2 (80)®
MapTeHcuTHo- Maraging steel 1.2709 | X15Cr13
cTapetoLlas ctasb 1.4542 | X17CrNi16-2
1.4568 | X35CrMo17
YyryH Grey cast iron 0.6025 | GG25 100-400 LC225T2 140 0,32 0,4 0,56 0,8
(120-260 HB)
JNernpoBaHHbI YyryH Alloyed grey cast 0.6678 | GGL-NiCr 352 150-300 | LC225T2 80 0,25 0,32 0,45 0,64
oD (160-230 HB)
YyryH ¢ LapoBraHbIM Nodular cast iron 0.7060 | GGG60 400-800 = LC225T2 80 0,2 0,25 0,35 0,5
rpagpuTom (120-310 HB)
KoBKuni vyryH Malleable cast iron |0.8155 | GTS55 350-700 | LC225T2 100 0,2 0,25 0,35 05
(150-280 HB)
N YucTtble meTanssl, Pure metals, soft YucTeili Fe, cBuHeL, -500 | LC225T 250 0,25 0,3 0,4 0,5
MSArKne Pure iron, lead
AntoMuHneBble cnnasbl, | Aluminium alloys, 3.3535 | AlMg 3 -550 | LW610" 900 0,4 0,5 0,7 1,0
LJIMHHOCTPY>KE4Hble long chipping 3.4365 | AlZnMgCu 1,5
AntoMuHneBble cnnasbl, | Aluminium alloys, 3.2581 | G-AlISi 12 -400  LWe610" 300 0,32 04 0,56 0,8
KOPOTKOCTPY>XXEUHbIE short chipping
MepHble crnassl, Copper alloys, 2.0320 | MS63 300-700  LC225T 250 0,25 0,32 0,45 0,64
LJIMHHOCTPY>KE4Hble long chipping 2.0975 | CuAI1ONi
MepHble crnnasbl, Copper alloys, 2.0402 | MS58 -500  LC225T 250 0,25| 0,32 0,45 0,64
KOPOTKOCTPYXEYHbIE short chipping
MarHueBble crnasbl Magnesium alloys 3.5912 | G-MgAI9Zn1 160-330 | Lw610" 400 0,3 0,4 0,55 0,7
TepmonnacTbl Thermoplastics PVC, oprctekno 40-70 | Lwe10" 200 0,25 0,3 0,4 0,5
PVC, acrylic glass
PeakTonnacTbl Duroplastics Bakelit, Melamin 20-40  Lwe10" 150 0,2 0,25 0,35 0,5
S TwuTaHoBble cnassl, Titanium alloys, 3.7115 | TiAI5Sn2,5 -950 | LWe610" 80 0,16 0,2 0,28 | 0,4
cpefHen Npo4YHOCTN medium strength 3.7165 | TiAl6V4
TuTaHoBbIE crnassbl, Titanium alloys, 3.7174 | TiAl6Sn2 900-1400  LWe610" 50 0,12, 0,15 0,21 0,3
BbICOKOW MPOYHOCTY high strength
Cnnasbl Ha OCHOBE Nickel based alloys, | 2.4670 | NiCr12AI6MoNb —950 | LC225T 60 0,16 | 0,2 0,28 0,4
HUKens, cpepHel Npo4H. | medium strength
Cnnasbl Ha OCHOBE Heat resistant nickel | Inconel | NiCr19Fe19NbMo 900-1400 | LC225T 40 0,1 0,12 0,18 | 0,25
HUKens, based alloys, 718
BbICOKOW MPOYHOCTMN high strength
H Ot6eneHHbiin 4yryH Chilled cast iron Ni-hard, Ampco 300-600 HB | LC225T 40 0,2 0,25 0,35 0,5

1) TBeppAblii cnnas 6e3 NOKPbITUS, Ve AeNCTBUTENbHA AfS 9TOro criasa
Uncoated grade, value of v, is valid for this grade

2 Mpu ncrnonb3oBaHUM anbTepHaTUBHOrO crnasa LW610 (HEMoKpbITbIi) Ve CHU3UTL Ha 30%
Use alternatively LW610 (uncoated) and reduce v by 30 %

3 O6paboTka ¢ COX
When using liquid coolants
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TexHn4eckune pekomeHpauum
Technical hints

TpexcTopoHHee (hpe3epoBaHue
Three side cutting

®dopmynbl gns paccyeTta
Calculating formulas

N
LMT+ FETTE
e’

Kat Ne Zest
Cat.-No.
SMN90 | Z/2

COOTHOLLEHNE MEeXAY 3HAYEHNEM TONLUMHBLI CTRYXXKK hpy,
1 nopadeii Ha 3y6 f,

Relationship between mean chip thickness hp,

and feed per tooth f,

MpegnoyTuTensHO NonyTHOe pe3epoBaHne
Preferably climb milling

YacTtoTa BpalyeHus
Speed

o = Ve~ 1000 fy
B Tt'd1

Ve Tabnuua Ha cTp. Page A.218

MuHyTHas nopga4a
Feed rate

vi=f,-z-n

f, Tabnuua Ha cTp. Page A.218

O6GbeM CHUMAEeMOWN CTPYKKUN
Chip volume

Qe " Ap " Vf

Q= 4000

f, Tabnuua Ha cTp. Page A.218
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CMeHHble naacTuHbI
Indexable inserts

A.222 1SO cuctema o603Ha4yeHus gns cpesepHbIX CMEHHbIX NAACTUH
ISO Designation system for indexable inserts for milling

A.224 ®pe3epHble cnnasbl
Milling grades

A.226 CmeHHble NNacTuHbI
System indexable inserts

A.226 AD.../AP...

A.230 CC...

A.230 LN...

A.233 OC.../ON..

A.234 RC.../RD...

A.237 SA.../SE.../SN...

A.241 SP...

A.242 TC.../TP...

A.243 VC.../VP...

A.243 XC.../XP.../XO...

A.245 11..

A.246 CmeHHble NnacTUHbI AN 06paboTku npecc-opm U WTaMnos
Mold and die making indexable inserts

A.246 CP...

A.247 RD...

A.248 WPB...

A.254 WPR...

A.261 WPS...

A.262 WPT...

A.263 WPV...

A.265 WRT...

A.266 R...

A.267 1SO CmeHHble NacCTUHbI
ISO Indexable inserts

A.267 AP...

A.268 HN...

A.268 LD.../LP...

A.269 OD.../OF...

A.270 SC.../SD.../SE.../SP...

A.275 TN../TP...

A276 XP...
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Cuctema 0603Ha4YeHUss CMeHHbIX niacTuH no ISO Vo N
ISO indexable insert designation LMT- FETTE
e’
S N K X 12
dopma 3agHuin yron To4HOCTb CTpy>KOsioM, TUM [OnvHa pexylien
nnacTuHbI Clearence angle Tolerances KpernieHns KPOMKU
Insert shape Chip breaker, clamp type _Cutting edge length
m s d A |
A D 85° A +0,005 +0,025 +0,025 @;@ 06 6,350
© +0,013 +0,025 +0,025 07 7,938
D - E +0,025 +0,025 +0,025 B (70° - 90°) 09 9,525
B 82° : F +0,005 +0,025 +0,013 11 11,000
I — G +0,025 +0,13 +0,025 @"% 12 12,700
H +0,013 +0,025 +0,013 15 U
© Q o J | %0005 0025 | cwseeTabn.4 C (7077907 10 16,500
T K +0,013 +0,025 om. see Tabn. 4 @ﬁ;@ 19 L
22 22,000
D Q 550 L +0,025 +0,025 cm. see Tabn. 4 25 25400
M | cm.see Tabn. 5 @ +0,13 cm. see Tabn. 4 F 31 31,750
N | o see Ta6n.5 | +0,025 | cw.see Ta6n. 4 7////////'/ 38 38.100
E Q 75° O U | om.see Tabn. 5 | +0,13 cwm. see Tabn. 4 = o
Tab6n. 4 d G
d J, K L M u
H O 120° A 3° ot Ao %:::@
over up to H (70° - 90°)
3,9 10,0 +0,05 +0,08
K Q 55° B 5° 10,0 15,0 +0,08 +0,13
15,0 20,0 +0,10 +0,18
. |:| . 2o 20,0 26,0 +0,13 +0,25 J) (70°-90°)
26,0 32,0 +0,15 +0,25
M Q 86° D 15° d M. N v v
oT no
over up to %:::%
o O 135° E o0° 3,9 10,0 +0,08 +0,13 5
10,0 15,0 +0,13 +0,20 V////////j
15,0 20,0 +0,15 +0,27 <
P Q 108° F 25° 20,0 26,0 +0,18 +0,38 Q (40° - 60°
26,0 32,0 +0,20 +0,38

R O - @ 30°

ik
0D 0y o oo m P

90° N 0°

[]

T (40° - 60°

BrnivicaHHas OKpy>XHOCTb, HEYETHOE KOJ-BO
KPOMOK

Corner rounding uneven number of sides
m

-1
Q \ /d// BricaHHasi OKpY>XKHOCTb, U (40° - 60°)
i 35° O 5 YeTHOE KON-BO KPOMOK

60° P 11°

i

Corner rounding,
even number rgnf sides

80° \p W (40° - 60°)

i

i

X cneuyuansHoe
MCMOJIHEHME MO YepTexy
with special
feature acc.
to drawing

() Yron onsa ronosku suHTa Cone angle for screw
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) Paamepsbl B MM Dimensions in mm

Cuctema 0603Ha4eHns cMeHHbIX nnactuH no ISO 1832.2 DIN 4987

Indexable insert designation
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Cuncrema 0603Ha4eHNA CMEHHbIX nnacTuH no ISO Vam N e
ISO indexable insert designation LMT- FETTE S
) =
=
i
=
M
05 AN E N -TR
TonwwmHa Yron npu BepLuviHe dopma cKpyriaeHus HanpasneHve LMT-CtaHpgapt 2
Thickness Cutting edge corner  pexyLlen Kpomku') pesarus’) LMT-Standard 2
Cutting edge type?” Direction of cut) 2
[N paguycH. NAacTuH R TR FeomeTpus c $
For radius inserts Geometry 5=
CF CTpy>XKoJioM § ;
F Chip breaker §.§
T LLnpokas cacka
bevelled cutting edge
7, Z
4 T YepHoBasi reomeTpus
s r Npv BepLvHe Heavy duty roughing geometry
Corner radius-r ocTpas Kpomka Mpasoe ALC Al-reomeTpus
S 00 | ocTpas KpomKa sharp-edged RH cut only Al geometry
02 2,38 sharp-edged ALM | Al-reomeTpus ans npecc-popm
03 3,18 02 02 L Al geometry die and mould
T3 3,97 04 04 BM [eomeTpusa ansa Hep>xas. cTanu
04 4,76 08 |08 E Geometry for stainless
05 5,56 12 1,2 BP BbicokonpounssoguTen. gns ctanm
06 6.35 16 [1.6 High performance geometry for steel ]
) ) H
07 7,94 20 2,0 2 §
[T
08 8,00 nT.4. etc. _ TS ﬁg
09 9,52 [ns nnacTvH ¢ dackoi oG TNesoe Mpumep: § c
TopL. hpesepoBaHne LH cut onl a8
For chamfered Y S NK X 12 05 AN E N-TR
insert face milling T T T T —‘7 —‘7 T [ [
T N 1234 5 6 7 8 9 10
1 ®opwma KBagpart
2 3apHui yron 0°
o
Yron chacku 3almTHas hacka % 3 TouHocTb e 100602153 g 2
i chamfered S, 5
Setting angle r d+013 F e
Xr 4 CTpy>XKOSioM cneumnanbHoe
A | 45° [MpaBoe n nesoe .
D | 60° RH and LH cut
s 5 [OnuHa KpOMKMK 12,7
E |75° 6 TonwmHa 5,56
F |85 1) 311 GyKBbI MOTYT 7 BeplwuHa 45° dacka o
P90 OTCYTCTBOBaTb B 8 Kpowmka CKpyrneHHas E
. g o
Z  Cneu. Special 0603HaveHnN. 9 Hanpasnenne nesoe 1 npasoe §§
3agHuin yron " The use of these pesaHms S5
acka 1 CKpyrieHue f | i
TS WS, chamfered gr{d reference letters is 10 CobcTBeHHoe TR = reomeTpusi
GpEEEpRER left open. 0603HaveHne
Clearance < rounded
of face milling
edge O g
A |3 Example: 2
]
B |5° S 1 Basic form square Eo
c |7 2 Clearance angle  0° §§
D 15° 3 Tolerances m + 0.013 S
E | 20° s + 0.025
F o250 nBoliHas dacka d+0.13
G 30° Gl e 4 Fixing with special
N |0° Cutting face feature acc.
to drawing g2
P 5 Length of 12.7 g2
7 CneuvanbHas e;? Od : §”§,
Special P Cutiing eqge &
6 Thickness 5.56 B S
Kpyrnble nnacr., - = aF
Mo MeTPnteckue 7 Cutting edge 45° chamfer
Round insert COlnEh
metric N 8 Cutting edge rounded
ABOKAA (acka 9 Direction of cut right- and lefthand
Kpyrnble nnact.,  CKPYrneHHas
IOAMOBbIE double chamfered 10 Internal TR=
00 Round insert and rounded designation Geometry
Inch

OcHacTka
Clamping

MpunoxeHus
Attachment



®dpesepHblie cnnasbl P N
Milling grades LMT-TOOLS
W’

CnnaB [Avana3oH npumeHeHUst Mpynna matepuanos
Grade Application range Material group
M S H
g % % =
05 15 25 35 45 g 2 g g Iss
01 10 20 30 ‘ 40 50 35° gfz: 98
‘ IG6h XE52F 8¢5
————— "
LC235T
‘ O
e o
LC230E
O
— "
LC280QN
O
— n
LC240Q O
O
|
LC240N ‘ u
e e .
LC225T
| |
LW225 * L
LC630Q
— O
LCM40M — |
LC444W |
LCM44M — |
LC430T |
LC615E S u
LCK10M e u
LCK15M i "
Hannywee B [lepBbIit BbIGOP
npuMeHeHne . . .
Application peak 01 10 20 30 40 50 Main application
05 15 25 35 45 O [Opyroe npumeHeHne
Q Further applications
MonHbI arana3oH npumeHenus no 1ISO 513
Full range to ISO 513
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®dpesepHble cnnasbl Vam =
Milling grades LMT-TOOLS ic
W’ -3
as
€=
CnnaB [Avana3oH npumeHeHUst Mpynna matepuanos
Grade Application range Material group "
M s H 3
g % % - %
05 15 25 35 45 2 g & s |55 3
T 8 282 os® =k
01 10 20 30 40 50 28c 98e8g g68E o<
P § S5% 363 o=
T ow O E|l M=xT g g;
¢ - 8=
LCKP28M O
* -
i — O
LC730Z * O
: |
‘ u
LCHK10M H
=
— §:
LCH33M u Qg
[ NG
T -
Lce10Z e — g
O
g o
LW610 * m
.
LcetoT e — B
— - 85
LW730
|
LW630 i . £
E o
] 3=
BN
|
DP u o
2
Haunydwee B [epBblii BbIGOP §§
Anplication peak 01 10 20 30 40 50 Main application gg
05 15 25 35 45 O [pyroe npumeHeHne .
Further applications
MonHbI aranasoH npumexeHus no 1ISO 513
Full range to ISO 513
85
www.itmash.ru A.225
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMTe. FETTE
) —g
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
Kpowor g8ER5335853-58y
N = Number of Kop LMT ssssgggéggggsgg KaT. Ne
cutting edges LMT-Code | d s dy | r [2|3|aja/alala|a|a|a/a|a|a|d|a| Cat.-No.
' ADHX 060202 6,35| 4,76 | 2,38 | 2 0,2 9 I EMU90 IK
{15° 0 FR-ALC S8
= ZEn" Z © Y
%—- Id =4 2
| = QZ
] s
!rl
N=2
. ADHX 090308 | 9,52 5,56 | 3,18 | 2,8 | 0,8 3 3 EMU90 IK
(15° FR-ALC S |3
° © -
@)=l S| |&
I S| ADHX 090312 9,52 5,56 3,18 1 2,8 1,2 3 3
FR-ALC S pi
© —
o o
- ~
ADHX 090316 | 9,52 5,56 | 3,18 2,8 1,6 3 =
FR-ALC S 3
© -
IS
N=2
. 3 ADHX 120408 12,7 | 7,4 | 4,76 | 3,4 0,8 NS i EMU90 IK
v 15 FR-ALC 3 |9 FMU90 IK
OORH e 8 |5
7 ! — ~
;.J -S| ADHX 120412 12,7 | 7,4 | 476 | 3,4 1,2 I o
FR-ALC S 3
© -
o o
- N~
ADHX 120416 12,7 | 7,4 | 476 | 3,4 | 1,6 3 ®
FR-ALC S |3
© -
IS
N=2
ADHX 120420 12,7 | 7,4 | 476 | 3,4 |2 2 A
FR-TR s 3
© -
o o
- ~
M = Meps.biii BbIGOP First choice ‘ M ‘
[0 = AnbtepHatuBa Alternative _
OnuncaHne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 ™ ™ N
Description/Designation of grades and ISO-Code starting page A.222 s
H
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
) —g
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s s For cutter
=
coowox 2gcEr8iigsz oy
N = Number of Kop LMT ssssgggéggggsgg Kat. Ne
cutting edges LMT-Code | d s dy | r [2|d|aja/alala|a|a|a/a|a|a|d|a| Cat.-No.
ADHX 170508 17,5 | 9,62 5,6 3,8 0,8 3 ? EMU90 IK
Y 15 l FR-ALC S |8 FMU90 IK
~— o
(D) SN
| ADHX 170512 17,5 1 9,62 56 [3,8| 1,2 3 g
FR-ALC 5 3
S o
~ ~
ADHX 170516 17,5 | 9,62 56 3,8 1,6 P> 3
FR-ALC S &
S o
N=2 ~ ~
ADHX 170520 17,5 19,62 56 3,82 3 <
FR-ALC X 3
S o
N~ N~
ADHX 170530 (17,5 | 9,62 5,6 | 3,8 3" b g
FR-ALC 3 &
S| o
N~ ~
ADHX 170540 (17,5 | 9,62 5,6 | 3,8 4" 3 S
FR-ALC 2 o
S o
N~ N~
' ADKX 060202 6,35| 4,76 | 2,38 | 2 0,2 g b EMU90 IK
15° SR 8 8
A g g
-r——iH—d Id1 — —
Z | % ADKX 060204 6,35 4,76 | 2,38 | 2 0,4 2 5
- — SR S S
(o] [{e}
o o
ADKX 090304 9,62 5,56 | 3,18 2,8 0,4 3 2 5 EMU90 IK
} 15° SR-TR S s S
00~ © < ©
@illR=Es 2 S
[RoxS 9
| ‘ s ADKX 090308 9,52 | 5,56 | 3,18 | 2,8 0,8 3 288 Q
SR-TR 2 | 3322 g
o o o o o
- [ N ~—
ADKX 090312 9,562 5,56 3,18 2,8 1,2 2 B b ps
SR-TR % 919 % S
3 883 8
N=2 — N~~~ -
ADKX 090316 9,62 5,56 | 3,18 2,8 1,6 3 RIS g
o o o g o
- [ S ~—
u O P
M = Mepsbiii BuIGOp First choice 2 Tonbko ¢ ALC reomeTpueit O HE \ M \
[J = AnbtepHatuBa Alternative only with ALC geometry = =
OnuncaHune/HasHaveHune cnnasos 1 kofos ISO Ha cTp. A.222 %) ™

Description/Designation of grades and ISO-Code starting page A.222

) Ona nnactuH ¢ paguycom r > 2 Heo6xoavma gopaboTka Kopryca (hpesbi.
From corner radius r > 2, subsequent machining must be carried out on the

plate in the corner area.

ImZI
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CMeHHbIe NAacTUHbI P N
Indexable inserts LMT- FETTE
W’

Pexywuit matepuan
Cutting materials

UpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx b4 s's For cutter
=
coowox 285EEE8ideszony
N = Number of Koa LMT 888883555888§58 KaT. Ne
cutting edges LMT-Code | d s d, r |d|aldalaalaldlaldlaladldladl Cat.-No.
ADKX 120408 12,7 | 7,4 | 4,76 3,4 0,8 4 31818 NG EMU90 IK
SR-TR S 19 % S FMU90 IK
© 0w < ©
=} oo o =}
— [ A ~—
ADKX 120412 12,7 | 7,4 1 4,76 3,4 1,2 2 518 ©
SR-TR 8 S98 |8
© 0 W0 < ©
o oo o =}
- [ A -
ADKX 120416 12,7 | 7,4 | 4,76 3,4 1,6 2 21218 o
SR-TR S 9% |8
© 0 W0 < ©
& SRR 2
N=2
ADKX 120420 | 12,7 | 7,4 | 4,76 3,4 |2 3 SIS8 8
SR-TR S §9% |8
© 0w < ©
=} oo o =}
— [ R —
ADKX 120440 12,7 | 7,4 | 4,76 | 3,4 | 4V g
SR-TR N
)
N~
ADKX 170508 | 17,5 /9,62 5,6 |3,8 0,8 2 ® DN S EMU90 IK
SR-TR °N’ 3 o S FMU90 IK
¥ 3 S T
N N N~ N
ADKX 170512 17,56 9,62 56 3,8 1,2 S 2 B3B8 83
SR-TR Q8 995 9
— - 0w < -
< < oo o <
N [a\] N~~~ (&Y
ADKX 170516 17,5 9,62 56 3,8 1,6 > S L1212 8
SR-TR & 8 $9% 8
— — 0 0 < —
I3 BRR 3
N=2
ADKX 170520 ' 17,5 9,62 56 | 3,8 2 8 P 51818 5
SR-TR & 8 998 g
— — 0 W < —
< < o o o <
N [\ N~~~ N
ADKX 170532 17,5/ 9,62 | 56 | 3,8 | 3,2V ? 218
SR-TR IR
- Toglite}
< oo
[aV] ~ I~
L] | O P
B =Mepsbiii BLIGOP First choice 0 H E M
[J = AnbtepHatuBa Alternative 0 m ] K
OnuncaHne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 0O s
) [Ins nnacTuH ¢ pagnmycom r > 2 Heobxoamma gopaboTka kopryca dpesbi. H

From corner radius r > 2, subsequent machining must be carried out on the
plate in the corner area.
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CMeHHble NNacTUHbI Yam
Indexable inserts LMTe. FETTE
W’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx 4 For cutter
cponox HEHERREHEHERERSE
0T IO S T - =}
N = Number of Kop LMT 888885533588§§8 KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|aja/alalaja|a|aa|a|a|aJjal Cat.-No.
; i ADKX 0903 9,52 6,35 2,87 2,804 S 8 EMU90
o 15 PESR-BP 3 2 ERU90
d| -Hy la,  1196-87 S 8
I S ADKX 1103 11,1 | 7,94 3,18 3,4 0,5 el o
PESR-BP 318 3
1196-88 8 8 8
ADKX 12T3PE 12,7 | 9,52 | 3,97 4 0,6 © @ ERU90
1196-89 3 3 FMU90
3 3 FRU90
N=2 T T
50 ADMX 090304 ER| 9,52 | 6,35 | 2,87 | 2,8 | 0,4 q EMU90
i r15° 1196-81 § ERU90
f\\l d d 2
\LJ 1
| / ADMX 110305 ER 11,1 | 7,94 3,18 3,4 0,5 ?
T 1196-83 8
3
a ADMX 12T306 ER 12,7 | 9,52 | 3,97 | 4 0,6 9 2 ERU90
1196-85 8 8 FMU90
3 3 FRU90
N=2 T T
APKT 1003 10,96 66 35 2,8 05 R 2T EMH90
PDSR-BM QU 2L FMH90
33 8 8
APKT 1604 17,3 | 9,52 5,26 4,5 0,8 q EMH90
PDSR-BM 2 FMH90
§ MMH90
APKT 1604 17,3 | 9,52 5,26 4,5 0,8 ~5 3 w EMH90
PDSR-BP 2R 2 2 FMH90
83 S S MMH90
N=2
umm O N
B = Mepseii BLIGOP First choice Oololo HE ‘ M ‘
[J = AnbTepHatusa Alternative = _
OnucaHne/HasHaveHve cnnaeos 1 kofos ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 oo s
H

www.itmash.ru
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KoHuesblie ¢pesbl
Milling with end mills
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMTe. FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z E s s For cutter
=
Kpowor g8EEEs833535288
N = Number of Koa LMT 888888553588§88 KaT. Ne
cutting edges LMT-Code | d s dy [b/r|a|a|alalaldla aaaladddlaal Cat.-No.
10° CCHX 080203 | 7,94 7,94 | 2,78 | 3,4 0,3 9 ESP90
T 70 1196-44 S
©
=T =)
i
CCHX 090304 | 9,52 | 9,52 | 3,18 4,4 04 P
/\|/ s] 1196-54 2
- - ©
o
-~ =
N=2
CCMT 060204 6,35 | 6,35 | 2,38 2,8 04 > Y ESP90
1196-36 S S EBT
© ©
o o
CCMT 080308 @ 7,94 | 7,94 | 3,18 3,4 0,8 3 8
1196-46 > 3
(o] (o]
o o
CCMT 09T308 @ 9,52 | 9,52 | 3,97 4,4 0,8 ®
1196-56 3
N~
2
N=2
CCMT 120408 12,7 |12,7 4,76 1 5,5 0,8 N ESP90
1196-66 N
N~
o
~
. LNHQ 0904 9,525 9,525 4,76 3 2667
° 2695
| O S
Y%
LNHQ 1206 [12,7 12,7 6,35 5,8 0,4 el i 3
d ® = N o [}
0 o O ® [te)
SakeiE=Ik=] <
™M O~ A [s¢]
ISARSRIR I\
N=8
CCICIC O P
M = Meps.biii BbIGOP First choice olo ‘ M ‘
[0 = AnbtepHatuBa Alternative 0 ™ _
OnuncaHne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 0O O s
H
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CMeHHble NNacTUHbI N e
Indexable inserts LMT- FETTE i
) 85
as
e
€=
Pexywuit matepuan
Cutting materials "
UpeHT. Ne Ident. No. Ansa cdpesbl %
N = Yucno pexywmx z Ess For cutter 2
= 8
<powo g8ERE853358583.
N = Number of Koa LMT ssssggggggggggg KaT. Ne 5=
cutting edges LMT-Code | d s | dy | b/klal3a|3a|a|3a|3/a|a|3 3|33 cat-No. o
b x 45° LNHX 1206 12,7 14,3 6,35 5,5/0,78 I~y e 9 —| 2667 &3
1 1185-11 RIS 3 & 2695
§3e8 3 8
f% | AN OO N —
N\
LNHX 1906 |19,05 | 14,3 6,35 5,5 0,78 SIS b 3
1185-31 RIS S »
d O~ © M © ™
2988 38
NN OO [aV] —
LNHX 2505 |25,4 14,3 |5 55 1,1 T 582 I 5
1185-32 SR g ®
— QN W o - [aV]
==Y < o
AT oo Y <
LNHX 1207 15,88 12,7 | 7,94 5,4 1,65 Qg © © 2667 2
1185-15 FARIE & & 2695 g
o o o © © -3
O - N o o 22
Ao o = - 3:
g°
&8
2 o
LNHX 1402 14,29 11,11 | 2,8 4,5 /0,25 3 SMN90 §§
1185-50 S
[(e]
o
LNHX 1403 14,29 11,11 | 3,3 1 4,5/0,3 8
1185-51 QN
©
2 ]
LNHX 1404 (14,29 11,11 43 4,504 5 §=§
1185-52 8 o0
[{e]
o
N=4 T
LNHX 1405 14,29 11,11 |53 | 4,5/0,5 3
1185-53 N 3
[(e] ©
S s
LNHX 1402 (14,29 11,11 | 2,8 4,5 /0,25 5 NS SMN90 §§
1185-55 Q ° °r
[{e] [{e]
o o
LNHX 1403 14,29 11,11 | 3,3 1 4,5/0,3 b
1185-56 o .
© g
o §2
N=4
CJCICIE] O P
M = Mepsbiii BLIGOP First choice 0O ‘ M ‘
[J = AnbTepHaTtuBa Alternative 0 0 ™ _
OnucaHne/HasHadveHune cnnasoB 1 kofos ISO Ha cTp. A.222 1 N LR
Description/Designation of grades and ISO-Code starting page A.222 55
O/o S gg
H 00

www.itmash.ru A.231

MpunoxeHus
Attachment



CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
W’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z E s s For cutter
=
rpomox 8S5RE55833885283.
N = Number of Kop LMT 8888885535888§§ KaT. Ne
cutting edges LMT-Code | d s dy |b/r [a|ad|aaalalalalalaalaladldalal Cat.-No.
LNHX 1404 14,29 11,11 43 | 4,5 0,4 pa SMN90
1185-57 o
©
=}
LNHX 1405 14,29 11,11/ 5,3 | 4,56 0,5 g
1185-58 N
©
=}
LNHX 1906 19,05 /14,3 | 6,35 | 58 - 3gI5© > 2667
1185-35 5o & 2695
©| o o ©
o - N =}
- oo -
LNHX 2505 25,4 (14,3 |5 55| - e =
1185-33 58
Sdk=1k=!
™M~ A
o o
LNKU 1206 12,7 12,7 16,35 |58 - R 2667
~ 2695
o
<]
~
LNMX 1906TR |[19,05| 14,3 | 6,35 5,8 0,75 ot g e B R & 2667
ol o o o2} o2}
T893 8 8|8
A ADAEN < <
[SERSARIR-Y N Y
N=4
JCICIC O [
B = Neps.biit BoIGOp First choice olo ‘ M ‘
[J = AnbtepHatuBa Alternative 0 ™
OnuncaHune/HasHaveHune cnnasos 1 kofos ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 oo O s
H
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CMeHHble NNacTUHbI N e
Indexable inserts LMTe. FETTE §c
~
as
iZ
€=
Pexywuit matepuan
Cutting materials Y
UpeHT. Ne Ident. No. Ansa cdpesbl g
N = Yucno pexywmx z For cutter 2
K GokrkrrrZ22320k N S
pOoMOK S 0o WWooFgyIT2oog8an =9
O Y T AN® ST AV IE RN =3 EE
N = Number of Kop LMT 888883553588§§8 KaT. Ne 5=
cutting edges LMT-Code | d s d4 r ([ ajadldlalalaldlaladalaalalal Cat.-No. ;;
20° OCKX 0505 12 12 5,56 4,4 0,5 |Q 3 Ssl8 FCT45 &3
- AD-TR N AR
o7l o 0 <+ O|w
o o o o o
Q2 N ~ - NN =
SCINe d;
DS
d s
OCKX 0606 16 | 16 6,35 | 5,8 05 X IS P58 FCTXX %
AD-TR N 2IN 21512 MCT45 8
o toli=) <t O W o
o o o o o o b
~ -~ N K - 2=
Se
OCKX 0606 16 | 16 6,35 5805 Y S i 58
AD-TRT N & =4
o < w0
o o o
~ ~ -
2 (=3
ONGU 0505 - 12,7 | 556 4,4 2 I~ S 3 FMN45 s
ANEN 2|8 2 13
[ToRNTe] < w0
o o o o
- N~ —
ONGU 0505 - 12,7 | 5,56 4,4 2 @©
ANEN-SL S
Yo} )
o H
~— gg
ONGU 0606 - 16 6,35 6,3 |2 I|e R ® 85
ANEN =3 AL
[ToRNTe} < 1o
o o o o
- - ~ —
ONGU 0606 - 16 6,35 6,3 |2 © 9
ANEN-SL g 2
N =16 (ANEN) & g o
N = 8 (ANEN-SL) A "é?é;
m (mm [Ji= P 9
M = Meps.biii BbIGOP First choice 0O olo 0O ‘ M ‘
[0 = AnbtepHatuBa Alternative ™ ™
OnuncaHne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H is
8%
85
www.itmash.ru A.233
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Attachment



CMeHHble NNacTUHbI Yam
Indexable inserts LMTe. FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
Kpowor g8EEE5833535828
N = Number of Kop LMT 8888835535888§8 KaT. Ne
cutting edges LMT-Code d s d4 || d|d|d|d|d|d|d|d|d|d|d] ] d| Cat.-No.
o0 RCHX 05T1 MO 5 11,98 | 2,1 § § ECT
'7\ 1195-02 Irs) [te}
( wn wn
7° o o
? | o1
RCHX 0702 MO 7 12,78 2,8 Q =
d s 1195-07 > 2
(o] wn
o w0
- o
RCHX 0803 MO 8 | 3,18 3,4 P >
1195-03 3 &
© ©
o o
N = B 3aBucumoctn ot | RCHX 10T3 MO 10 3,97 4,4 g 8 v(-f) ECT
rny6uHbl 06paboTK 1195-04 3 3 2 FCT
. © [(e] Yo
depending on o o 9
depth of —
positioning RCHX 1205 MO 12 | 5,56 | 5,2 0 Ny =
1195-13 2 2 2
(o] (o] Lo
o o Yo
= — o
RCHX 1606 MO 16 | 6,35 5,8 @ R ® FCT
1195-14 s 3 2 MCT
(o] © Lo
o o Yo
— — o
RCHX 1205 12 | 5,56 5,2 @ I ECT
MO-TR & 3 FCT
1195-13 TR S 8
RCHX 1606 16 | 6,35 5,2 85 FCT
MO-TR A MCT
1195-14 TR 88
N = B 3aBUCMMOCTU OT
rny6uHbl 06paboTKu
depending on
depth of
positioning
CIC O C
B = MNeps.biii BLIGOP First choice olo ‘ M ‘
[J = AnbtepHatuBa Alternative - 0O
OnucaHne/HasHaveHune cnnasoB 1 kofoBs ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 oo s
1) FeomeTpust pexxyLuein KpoMku Tun G ™ H

Cutting edge design type G

A.234
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx b4 - For cutter
=
coowox 2g5EEEEEieso
N = Number of Kog LMT ssssgggg%ggggag Kat. Ne
cutting edges LMT-Code d s d4 || d|d|d|d|d| | d|d|d|d|d]|d]d| Cat.-No.
230 RCHX 0803 8 3,18 34 > ECT
1 MO-T 2
L r 9
7ok 1195-03 T S
: 4t d
; 11 RCHX 10T3 10 | 3,97 4,4 3 ECT
MO-T 3 FCT
d s 1195-04 T S
RCHX 1205 12 | 5,56 | 5,2 3
MO-T 3
1195-13 T ]
RCHX 1205 12 | 5,56 | 5,2 3
N = B 3aBUCUMOCTU OT MO-T 3
rnybuHbl 06paboTKn ~ ©
depending on depth 1195-23 =4
of positioning RCHX 1606 16 | 6,35 5,8 ] S FCT
MO-T 3 3 MCT
1195-24 ] S
- [aV)
RCMX 1205 12 | 5,56 | 5,2 Q ECT
MO-T & FCT
1195-27 ]
23 RCKT 0803 8 3,18 34 ) ECT
'7\ MO-TT N
N~
7° o
; d I ~
i ! RCKT 10T3 10 | 3,97 | 4,4 3 ECT
MO-TT N FCT
d S N~
— o
~
N = B 3aBucUMoCT; OT
rny6rHbl 06paboTKn
depending on depth
of positioning
230 RCKT 1205 12 | 5,56 | 5,2 3 ECT
r MO-TT S FCT
N~
R
Hisl
RCKX 1606 16 | 6,35 | 5,8 3 ECT
s MO-TR ‘E FCT
o
~
N = B 3aBucUMOCT; OT
rny6rHbl 06paboTKu
depending on depth
of positioning
m (= O INEREN
B = Mepsebiii BbIGop First choice O O ‘ M ‘
[0 = AnbtepHatuBa Alternative =
Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
www.itmash.ru A.235

KoHuesblie ¢pesbl
Milling with end mills
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMTe. FETTE
e’
Pexywuit matepuan
Cutting materials
UpeHT. Ne Ident. No. Ansa cdpesbl
N = Yucno pexyuwmx =z E s s For cutter
=
cpowor AR
N = Number of Kop LMT ssssggggggggggg KaT. Ne
cutting edges LMT-Code d s d4 || d|d|d|d|d|d|d|d|d|d|d| ) d| Cat.-No.
o0 RCKX 1205 12 | 5,56 | 4,4 <) I L1Ze FCTXX
,7\ MO-TR N S 2INID FCT 45
8 8 3388 MCT45
N~ - NN~
T g
d I ! RCKX 1606 16 | 6,35 | 5,8 g BN L33
MO-TR NEEEEN RN D
S o © o < O ©
! o o o o o o
N~ — N~ [ S
RCKX 1606 16 | 6,35 | 5,8 S 3 5 3
MO-TRT N N IS >
=} o <t ©
SIS S
N=8
RDHX 0501 MO 5 15 2 8 3 o ECZ
1195-01 3 2 s
w0 w0 Yo
o o Yo
— — o
RDHX 0702 MO 7 1238 27 ~ o =
1195-09 38 3 2
w0 w0 Lo
o o Yo
= = o
RDHW 0802 MO 8 2,38 28 N by %
1195-15 2 8 =
© © Lo
o o Yo
— — o
N = B 3aBUCMMOCTU OT -
rny6uHbLI 06paBoTKM RDHW 1003 MO 10 | 3,18 | 3,8 ® RS
depending on 1195-25 s R |5R
depth of 8 8 S i3
positioning \ - -2
RDHW 12T3 MO 12 | 3,97 | 5 A} 9 g5 ECZ
1195-35 8 ® 5 R FCZ
© © N~
o o o n
— — — O
RDHX 12T3 MO 12 | 3,97 | 3,8 3 2 =
1195-36 ) S 2
N~ N~ [Te)
o o w0
- — o
RDHW 1604 MO 16 | 4,76 | 5,2 © N Sl
1195-45 2 S |5
© © ~ |0
o o o
— — - o
m (mm [Ji= P
M = Meps.biii BbIGOP First choice 0O olo 0O ‘ M ‘
[0 = AnbtepHatuBa Alternative u ™ 0 _
OnuncaHne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
1) FeomeTpust pexxyLuein Kpomku Tun G ] H

Cutting edge design type G
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CMeHHble NNacTUHbI N e
Indexable inserts LMT- FETTE S
g €5
as
iZ
€=
Pexywuit matepuan
Cutting materials Y
UpeHT. Ne Ident. No. Ansa cdpesbl g
N = Yucno pexywmx Z For cutter °
K Go0krkrr22L320kr« S
P 2/2/218/3/813/8/1322/2/2/8|2
N = Number of Kop LMT ssssggggggggggg KaT. Ne 5=
cutting edges LMT-Code | d s d4 r ([ ajaddlalalaldlaldalaalalal Cat.-No. ;;
130 RDKT 0702 - 7 1238 27 - |8 ECZ 83
MO-TT N
~
o
: N~
‘ RDKT 0802 - 8 1238 28| - |5
d MO-TT N
N~
o
N~
RDKT 1003 - 10 3,18 38| - |§
MO-TT N
N~
o
N~
N RDKT 12T3 - 12 1397 |5 - 13 ECZ H
= B 3aBNCUMOCTU OT MO-TT < FCz §
rny6uHbl 06paboTKM 5 §o
depending on ~ g5
dep.ttr.‘ of RDKT 1604 | - | 16 476 52 - o 38
positioning MO-TT S
N~
o
N~
RDKX 12T3 - 12 1397 38| -
MO-TT N
~
R e
15° SAHT 1005 10 10 5,56 | 4,4 0,8 © SlYIgILle R s
AAER R 5588 R o
[e2) o o T O o o
— AN O O [aY)
d [e2) DN NO (o2}
’
SAHT 1306 13,5 [13,5 | 6,35 | 5,5|0,8 = o888 5R NI
s AA EN g RN o
w0 o o ¥ O w o o
o A NO O o N H
— Do~ N~ (e} g
&s
N=4
(I [JI= P 3
B = Nepsbiii BeIGOP First choice O O EE O ‘ M ‘ 8
[ = AnbTepHatuBa Alternative = = g,
Onuncanune/HasHaveHune cnnasos u kogos I1ISO Ha cTp. A.222 ™ N §§
Description/Designation of grades and ISO-Code starting page A.222 O O s o
H
85
www.itmash.ru A.237
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Attachment



CMeHHbIe NAacTUHbI /|
Indexable inserts LMTe. FETTE
) —g
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx 4 For cutter
K pexy GokrkrESe2rZEgra,N
poMoK o owI JooTeLococwm
o % Ao T IO -+ T O
N = Number of Kop LMT ssssggggggggggg Kat. Ne
cutting edges LMT-Code | d s dy |b/r [a|ad|aaalalaladlalaalaladldalal Cat.-No.
00 SEHT 1204 12,7 |12,7 | 4,76 |55 - 3 5 FMH45B
- ! AFFN-ALC Bl|g MMH45B
4 (o] ©
a| 0D o o |2
%
S
N=4
200 SEHT 1204 12,7 |12,7 | 4,76 | 55 - R FMH45B
7 ~\ '\ AFSN-BM 10 MMH45B
ok g
d \/ d1 —
N )
ls
N=4
( 20° SEKN 1203 12,7 | 12,7 /318 - |14 N 3 FMH45
VR AFEN NS N
(o] [(e}
i o |2
N
i s SEKN 1203 12,7 1 12,7 3,18 - |14 TS 3G
- b AFSN N 2R
© | © ©|©
o o oo
SEKN 1204 12,7 1 12,7 4,76 - |14 0 g FMH45A
AFEN NI N
[{e] [(e}
o o
N=4 - -
SEKN 1204 12,7 | 12,7 4,76 - |14 2y 3
AFSN N NS
© | © ©
o o o
R SEKR 1203 12,7 1 12,7 /3,18 - |14 Q FMH45
2 AFSN S
wn
d ? E \ g
s SEKR 1204 12,7 | 12,7 4,76 - |14 g
AFSN B
wn
— o
T -
13 -\-‘ ‘.
N=4
(I O O P
B = Mepebili BbIGOP First choice Y 1onsko ¢ ALC reomeTpuel ojg HENE ‘ M ‘
[ = AnbtepHartusa Alternative only with ALC geometry -
OnucaHne/HasHadveHune cnnasoB 1 kofos ISO Ha cTp. A.222 ) ] N
Description/Designation of grades and ISO-Code starting page A.222 Olo O s
H
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMTe. FETTE
W’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx b4 For cutter
K 00|—u.|—|—§§;|_20|_<
poMOK 2o oco0owe I JF TS ooo
0 ¥ ¢ O AN T O T
N = Number of Kop LMT sssssggggaggggg KaT. Ne
cutting edges LMT-Code | d s dy |b/r |a|d|aaalalaladaaalaldlaal Cat.-No.
20° SEKR 1204 12,7 1 12,7 | 476 | - 1,4 5 FMH45A
—--— AFSN-BM 2
©
o
S
SEKT 1204 12,7 1 12,7 | 476 | 5,5 | - 8 © FMH45B
AFSN N 2 MMH45B
© ©
o o
30° SNHX 1205 12,7 1 12,7 | 556 | 52| 2 @ FMV45
45° b AE IN 0
—— — 1187-18 TR-IN 8
Ik R i
Y/ % o
IRy
SNHX 1205 12,7 1 12,7 | 5,56 | 52| 2 > FMV45
AESN-BM 2
©
o
N=4
[ IEEN
B = Neps.biit BoIGOp First choice O EE ‘ M ‘
[J = AnbtepHatuBa Alternative
OnuncaHune/HasHaveHune cnnasos 1 kofos ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
www.itmash.ru A.239

KoHuesblie ¢pesbl
Milling with end mills
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
<powor SEEEEEEEEEEEEE
N = Number of Kop LMT 88888355335888§ KaT. Ne
cutting edges LMT-Code | d s dy |[b/r [a|ad|aaalalalaalaalaldldaal Cat.-No.
50 b SNKQ 1205 AN | 12,7 | 12,7 | 5,56 | 52 | 2 e 3 FMT45
Z 1187-13 3 Q
—— < 0
TN B el |2
)
N>y
N=38
b 30° SNKU 1205 12,7 12,7 | 556 52 2 | 5022 FMT45
45 A AN-TR Q 322
LT 8 388
— N = -
d (} di
N
| s
30° SNKX 0904 AN | 9,52 9,52| 4,76 | 4,4 1,5 s ™~ EBT
45° b 1187-00 QB Q
[s\RN e} Al
7 [ToRN<e] [Ye)
= w1 S|e &
100 .
N0 = SNKX 0904 | 9,52 952 4,76 4,4 15 Q MMT45
= <~ AN-TT N
-S| ~
o
N~
SNKX 1205 AN (12,7 12,7 | 5,56 | 5,2 2 5 w0 3
1187-10 2 |8 g
w0 0 0
o o o
N - - -
m (m ol [
B = Nepsbiii BeIGOP First choice O O ‘ M ‘
[ = AnbTepHatuBa Alternative = _
Onuncanune/HasHaveHune cnnasos u kogos I1ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O s
H

A.240 www.itmash.ru




CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
KPOMOK HEHEAEEEEEEHERAE
0 ¥ T N M L ANIB DA o
N = Number of Kop LMT 888883553588§§8 KaT. Ne
cutting edges LMT-Code | d s dy |[b/r [a|ad|aaalalalalalaalalalalal Cat.-No.
30° SNKX 1205 AN-T 12,7 (12,7 | 5,44 52 2 3T 3 FMT45
45° b 1187-12 QK Q EBT
[ToaNTe] w0
—— 1 S|e &
1720\ 5 Bl i
O il
| [s]
N=4
a0° SNKX 1205 12,7 12,7 | 5,56 5,2 | 2 323 S FMT45
45° b AN-TR NN N EBT
7 1187-10 TR 33838 3
7 NE 10 Id
S\ 1 SNKX 1205 12,7 12,7 | 556 52 2 |@
AN-TT N
-S| ™~
o
N~
110 SPKN 1203 12,7 (12,7 | 3,18 - - g
EDER 8
(o]
o
20° SPKX 090406 | 9,52| 9,52 | 4,76 | 4,4 0,6 3 X FMT90
; ’7\ 1187-05 3 3
—— 8 3
O
S0 4 SPKX 120508 12,7 12,7 5,56 52 0,8 i~ 2 g | FMT90
— N 1187-15 S & |§ | MMT90
- 3 3 3
N=4
LCICIE O P
B = Neps.biit BoIGOp First choice Olololo ‘ M ‘
[J = AnbtepHatuBa Alternative ™ _
OnuncaHune/HasHaveHune cnnasos 1 kofos ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 ololo s
H
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Milling with end mills

1)
T
@
@
£
@
re}
]
X
o)
°
£
=
2
=)
£
=

c
I
o
o
3
=3
o
3
e

3y6odpesepoBaHne
Gear cutting

ToueHue
Turning

Ceepnenue
Drilling

0O6paboTka pe3bb

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

MpunoxeHus
Attachment



CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
e’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
Kpowor g8EEE5833535828
N = Number of Kop LMT 8888835535888§8 KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|a/a/alala|a|a|a|a|a|a|dJjadl Cat.-No.
SPMT 120408 |12,7 (12,7 | 4,76 5,2 0,8 X 2 Y EFz45
r o
o SN 2 S g
o Yo} ©
[se] o o
N — —
SPMW 120408 (12,7 12,7 | 4,76 | 5,2 | 0,8 ? g 5 EFZ45
> D IE
© © ©
o o o
r TCMT 110202 11 6,35/ 2,4 |28 0,2 3 b 5 EFZ45T11
¢ 1166-00 8 8 N EFZ60T11
T S 8 8 | EFz3oTi6
d C 9 ~ — —
EFZ45T16
‘ I ‘ TCMT 167304 16,5 | 9,52 3,97 4,3 | 0,4 @ S 3 EFZ60T16
1166-10 8 B
N~ w0 Yo}
o o o
‘ N~ — -~
N=3
um O P
B = Nepsbiii BEIGOP First choice Olo ‘ M ‘
[ = AnbtepHatusa Alternative = _
Onuncanne/HasHaveHune cnnasos u kogos I1ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 O s
H
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMTe. FETTE
) —g
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
cpowox 2g5peeEiziesaon
N = Number of Kop LMT 8888835535888§8 KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|a/a/alala|a|a|a|a|a|a|dJjadl Cat.-No.
VCGT 220530 |22,1 (12,7 5,56 55 |3 2 3 EMZ90
7°=VC_ ALM 5 > FMZ90
d 15° = VP_ 3 13
= S |2
@ o] VPGT 160412 (16,6 12,7 | 4,76 44 1,2 o s
s5:5 ALM 5 5
o /s g |8
p ~— ~—
XCKX 1606 16 16 6,35 1 5,8 0,5 s Qe FCT45
ZDR-TR 8 NS MCT45
Yo o wn
o o o
— ~| -
XCNT 070308 7,94/ 7,94 3,18 3,4 08 2 ) ©i~ ECP
EN-TR 3 -~ 33 FCP
J L [e)} [ [e2RNe)]
SANE
=\ XCNT 097312 | 9,52 9,52 397 38 12 g ~ s
00909 ™ ~ ™™
EN-TR © - ©|©
I © - © | ©
— o —
o ~ oo
XCNT 120520 12,7 (12,7 1 556 |52 2 |Q b 58
EN-TR Q ™~ Y
[ee] — 0 | O
> R > o
N=4
m (m |m L]I= P
M = Mepswiii BoIGOp First choice ) ronbko ¢ reometpuen ALM 0 0O ‘ M ‘
[J = AnbtepHartusa Alternative only with ALM geometry 0 Olm _
OnucaHue/HasHavyeHune cnnasos 1 kopos ISO Ha cTp. A.222 0 m ™ N
Description/Designation of grades and ISO-Code starting page A.222
O ] | S
H
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CMeHHbIe NAacTUHbI /|
Indexable inserts LMT- FETTE
W’
Pexywuit matepuan
Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx =z s's For cutter
=
rpomox 2955585332853¢2¢
N = Number of Kop LMT 888888553588§§8 KaT. Ne
cutting edges LMT-Code | d s dy | r [2|d|aja/alalaja|a|aa|a|a|aJjal Cat.-No.
250 XCNT 070308 7,94 794 318 34 08 '8 21518 ECP
o, A SN-TR o R o @
p Y5} < O o
oy E Ree
© J=i
= NES XCNT 097312 9,52/ 9,52 3,97 138 12 & 2185 ECP
s SN-TR o R5s FCP
= 0 < | 0|0
o o|o|o
— Nl -
XCNT 120520 | 12,7 |12,7 | 5,56 | 52 2 S 51818 FCP
SN-TR o R %
0 < |00
& Ree
N=4
XCNW 070308 794/ 7,94 3,18 3,4 08 ¢ 1213 ECP
r
R o . 2d3
() 1o 5 R55
;I—J . XCNW 097312 9,52 9,52/ 3,97 13812 Q 2AF¢
> SN < (S ARSEESY
© N © ©
© <t | 0 | 0
— O~
o ~ o o
XCNW 120520 |12,7 12,7 5,56 | 52 2 p oI9S FCP
SN < o || <
3 583
— ol
o ~ o o
XPHW 070308 - 6,79 | 2,78 | - -8 ey ECP
SR % ©
0 Ite}
=] =}
N=3
250 XOKX 1606 16 16 6,35 5805 | b I AN FCT45
ZD-TR IR SIS
0 [t} 0 [Toglite}
S S| |2 |2 S|e
Qa
e
2003
|
N=4
m (m m mo [
B = Neps.biit BoIGOp First choice O O ‘ M ‘
[J = AnbTepHatusa Alternative = _
OnuncaHune/HasHaveHune cnnasos 1 kofos ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 O O s
O H
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CMeHHble NNacTUHbI N e
Indexable inserts LMT- FETTE i
\/ &6
iZ
€=
Pexywuit matepuan
Cutting materials Y
UpeHT. Ne Ident. No. Ansa cdpesbl g
N = Yucno pexywmx Z ss For cutter °
= 8
KPOMOK 885%55335085§o§ s
0O < T MO AN M <t ST O I <
N = Number of Kop LMT sssssgggggggggg KaT. Ne 5=
cutting edges LMT-Code 1 d s |dy| r |d|a|aa|aalald|ala/a|a/a|d/a| Cat.-No. ;;
= 1179-11 15,191 | 7,04 | 3,18 |3,4 8 0 EBT &=
A 2
I Ve 3
T d 1179-21 18,989 8,8 3,97 4,2 10 > R
w0 w0
[e2] [e2]
© ©
o o
1179-41 30,382 (14,08 5,56 | 5,8 16 2
3
©
o
N=2 T
r 1179-25 12,79 | 7,15 /3,18 3,510 3 g EBT H
0 0 2
[e2] D 2
3 3 $e
O d - -
1179-35 15,99 | 8,94 3,97 4,1 12,5 3 3 &6
d Yo [Te]
D [e2]
(o] (o]
o o
1179-45 20,47 (11,44 5,08 4,5 16 3 8
w0 [T
[e2] [e2]
© ©
2 2 2
N=2 gg’
1179-55 25,58 (14,3 6,355,520 S e
3
©
o
[ O P
B = Neps.bin BoIGOP First choice O ‘ M ‘
[J = AnbtepHatuBa Alternative ™ ]
OnuncaHune/HasHaveHune cnnasos 1 koo I1ISO Ha cTp. A.222 N %’g
Description/Designation of grades and ISO-Code starting page A.222 2=
O S oG
H
-
85
www.itmash.ru A.245
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CmeHHble nnacTuHbl CPHX .
Copy inserts CPHX LMT- KIENINGER

Pexywuit matepuan
@ @ @ Cutting materials

UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywumx For cutter
Kpowox €88385332338 80
N = Number of Koa LMT 888§§§§'§§§5§8§E Kar. Ne
cutting edges LMT-Code | d s dy | r |[2|3|a/aa/a/a|/dJdJjaja|alad|a|al Cat.-No.
CPHX 080310 - 7,938 3,18 - 1 3 ECG
Q FCG
o
[s\]
©
CPHX 080320 - 7,988 3,18 - 2

6204344

L
B =Mepsbiii BLIGOP First choice O ‘ M ‘
[ = AnbtepHatuBa Alternative =

Onuncanne/HasHaveHune cnnasos 1 kogos 1ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222

InzZ
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CmeHHble nnacTtuHbl RDHX IG‘VI? KIENINGER »
H . 3E
Copy inserts RDHX ~. g:
iZ
€=
Pexywuit matepuan
@ @ @ @ Cutting materials Y
UpeHT. Ne Ident. No. Ansa cdpesbl %
N = Yucno pexywmx g For cutter °
kpowoK S82fr8Sgo9838 0
N = Number of Kog LMT ssggssggggsgggg Kar. Ne 5=
cutting edges LMT-Code | d s |dy| r |3 33333333333 3|m|a| cat.-No. o
RDHX 1003 - 10 | 3,18 [ 38| - © ECC 8§
MO-TK 5
; 2
‘ o
d RDHX 12T3 - 12 | 3,97 | 3,8 - 2 ECC
-~ MO-TK 5 FCC
; s 3
oLl 5
ik
RDKX 12T3 - 12 | 3,97 38| - 9
MO-TK ©
<
>
RDKX 1604 - 16 | 4,76 | 52 | - S FCC H
MO-TK © ]
< So
R g
~ 2=
Se
RDMX 1604 - 16 | 4,76 52| - & 58
MO-TK 8
Yo]
>
CJLILE) P
B = Mepsebiii BoiGop First choice mOm ‘ M ‘
[0 = AnbtepHatuBa Alternative e m
OnuncaHune/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 N %_g
Description/Designation of grades and ISO-Code starting page A.222 s é.-_é
&s
-

OcHacTka
Clamping

www.itmash.ru A.247
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CwmeHHble nnacTuHbl WPB-AF IG‘VI? KIENINGER
Copy inserts WPB-AF ~
Pexywuit matepuan
RE LYY cuting o
Airdet) (VYY) (<58 i
WNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
Kpowox €88385832338 82
N = Number of Kog LMT N ©NGoolkool oo o KarNe
Z 0
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m | Cat.-No.
WPB 06 AF 05 8 6 16 25 05 8 EBG R 06
g o
™
X =}
| x = ~
& WPBO8AF10 95 8 |2 '3 |1 5 EBG V 08
di 0
<o}
; =}
s> ~
. ~ WPB 10 AF 10 | 11,5 10 25 |4 1 b 3 EBGV 10
3 &
- [To]
o -
~ [}
WPB 12 AF 10 | 14 12 25 |5 1 N 3 EBGV 12
3 &
- [t}
o -
~ [}
WPB 12 AF 20 | 14 12 25 |5 2 e
o
o)
>
WPB 16 AF 10 | 16 16 3 5 1 Q 9 EBG V 16
© =}
© @
— <
o —
~ [}
WPB 16 AF 30 | 16 16 3 5 3 Q
®
<
>
WPB 20 AF 10 | 18 20 3 5 1 S 3 EBG V 20
3 o
— Yol
o -
~ o
WPB 20 AF 40 | 18 20 3 5 4 2
o
[t}
>
[ P
M = MNeps.biii BoIGOP First choice 0O ‘ M ‘
[ = AnbtepHatuBa Alternative ! _
Onuncanne/HasHaveHune cnnasos u kogos 1ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 = s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A = H

(anmaaHoe HanbineHue) unu ¢ BepwnHon ns3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

[ns nony4ncToBON 1 YNCTOBOW 06PABOTKMN CTanm, CTaNbHOrO NMTbS U1
3akaneHol ctanu go 63 HRC

For semi-finishing and finishing of steel, cast steel and hardened
steels up to 63 HRC
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CmeHHble nnacTtuHbl WPB-FB

LMT- KIENINGER £
: e 3E
Copy inserts WPB-FB ~ g
Q=
i
£
€=
Pexywuit matepuan
@ @ Cutting materials Y
UpeHT. Ne Ident. No. Ansa cdpesbl g
N = Yucno pexyuwmx For cutter 2
kpowox HHERHEER BRI
I T O rrr O T 060 -0 0 - =g
N = Number of Kog LMT 88828885§§588§8 Kat. Ne G<
°f
cutting edges LMT-Code | d s |dy| r |3 3|3|3|3|3/3|3|3|3|3/a|3|/m|A| cat.-No. o
o=
d WPB 06 FB 20 8 6 1,6 12,5 g EBG R 06 &3
Q
v >
! D, WPB 08 FB 30 9,5 8 2 3 3 Q EBG V 08
|
ds >
s| (=—H WPB10FB40 (11,5 10 | 25 |4 | 4 5 EBGV 10
2
[}
o
>
WPB 12 FB 50 | 14 12 25 |5 5 8 & EVG V12 H
© o 2
~ © S
(o] ~ o O
=} o 3 <
[e) [} as
Se
WPB 16 FB70 | 16 16 3 5 7 N > EBGV 16 58
@ =]
0 ©
o2} ~
=} o
> >
WPB 20 FB90 | 18 20 3 5 9 3 = EBG V 20
25
[} ©
o o
& ) o
OJNEE
B = Neps.biit BoIGOp First choice O ‘ M ‘
[J = AnbTepHatusa Alternative = =
OnuncaHune/HasHaveHune cnnasos 1 koo I1ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 3 cnnasa LC610A 0 ™ H
(anmasHoe HanblneHve) unu ¢ BepmHoi n3 PCD/CBN. 2
All WPR, WPV and WPB inserts are available in grade LC610A é o
(diamond coated) or PCD/CBN tipped. g}%
[ins nony4ncToBoit 06paboTKM CTanu, CTanbHOro NNTbA U CNIaBoB C ©e
TepmoobpaboTkon go 60 HRC
For semi-finishing of steel, cast steel and high-temperature
alloys up to 60 HRC
]
:
g
52
LR
8
oF
2
59
e
Eg
o3
35
85
www.itmash.ru A.249
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CmeHHble nnactuHbl WPB-HF .
Copy inserts WPB-HF LMT- KIENINGER

v Pexywmit matepuan
leal 4 &) & Coting
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
Kpowox €88385832338 82
N = Number of Kog LMT NN ©NGoolkoOl 5o o KarNe
Z 0
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m | Cat.-No.
d WPB 06 HF 8 6 16 25 - R g EBG R 06
S o
o -
N o
| o ~
WPB 08 HF 9,5 8 2 3 - 3 @ EBG V 08
o S b
o -
N o
ST [ o "
WPB 10 HF 11,5 10 25 |4 - s 3 EBG V 10
& 5
=} -
- o
[} ~
WPB 12 HF 14 12 25 |5 - © Q EBGV 12
Y ©
» -
o R
N=2
WPB 16 HF 16 16 3 5 - 2 X EBG V 16
o ©
™ -
- o
© N~
WPB 20 HF 18 20 3 5 - g 2 EBG V 20
o ©
» -
- o
© N~
WPB 25 HF 23,5 25 4 6 - 3 EBG V 25
S
e}
©
WPB 32 HF 26,5 32 5 8 - 3 EBG V 32
&
0
©
I IEEEN
B = MNepebiit BoIGOp First choice ‘ M ‘
[J = AnbtepHatusa Alternative = =
OnucaHne/HasHaveHve cnnasos 1 kofdoBs I1SO Ha cTp. A.222 B E N
Description/Designation of grades and ISO-Code starting page A.222 = s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A H

(anmasHoe HanbineHve) unu ¢ sepmHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

O6paboTka C BbICOKOI nofayeli ctanu, 4yryHa n >kaporpoyHbIX CriaBoB
High feed cutting of steel, cast iron and high temperature alloys
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CwmeHHble nnacTuHbl WPB-N IG‘VI? KIENINGER
- L]
Copy inserts WPB-N ~
. . Pe)Ky|:|.mm MaTePuan
o ‘ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggogsgooo'g'ggpw
TITOAOIT rrr 020 r®mR
N = Number of Kog LMT 88828885§§588§8 Kat. Ne
cutting edges LMT-Code | d s dy | r |[2|3|a/aa/a/a|/dJdJjaja|alad|a|al Cat.-No.
d , WPB 08 N 06 9,5 8 2 3 /0,6 § § % EBG V 08
T I I ¥
| © © N~
'. [9Y] [9Y] o
| & o © © o
|—
|
d WPB 08 N 10 9,5 8 2 3 |1 <2 © 8
|91] o o <
I . & & R
sCEsEg) e Q 3
. ~
WPB 10 N 08 11,5 10 2,5 4 0,8 2 N e EBG V 10
o)) o)) <
I I ™
© © ~
I N o
© © o
@ WPB 10 N 10 11,5 10 2,5 4 |1 ® ~ 3
o o [t}
Al I @
© © ~
R 3 S
N=2
WPB 12 N 10 14 12 2,5 5 |1 N K 3 EBGV 12
I\ N <
o)) o) ™
N a N~
— — o
© © o
WPB 12 N 20 14 12 2,5 5 |2 38 3 S
© © ©
o N -
— — o
© © ~
WPB 16 N 10 16 16 3 5 |1 2 X © EBG V 16
I\ ] ©
<) o) ©
N [N ~
— — o
© © o
WPB 16 N 13 16 16 3 5 13 5 Q 8
<)) ) ©
I I I
© © ~
IV I8\ o
© © >
WPB 16 N 30 16 16 3 5 3 e 3 g
© © ©
N N ~
— — o
© © o
L [ IEEEN
B =TMepsbiii BLIGOP First choice 0 0 M ‘
[0 = AnbtepHatuBa Alternative O =
Onuncanne/HasHaveHune cnnasos n kogos I1ISO Ha cTp. A.222 u N
Description/Designation of grades and ISO-Code starting page A.222 = s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A H
(anmasHoe HanbineHue) unu ¢ BepwnHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
[ns nony4ncToBON 1 YMCTOBOW 06PabOTKMN CTanm, CTaNbHOrO NNTbS 1
cnnaeoB ¢ TepmoobpaboTkoi fo 54 HRC
For semi-finishing and finishing of steel, cast steel and
high temperature alloys up to 54 HRC
www.itmash.ru A.251
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CmeHHble nnactuHbl WPB-N .
Copy inserts WPB-N LMT- KIENINGER

v . Pe)Kyl_uuu Ma're!man
- ‘ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggogngC’ogggFN
T ITAITI - 0000 R
N = Number of Kog LMT Ssggggggggssggg Kat. Ne
cutting edges LMT-Code | d s dy | r |2|a|a/aa/a/a|dJdJjajalala|mal Cat.-No.
d , WPB 20 N 10 18 20 3 5 |1 po I > EBG V 20
N ] ~
o o} ©
1 N N ~
| & 5 b P
|-—
% 47 WPB 20 N 16 18 20 3 5 /1,6 Q N ©
dq ’ [s2) [a] [¢¢]
= [} [e)] —
e g 8 8
sCEsEg) & S 3
. ~
WPB 20 N 40 18 20 3 5 |4 I © 3
© © @
N I ~
— - o
= o | |5 |
WPB25N10 | 23,5 25 4 6 |1 2 g S EBG V 25
2 3 »
o] o2} <
[ N -
© © R
N=2
WPB25N20 | 23,5 25 4 6 |2 2 9 R
o] o2} IS}
N N o2}
© © ~
N N o
© © >
WPB25N50 | 23,5 25 4 6 |5 © ™~ R
© © )
N (aV) —
— — o
© © ~
L L [
B = Mepsebliii BbIGop First choice 0O 0O ‘ M ‘
[J = AnbtepHatuBa Alternative 0 ™
OnucaHne/HasHaveHune cnnasos 1 kofoBs ISO Ha cTp. A.222 ™ N
Description/Designation of grades and ISO-Code starting page A.222 = s
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 3 cnnasa LC610A H

(anmasHoe HanblneHve) unu ¢ sepimHoin n3 PCD/CBN.

All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

[ns nony4ncToBON 1 YNCTOBOW 06PaBOTKMN CTanm, CTaNbHOrO NTbS 1
cnnaeoB ¢ TepmoobpaboTkoi fo 54 HRC

For semi-finishing and finishing of steel, cast steel and

high temperature alloys up to 54 HRC
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CwmeHHble nnacTuHbl WPB-N-CF ~a 5
Copy inserts WPB-N-CF LMT? KIENINGER gg
i
iZ
€=
- Pexywuit matepuan
YEILIY cuting o w
UpeHT. Ne Ident. No. Ansa cdpesbl g
N = Yucno pexyuwmx For cutter %
kpowox HHERAHEE AR e
TITOIT rrrO 0O r-®mD ce
N = Number of Kog LMT Ssggggggggsgggg Kat. Ne Ss
cutting edges LMT-Code I d s |dy| r |2|233332|33|33a|ama| cat.-No. o
2L
8 6 1,6 2,5 0,5 0| < < N~ Q=
d , WPB 06 N 05 CF 3 S N EBG R 06 =
*J-, o N ) [te)
L/ [QVRN¢ o} N N~
| 70 © © © o
e i
WPB O8N 10 CF 9,5 8 2 3 1 518 3 5 EBG V 08
| © N »
o N o2} <
[QVRN¢ o} (V) —
— AN — o
©|© © ~
WPB 10N 10 CF | 11,5 10 25 |4 1 218 3 A EBG V 10
| I\ [}
o N o3} ©
Q| (\l o
- - =}
©|© © ~
WPB 12N 10 CF | 14 12 25 |5 1 2N 3 o EBGV 12 H
[ RN o)) 2] 2
NI I < g
0 | O [eo] — o O
N =2 L
> D
WPB 12 N 20 CF | 14 12 25 |5 2 3 5 L &G
© © ©
o I -
— - o
© © ~
WPB 16 N 10 CF | 16 16 3 5 1 % © « EBG V 16
o | © 2} ™
NI N <
© | © © -
o N I3 o °
©|© © ~ fo
o<
WPB16N30CF 16 | 16 3 |5 |3 ~ - 2 &2
© © )
N (V) —
— — o
© © ~
WPB 20N 10 CF | 18 20 3 5 1 28 s 3 EBG V 20
[\k=} o 9]
[ Ik} Ql <
[Q\AN ] [ee] — o
- Al o H
©|© © ~ g
&
WPB20N40CF 18 | 20 | 3 |5 4 © © = S5
o © o
[N I -
— — o
© © ~
WPB25N10CF| 23,5 25 4 6 1 w o A EBG V 25 9
)] o ™ 3
[ [ < a
o] [eo] — S
I3 N o Eo
© © ~ §§
-3
WPB25N50CF 235 25 4 6 |5 Q o o 8=
© © ©
o C\l -
— - o
© © ~
O u P .
M = Mepswiii BLIGOP First choice 0 0O ‘ M ‘ E%
[J = AnbtepHatuBa Alternative i
OnucaHne/HasHaveHune cnnasos 1 kogoBs ISO Ha cTp. A.222 ™ ™ N §§
Description/Designation of grades and ISO-Code starting page A.222 O s 55
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 3 cnnasa LC610A H
(anmaaHoe HanbineHme) unu ¢ BepwnHoin 3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
FeomeTpus cTpyxxkonoma CF Ans ANVHHOCTPY>KEYHbIX MaTepuanos
With chip control geometry “CF” for long chipping
is
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CmeHHble nnactuHbl WPR-N
Copy inserts WPR-N

.
LMT+ KIENINGER
W’

Pexywuit matepuan
@ @ Cutting materials
vy ) (<58
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggogngC’ogggFN
T ITAITI - 0000 R
N = Number of Kog LMT ssggggggggssggg Kat. Ne
cutting edges LMT-Code | d s d4 | d|d|d|d|d|d|d|d|d|d|d|d|m|a| Cat.-No.
d WPR 06 N - 6 1,6 |25 by EBG R 06
" S
A 3
i >
ds WPR 08 N - 8 2 3 3 3 X S o138 EBG R 08
e 5 g 8 3 28
S 'd ~ [ [aY l ~ ™
7 o — — — ol
> © © © o ©
WPR 10 N . 10 25 |4 3 2 3 N § % EBG R 10
© ol o IRA
~ I3\ 3 8 N~ ™
o — — — o=
> © © © > | ©
WPR 12 N - 12 25 |5 3 3 3 R § § EBGR 12
© o o o ¥ =
~ I3\ 3 8 ~| ™
3 © © 5 8o
N=2
WPR 16 N - 16 3 5 3 < g 3 518 EBGR 16
© - ~ - 0|~
- ™ %] ™ <o
o §a ) 5|®
© © © © > | ©
WPR 20 N - 20 3 5 8 N ® ™~ § § EBG R 20
© L) ol ¥ =
~ I8\ 3% I3 ~| ™
o — — — o~
> © © © > | ©
WPR 25 N - 25 4 6 5 0 8 2 213 EBG R 25
— — — o 0 <
© o 1) 1] < | =
N~ © c\| o N~ ™
o — — — o
> © © © > | ©
WPR 30 N - 30 5 6 8 ® 3 Q EBG R 30
=} © 159] o
™ N o -
I3 [N o o
— — [oN] o
© © © >
WPR 32 N . 32 5 8 2 3 N © SRS EBG R 32
- IS o o =]
© o %] I} < |
~ © (\I 3 N~ ™
o - — — o=
> © © © > | ©
m ol [o O/m [
M = Meps.biin BoIGOp First choice 0O ‘ M ‘
[ = AnbtepHatuBa Alternative O Olm _
Onuncanne/HasHaverune cnnasos n kogos 1ISO Ha cTp. A.222 ] N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A m O H

(anmasHoe HanbineHue) unu ¢ BepwnHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

[ns nony4ncToBON 1 YMCTOBOW 06PaABOTKMN CTanM, CTaNbHOIO NTbS U1
cnnaeoB ¢ TepmoobpaboTkoit o 60 HRC

For semi-finishing and finishing of steel, cast steel and

high temperature alloys up to 60 HRC
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MnactuHbl y-jet N a
: : LMT- KIENINGER 2E
u-jet generation -~ §3
[
2%
i
3=
2=
- Pexywuit matepuan
@ Cutting materials "
Air-Jet vv £
UpeHT. Ne Ident. No. Ansa cdpesbl 8
N = Yucno pexyuwmx For cutter 2
©
kpowox HHEAEEEARC I A
TITOIT rrrO 0O r-®mD ce
N = Number of KKop LMT 8882888'§§§58822 Kat. Ne <
°f
cutting edges LMT-Code I d s |dy| r |2l33|3/3|3|a|3|333|a|a|ma| cat.-No. o
o=
WPR 12 AR - 12 2,5 5 - 8 2 EBG R 12 83
3 )
e S =
(<] N~
4 WPR 16 AR - 16 3 5 - g g EBG R 16
I3 ©
v} =}
@ ©
- o
© >
WPR 20 AR . 20 3 5 - g 3 EBG R 20
I3 ©
I} =}
@ ©
- o
© >
g
I
2
2
82
a2
Se
©
WPR25AR | - | 25 4 | 6 | - © © EBG R 25 &6
N ©
v} =}
o} @
- o
© >
WPR 32 AR - 32 5 8 - ® I EBG R 32
o ©
< ©
~ -
o o °
® ™~ ig
2
8=
g
H
N=2 -5
L =l 45
M = Mepsebiii BoIGOp First choice ‘ M ‘
[J = AnbtepHatusa Alternative = O
OnucaHne/HasHaveHve cnnasos 1 kofdoBs ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s
©
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A H g
(anmasHoe HanbineHne) unu ¢ sepmHon n3 PCD/CBN. ]
All WPR, WPV and WPB inserts are available in grade LC610A §§’
(diamond coated) or PCD/CBN tipped. &é
[ns 4epHOBOIA U NONYHYNCTOBON 06PabOTKMN CTanu, CTaNbHOrO NNTLS 1 e
CnnaBoB C TePMO06PaboTKOWA
For roughing and semi-finishing of steel, cast steel and
high temperature alloys
gg
8§z
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e
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CmeHHble nnactuHbl WPR-AS .
Copy inserts WPR-AS LMT- KIENINGER

Pexywuit matepuan

(T : ;
@ m Cutting materials

UNpeHT. Ne Ident. No. Ansa dpes3bl
N = Yucno pexyuwmx For cutter
kpowok $822255322888
N = Number of Kog LMT N ©NGooloOl 56O o KarNe
Z a
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m A| Cat.-No.
WPR 25 AS - 25 4 6 - S EBG R 25
@ g EBGR 32
3 X
I 5
d
d1 WPR 32 AS - 32 5 8 - 3
<
o
\ N
s F——=—] -
\ d [}

N=2

B = Mepsebiii BbiGop First choice ‘ M ‘
[0 = AnbtepHatuBa Alternative

OnuncaHune/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 ™
Description/Designation of grades and ISO-Code starting page A.222

Inz

Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A
(anmaaHoe HanbineHme) unu ¢ BepwnHoin n3 PCD/CBN.

All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

Ons yepHoBOW 06PabOTKM LBETHbLIX METANINIOB U NNACTUKOB
For roughing of non-ferrous materials and plastics
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CwmeHHble nnactuHbl WPR-CF ~Na a
: LMT- KIENINGER 2%
Copy inserts WPR-CF ~ §3
iZ
M
- PeXxywuit matepuan
@ @ Cutting materials "
T
UpeHT. Ne Ident. No. Ansa cdpesbl 8
N = Yucno pexyuwmx For cutter 2
©
kpowox HHEAEEEARC I M
T T OIT rrrO 0O r-® D+ ce
N = Number of Kog LMT ssggggggggsgggg Kat. Ne <
°f
cutting edges LMT-Code I d s |dy| r |23 3333a|33|3aa|ama| cat.-No. o
8=
d WPR 08 CF - 8 2 3 - 138 3 3 R 8 EBG R 08 8=
- o o o>} 18]
_ © Y N N N
S R ~ 2
e W & © © © ©
WPR 10 CF - 10 2,5 4 - 18 5 s ® > EBG R 10
- =} o o ™
© 1] 1] IS} I8
™~ I8 3 8 2}
o — — — —
o © © © ©
WPR 12 CF - 12 2,5 5 -5 2 2 N 3 EBG R 12
- o =] o ™
© 1] 1] I} o
N 8 N 2
> © © © ©
o
WPR 16 CF - 16 3 5 -8 2 5 8 ~ EBGR 16 z
© o =] =} © 2
- 1] 1] 1] - g
] [9V) N [9\) [sp) g o
~ — — — - 8 <
N=2 © © © © © §§
8
WPR 20 CF - 20 3 5 - |8 = 3 S 3 EBG R 20 &6
e o o =} I}
© 1) 1] 1) I8
SRR R
> © © © ©
WPR 25 CF - 25 4 6 - |13 S 3 3 hy EBG R 25
N o o 3} e}
~ =} N N I8
~ @ N N ™
o — — — — a
> © © © © fo
I
35
WPR 30 CF - 30 5 6 - N S 3 EBG R 30 (=1=
o I o
Y =) N
Y] o N
— N —
© © ©
WPR 32 CF - 32 5 8 - S 5 I I g EBG R 32
— © o o e}
© o Y N I
~ © ol Y] ™ °
o — — — — H
o © © © © £,
g=
m ol [m L P 45
B = Mepsebiii BoIGop First choice 0O ‘ M ‘
[J = AnbtepHatusa Alternative = =
OnucaHne/HasHaveHve cnnasos 1 kofdoBs I1ISO Ha cTp. A.222 u N
Description/Designation of grades and ISO-Code starting page A.222 s
-3
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A H g
(anmasHoe HanbineHne) unu ¢ sepimHon n3 PCD/CBN. ]
All WPR, WPV and WPB inserts are available in grade LC610A §§
(diamond coated) or PCD/CBN tipped. a8
=
C reometpueii ,CF“ ons ANMHHOCTPY>KEYHbIX cTanein -
With chip control geometry “CF” for long chipping
ferrous materials
g2
g2
o
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e
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CmeHHble nnacTuHbl WPR-D .
Copy inserts WPR-D LMT- KIENINGER

v Pexywuit matepuan
@ @ Cutting materials
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gégggsgggggggsg
N = Number of Kop LMT NNONDDOLOSOR D BSOSO  KarNe
Z 0o
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m | Cat.-No.
d WPR 06 D - 6 16 25 - 2 EBG R 06
s
| &
A\ o
WPR 08 D - 8 2 3 - 2% EBG R 08
o |0
~ |
N~
oo
o ®
WPR 10 D - 10 25 |4 - 313 EBG R 10
< |
< | <
~ =
- o
o~
WPR 12 D - 12 25 |5 - 2% EBGR 12
o
- o
0 |
N=2 o o
WPR 16 D - 16 3 5 - bl EBGR 16
© |
ol
@ |~
oo
> ®
WPR 20 D - 20 3 5 - 218 EBG R 20
~ |
oo
~ |
oo
> | ®
WPR 25 D - 25 4 6 - B2 EBG R 25
< @
< | <
M~ =
— O
o~
WPR 32 D - 32 5 8 - AN EBG R 32
< S
< | <
~| o
- O
o~
O/m P
B = MNepebiit BoIGOp First choice O ‘ M ‘
[J = AnbtepHatusa Alternative EE
OnucaHne/HasHaveHve cnnasos 1 kofdoBs I1SO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A O H

(anmasHoe HanbineHve) unu ¢ sepmHon n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.

[Ons Nony4ncToBOi N YNCTOBOW 06paboTKU CTanm, CTanbHOro NMTbs U
cnnaBoB ¢ TepmoobpaboTkoii o 60 HRC

For semi-finishing and finishing of steel, cast steel and

high temperature alloys up to 60 HRC

A.258 www.itmash.ru



CwmeHHble nnactuHbl WPR-DN N a
: LMT- KIENINGER 2E
Copy inserts WPR-DN ~ g:
2
M
v Pexywuit matepuan
CJEafeh 4 § Cuting o w
T
UpeHT. Ne Ident. No. Ansa cdpesbl 8
N = Yucno pexyuwmx For cutter 2
KPOMOK 2882853 gog NN -« g
TITOIT rrrO 0O r-®mD ce
N = Number of Kog LMT Ssggggggggsgggg Kat. Ne <
=
cutting edges LMT-Code I d s |dy| r |2|233332|33|33a|ama| cat.-No. o
8=
d WPR 06 DN - 6 1,6 25 - g 3 EBG R 06 8=
N 1]
o I
I ~ ®
o) 8 o
d WPR 08 DN - 8 2 3 - ST EBG R 08
| ¢ \ < 0 ©
sEFS= SR
[ o o -
> o ©
WPR 10 DN . 10 25 |4 - AN EBG R 10
e ks
NIRARS
™~ ™
- o -
© o ©
o
WPR 12 DN - 12 25 |5 - 21RS EBGR 12 z
ek 2
NIRAES S
™~ ™ So
585 i
N=2 g:
8
WPR 16 DN - 16 3 5 - 30y EBGR 16 &6
I 0o
NERERS
N~ ™
o o -
® o ©
WPR 20 DN - 20 3 5 - SIK|8 EBG R 20
o n ™
IR
O~ ™
— Ol ®
© o © 2o
WPR 25 DN - 25 4 6 - oIR8 EBG R 25 =
< 0o
< < =
NI~ ™
o o
> o ©
WPR 32 DN - 32 5 8 - —I8I5 EBG R 32
< 0o
< S | e
NI~ ™ 2
o o H
® o © 2o
&=
-
B = Mepsebiii BoIGOp First choice ‘ M ‘
[J = AnbtepHatusa Alternative
OnucaHne/HasHaveHve cnnasos 1 kofdoBs I1SO Ha cTp. A.222 B O = N
Description/Designation of grades and ISO-Code starting page A.222 B O s
©
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A H g
(anmasHoe HanbineHve) unu ¢ sepmHon n3 PCD/CBN. ]
All WPR, WPV and WPB inserts are available in grade LC610A fgg
(diamond coated) or PCD/CBN tipped. &é
[ns Nony4McToBO U YNCTOBOI 06paboTKM LIBETHBIX METANSIOB, NNAcTUKOB, rpaduTa °r
For semi-finishing and finishing of non-ferrous materials, plastics and graphite
2
g
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oo
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CwmeHHble nnacTtuHbl WPR cynepunctoBasi o6pa6oTka /N
Copy inserts WPR Superfinish LMT- KIENINGER
W’
Pexywuit matepuan
@ @ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexywmx = For cutter
K pexy g0z0o_0kr« S 2N
POMOK © 602000 °2 9 Vo r- o
FIFT O T OO O ®H 0 -
N = Number of Kog LMT ssggggggggﬁgggg Kat. Ne
cutting edges LMT-Code d s d4 | d|d|d|d|d|d|d|d|d|d|d|d|m|A| Cat.-No.
WPR 12 SF 12 2,5 5 N EBG R
d |
2R 12..SF
0|0
; oo
A\ ~ |~
WPR 16 SF 16 3 5 T EBG R
QR 16...SF
0|0
oo
N~
- WPR 20 SF 20 3 5 O~ EBG R
@ Qe 20...SF
/ 0|0
1 4 oo
N=2
O/m P
B =TMepsbiii BLIGOP First choice O ‘ M ‘
[J = AnbtepHatuBa Alternative 2 _
OnuncaHune/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl focTynHbl 13 cnnasa LC610A O H

(anmaaHoe HanbineHne) unu ¢ BepwnHoin n3 PCD/CBN.

All WPR, WPV and WPB inserts are available in grade LC610A

(diamond coated) or PCD/CBN tipped.

[Ons unctosor 06paboTKy CTanu, CTaNbHOrO IUTbA 1 3aKasneHHbix ctanen go 63 HRC
For finishing of steel, cast steel and hardened steels up to 63 HRC
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CwmeHHble nnacTuHbl WPS-A I:VI? KIENINGER -
. _ ° gE
Copy inserts WPS-A - i
iZ
€=
- Pexywuit matepuan

@ m Cutting materials "
UpeHT. Ne Ident. No. Ansa cdpesbl %
N = Yucno pexyuwmx For cutter %
Kpowox §882855309 8 s
N = Number of Kopg LMT N AN©N©ooolO®ONOOBSOo Kart. Ne 5<
. 0002000322 00020 o
cutting edges LMT-Code | d s dy | r |[2|a|a/aa/aa|dJdJjdjalalajaAal Cat.-No. Zo
WPS A 6 12 4 - - ] EBGT .. §3

N

(9]

)

N=2
[ g
H
M = Mepsbiii BLIGOP First choice ‘ M ‘ g
[0 = AnbtepHaTuBa Alternative 8o
=
OnucaHue/HasHavyeHune cnnasos 1 kopoBs ISO Ha cTp. A.222 ™ N 53
Description/Designation of grades and ISO-Code starting page A.222 s ': &
[ NG
[ins YepHOBOI 06pPabOTKN LIBETHBIX METANIOB U NNACTUKOB H
For roughing of non-ferrous materials and plastics
2 o
o S5
[
o
=
T
o
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=
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o
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CwmeHHble nnacTuHbl WPT-A IG‘VI? KIENINGER
- L]
Copy inserts WPT-A ~
- Pexywuit matepuan
@ @ Cutting materials
WNpeHT. Ne Ident. No. Ana dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggogngC’ogggFN
T ITAITI - 0000 R
N = Number of Kog LMT ssggggggggssggg Kat. Ne
cutting edges LMT-Code d d4 || d|d|d|d|d/a/d)/d|d|djd/ma] Cat.-No.
WPT A 12 - g A) @ © EBGT ..
< < < <
N N N N
N N N N
o |©o |© )
N=2
m O |m P
M = Meps.biin BoIGOp First choice ‘ M ‘
[ = AnbtepHatuBa Alternative =
Onuncanne/HasHaveHune cnnasos u kogos I1ISO Ha cTp. A.222 ]

Description/Designation of grades and ISO-Code starting page A.222
[Insi 4epHOBO 1 NONYYNCTOBON 06PaBOTKM CTaNN, CTaNbHOIO TS 1

CnnaBoB C TepMoobpaboTKoi

For roughing and semi-finishing of steel, cast steel and

high temperature alloys
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CwmeHHble nnacTtuHbl WPV-CF ~Na a
: LMT- KIENINGER 2E
Copy inserts WPV-CF ~ g
2
€=
Pexywuit matepuan
v . . .
B3 oS 8 { cuting et w
T
UpeHT. Ne Ident. No. Ansa cpesbl 8
N = Yucno pexyuwmx For cutter 2
KPOMOK 8382853 g0 NNN o g
T T OIT rrr0O 0O r-®mD ce
N = Number of Kog LMT Ssggggggggssggg Kat. Ne <
=
cutting edges LMT-Code I d s |dy| r |2|233332|33|3aa|ama| cat.-No. o
8=
WPV 08 CF 9,5 8 2 3 /0,6 0 3 3 Q 2 EBG V 08 8=
90°/ d r © It} 0 o) I
N~ I I N <
T I I =
s - ~ © © © ~
I| Otdl
‘ WPV 10 CF 11,5 10 2,5 4 10,8 hS X e 8 3 EBG V 10
e g & & & 9
S| "d » I\ N Y -
© © © © ~
WPV 12 CF 14 12 2,5 5 |1 ] 8 2 I o EBG V 12
- re] re] 0 9]
© N I (\l <
- Nl ol N -
o — - - o
‘ ~ © © © ~
o
WPV 16 CF 16 16 3 5 13 ) R @ N by EBG YV 16 z
- 0 [te] 0 9] 2
© N I N < 9
— [aV] N N — o O
S & & = &
N=2 g:
S8
WPV 20 CF 18 20 3 5 /1,6 3 © 8 3 8 EBG V 20 &G
- 0 Ire] re} 9]
© I I I <
- N N N -
o — - - o
~ © © © ~
WPV 25 CF 23,5 25 4 6 |2 38 3 2 3 > EBG V 25
- re] Tl 0 -
© I I I ©
- N N N -
o — — — o ®
~ © © © ~ fo
2
o S5
WPV 32 CF 28 32 5 8 |25 2 Q o 3 S EBG V 32 (=1=
— wn Yo} Te] —
© I Y I ©
- N N N —
o — — — o
~ © © © ~
= ol [m [ P
B = Neps.bin BoIGOP First choice 0 ‘ M ‘
[J = AnbtepHatuBa Alternative = = ]
I
OnuncaHune/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 m N gg
Description/Designation of grades and ISO-Code starting page A.222 s §§
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A H
(anmasHoe HanblneHve) unu ¢ BepmHoin n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A
(diamond coated) or PCD/CBN tipped.
FeomeTpusa cTpyxkonoma CF ans onMHHOCTPY>KEeYHbIX cTanei g
With chip control geometry “CF” for long chipping ferrous materials %
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Attachment



CwmeHHble nnacTtuHbl WPV-N IG‘VI? KIENINGER
Copy inserts WPV-N ~
Pexywuit matepuan
w4 dh oS 8 { cutiny et
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gégggsgggggggsg
N = Number of Kop LMT NNONDDOLOSOR D BSOSO  KarNe
Z 0o
cutting edges LMT-Code | d s dy | r 3 3 3 E 3 3 3 E E E 3 3 3 m | Cat.-No.
WPV 08 N 9,5 8 2 3 /0,6 3 S 8 S 5 EBG V 08
d r o © [T T} o))
90°f © N [\ [ 0
s IS g | e
~ © © © o
WPV 10 N 11,5 10 2,5 4 08 Qg g 3 3 3 EBG V 10
S © © © o)}
© N N IY 0
S Sl S 2
~ © © © [}
WPV 12 N 14 12 2,5 5 |1 b N 9 3 N EBG V 12
~ © © © <
© N N N ™
- N Y N ~
o — — — o
~ © © © >
WPV 16 N 16 16 3 5 13 2 2 by < 2 EBG YV 16
~ © © © o}
© N N N It}
5 §y § 2
N ~ © © © [}
WPV 20 N 18 20 3 5 /1,6 3 3 3 S 8 EBG V 20
~ © © © »
© N N N <
- N N N -
o — — — o
~ © © © ~
WPV 25 N 23,5 25 4 6 |2 3 3 2 ? S EBG V 25
~ © © © »
© N N N <
- N N N -
o — — — o
~ © © © ~
WPV 32 N 28 32 5 8 2,6 b 3 8 I ® EBG V 32
— © © © o
© Y Y Y ~
S R ~ S
~ © © © o
m ol [m L IEEEN
B = Neps.bi BoIGOp First choice 0 ‘ M ‘
[J = AnbtepHatusa Alternative = = _
OnuncaHune/HasHaveHune cnnasos 1 koo I1ISO Ha cTp. A.222 m N
Description/Designation of grades and ISO-Code starting page A.222 s
Bce WPR-, WPV- n WPB nnactuHbl gocTynHbl 13 cnnasa LC610A H

(anmasHoe HanblneHve) unu ¢ BepmHoin n3 PCD/CBN.
All WPR, WPV and WPB inserts are available in grade LC610A

(diamond coated) or PCD/CBN tipped.

[Ons 06paboTky cTanu, CTanbHOro IUTbs, CNAaBOB C TEPMO0O6PaboTKOMN 1

3akaneHHol ctanu go 60 HRC
For steel, cast steel, high temperature alloys and
hardened steel up to 60 HRC
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CwmeHHble nnacTtuHbl WRT /N
inserts WRT LMT - KIENINGER
Copy inserts -~
Pexywuit matepuan
@ @ Cutting materials
UNpeHT. Ne Ident. No. Ansa dpes3bl
N = Yucno pexyuwmx For cutter
KPOMOK gggc’gngC’og'ggFN
T ITAITI - 0000 R
N = Number of Kog LMT 8882888'§§§58822 Kat. Ne
cutting edges LMT-Code | d s d4 || d|d|d|d|d/ad)/J|d|djd/m Q] Cat.-No.
WRT 25 - 25 4 6 S s q 5 EBG T 25
< o < <
N o N N
N o N N
— (3] — —
© © © ©
WRT 32 - 32 5 8 2 ® DY S EBG T 32
<] o <] <
N o N N
N =} N N
— [3Y] — —
© © © ©
N=2
m (O] [m [
B = Mepsebiii BbIGop First choice M ‘
[ = AnbtepHatuBa Alternative =
Onuncanne/HasHaveHune cnnasos 1 kogos 1ISO Ha cTp. A.222 N
Description/Designation of grades and ISO-Code starting page A.222 - s
[Insi 4epHOBO 1 NONYYNCTOBOI 06PaBOTKM CTaNN, CTaNbHOIO NNTbS 1 H
XKaponpo4HbIX CniiaBoB
For roughing and semi-finishing of steel, cast steel and
high temperature alloys
www.itmash.ru A.265

KoHuesblie ¢pesbl
Milling with end mills
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3y6odpesepoBaHne

Gear cutting

ToueHue
Turning

Ceepnenue
Drilling

O6pa6oTka pe3b6

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping

MpunoxeHus
Attachment



CmeHHbIe Kpyriible NiacTUuHbI I:VI? KIENINGER
Copy inserts R ~

Pexywuit matepuan
e 4 & cuing i
UNpeHT. Ne Ident. No. Ansa dpesbl
N = Yucno pexyuwmx For cutter
KPOMOK gggc’gngC’og'ggFN
T ITAITI - 0000 R
N = Number of Kog LMT Ssggggggggsgggg Kat. Ne
cutting edges LMT-Code | d s dy | r |2|a|a/aa/a/a|dJdJjajalala|mal Cat.-No.
R10428S - 10 4,2 - - ® UFC
(D :
S
o
I
©
d
R 10 42 SN - 10 4,2 - - 3
[ 8
™
o
N
©
R 10 42 SN/SV . 10 4,2 . - 3
Y]
]
<
©
R 1042 SV - 10 4,2 - - 2
©
™
=]
N
©
B = Mepsebiii BoiGop First choice ‘ M ‘
[0 = AnbtepHatuBa Alternative =
OnuncaHne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222 = N
Description/Designation of grades and ISO-Code starting page A.222 s
[ns nony4ncToBoOi 1 YMCTOBOW 06PabOTKUN YyryHa 1 3aKaneHHOW cTanu = H

(CBN) n matepuanoB He cofep>kaiux xeneso (PCD)
For semi-finishing and finishing of cast and hardened steels (BN) and
for non-ferrous materials (PCD)
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ISO-CmeHHble nnacTuHbl

ISO Indexable inserts

BOEHLERIT

Pexywuin matepuan
Cutting materials
NaeHT. Ne Ident. No.

N = Yucno pexxyuwmx >
KPOMOK 3 § 2
N = Number of Kog LMT 3 8 g
cutting edges LMT-Code | d s d4 r ' P ]
R APHT 1003 PDFR-ALC 10,96 @ 6,6 3,5 2,8 0,5 Q|
r (11 B B
1
I £ APHT 1604 PDFR-ALC 17,30 | 9,52 5,26 4,5 0,8 N
o o
ER=)
<5 <
© | ©
APKT 1003 PDSR-BM 10,96 | 6,6 3,5 2,8 0,5 2
=}
)
<
©
APKT 1604 PDSR-BM 17,30 | 9,52 5,26 4,5 0,8 >
o
)
<
©
N=2
. APKT 1003 PDSR-BP 10,96 @ 6,6 3,5 2,8 0,5 QA12|e | SR
- uuuur/ﬁ S o o o < 0
285 5 88
d = -ldi o - | ¥ ¥ (=R
| H o © © n ©
— = APKT 1604 PDSR-BP 109 66 35 28 05 3985 |QF
O ®» O O < | 0
D O = = o o
S| ®w o o o o
S - ¥ T o <
nH o © © 0 ©
o APKT 160416 SR-BP 17,30 | 9,52 5,26 4,5 1,6 3
&
@
N=2 [}
APKT 160424 SR-BP 17,30 | 9,52 5,26 4,5 2,4 3
3
e}
>
APKT 160432 SR-BP 17,30 | 9,52 5,26 4,5 3,2 3
3
@
>
19° APKT 15T3 PDTR-BP 16,33 | 9,73 4,36 4,5 06 ¥ I
S| 3
di 8%
0 o
-S|
N=2
OnuncaHune/HasHaveHune cnnasos 1 kogos I1ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222
www.itmash.ru A.267

KoHuesblie ¢pesbl
Milling with end mills
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T
@
@
£
@
re}
]
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o)
°
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=3
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3y6odpesepoBaHne
Gear cutting

ToueHue
Turning

Ceepnenue
Drilling

0O6paboTka pe3bb

Threading

PesbGoHakaTka
Threading Rolling

OcHacTka
Clamping
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ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts

Pexywuin matepuan
Cutting materials
NaeHT. Ne Ident. No.

N = Yucno pexxyuwmx

KPOMOK § 5 °
N = Number of Koa LMT 3 g 3
cutting edges LMT-Code | d s d4 r ' P ]
d HNGX 090520 ZZN 9,35 | 16,2 5,56 3,2 2 2K
3|8
™ <
7% o | =
0 ©
Il : ’d1
*@ r HNGX 090530 ZZN 9,35 | 16,2 5,56 3,2 3 318
33
™ | O
o |
0 o
LDKT 1504 PDSR 15,7 9,52 | 4,76 4,5 0,8 B2
33
W | O
- <
o ©
LDLX 150308 R 15 9,52 | 3,18 4,5 0,8

9183369

LDLX 150308 R-050 15,0 9,562 | 3,18 4,5 0,8

Q
5
9183370

N =

Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222
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ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts §c
€ o
EfS
M

Pexywuin matepuan
Cutting materials Y
NaeHT. Ne Ident. No. g
N = Yucno pexywmx 2
KPOMOK § Ele _3
N = Number of Koa LMT 3 § 3 P
cutting edges LMT-Code 1 d s d, r a par o
LPMX 070304 7,94 6,35 | 3,18 2,8 0,4 §'§

r {11°

B

a
9183371

110 LPLX 1504 PPR-050 15,88 | 12,70 | 4,76 4,5 -

o

e
9183372
3y6odpesepoBaHne

Gear cutting

=z

1]

N
ToueHue
Turning

ODHT 060508 ZZN 6,68 | 15,88 @ 5,56 - 0,8

5009060
9183424

Ceepnenue
Drilling

(15° ODMW 060508 SN 6,58 | 15,88 | 5,56 5,5 0,8

5009035
9183379
5030430
6400577

0O6paboTka pe3bb

Threading

N=8

PesbGoHakaTka
Threading Rolling

Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222

OcHacTka
Clamping

www.itmash.ru A.269

MpunoxeHus
Attachment



ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts

Pexywuin matepuan
Cutting materials
NaeHT. Ne Ident. No.
N = Yucno pexyuwmx
KPOMOK % 5 °
N = Number of Koa LMT 3 g ¢
cutting edges LMT-Code | d s d4 r - - d
OFER 070405 SN 7,4 18,1 4,76 - - o8
o | <
[©2 3 4]
o | ©
o |
0w o
OFER 070405 SN-BP 7,4 18,1 4,76 - - 88
o ™M
[©2 3 +p]
o | ©
o |
0 o
OFEX 05T305 SN-BP 7,4 12,70 | 3,97 4,6 5188
S 3 %
o | o O
o |~ <
n o ©
SCKT 1205 ACTN 12,70 | 12,70 | 5,56 5,5 - R
3
[ce)
>
N=4
/ SCMX 120512 12,70 | 12,70 | 5,56 5,5 1,2 3
——7° Q3
\ &
(@b >
d d
(il g
| s
N=4

Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222
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ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts §§
&6
iZ
€=

Pexywuin matepuan
Cutting materials Y
NaeHT. Ne Ident. No. g

N = Yucno pexxyuwmx = %

KPOMOK 3 5 S =2

N = Number of Kop LMT 3 8 3 5

cutting edges LMT-Code 1 d s d, r a par o
SDHT 1204 AEFN-ALC 12,70 | 12,70 | 4,76 5,5 - SRS 83
8 8
o | o
< <
© | ©
SDHT 1504 AEFN-ALC 15,88 | 15,88 | 4,76 5,5 - 5
8
o
<
©
SDHT 1204 AESN 12,70 | 12,70 | 4,76 5,5 - 3183 %
o ™M © Q
D M| © g
o | o O o O
o - | < o=
0 o © 2E
Se
SDHT 1504 AESN 15,88 | 15,88 | 4,76 5,5 - 5 58
3
[ce)
>
2 (=3
/ SDHT 1204 AESN-BM 12,70 | 12,70 | 4,76 5,5 - P s
3
o
&s
/ SDHW 1204 AEEN 12,70 | 12,70 | 4,76 5,5 - 5l 9
d f\ - d4 o | < E o
N\ | @ 23
] — SDHW 1204 AESN 12,70 | 12,70 | 4,76 5,5 - 518 =
> | 3
o | ©
o |
0w o
SDHW 1504 AEEN 15,88 | 15,88 | 4,76 5,5 - 8 .
5
o ¥ O
3

N -4 il
43

OnuncaHune/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222

Description/Designation of grades and ISO-Code starting page A.222
85
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Attachment



ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts

Pexywuin matepuan
Cutting materials
NaeHT. Ne Ident. No.
N = Yucno pexyuwmx
KPOMOK % 5 °
N = Number of Koa LMT 3 g ¢
cutting edges LMT-Code | d s d4 r - - d
SDMT 090308 9,52 9,52 | 3,18 4 - QN
v/ ~ o~
1575 S 8
d f i,, ld g g
1 SDMT 120408 SN 12,70 | 12,70 | 4,76 5,5 08 |23
| 8 3
o | ©
o |
0 o
N=4
| SDMT 1205 PDSR-BP 12,70 1 12,70 @ 5,0 4,4 08 2893
Ir / o M N~
. 2 8 38
[EEETaen] 151;\ 1 S = %
Ho r\: T ]d 0| o ©
Ee\/ -
Ce8erm8r) -
I-S|
SEHT 1204 AFFN-ALC 12,70 | 12,70 | 4,76 5,5 - 23
S B
o | O
< <
© | ©
N=4
SEHT 1204 AFSN-BM 12,70 | 12,70 | 4,76 5,5 - b
S
o
d 3
N=4

Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222
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ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts §§
&6
iZ
€=

Pexywuin matepuan
Cutting materials Y
NaeHT. Ne Ident. No. %
N = Yucno pexyuwmx &
K S = g
POMOK 3 =} 2 cd
N = Number of Koa LMT 3 8 g 5=
cutting edges LMT-Code 1 d s d4 r | e o
SEKN 1203 AFEN 12,70 | 12,70 | 3,18 - 1,4 AR §3
S| B
o | o
< <
© | ©
SEKN 1203 AFSN 12,70 | 12,70 | 3,18 - 14 5188 5 5
o SN~ 0
DM O © o
o o O O o
S = ¥ = <
0w o oo ©
SEKN 1204 AFSN 12,70 | 12,70 | 4,76 - 14 1815 5
o I~
» @ | ©
o o O
3 &5 3
N=4
SEKN 1504 AFEN 15,88 | 15,88 | 4,76 - 1,4 3 H
5
o o O
3 ok
© 83
SEKN 1504 AFSN 15,88 | 15,88 | 4,76 - 1,4 I8 58
S|
0 | O
— | <
o | ©
SEKR 1203 AFSN 12,70 | 12,70 | 3,18 - 14 ¥ -
o X I~
D M ©
o | o O
o - < @
0w o © so
SEKR 1204 AFSN 12,70 | 12,70 | 4,76 - 14 |8 22
S | &
o | ©
o |
[To )]
SEKR 1203 AFSN-BM 12,70 | 12,70 | 3,18 - 1,4 IS 85
S
o
<
©
SEKR 1204 AFSN-BM 12,70 | 12,70 | 4,76 - 1,4 0 9
~ 3
[{e] o
= g
< Eo
© 85
5

N=4

OnuncaHune/HasHaveHune cnnasos 1 kogos I1SO Ha cTp. A.222 gg

Description/Designation of grades and ISO-Code starting page A.222 gc‘g
s
85
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Attachment



ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts

Pexywuin matepuan
Cutting materials
NaeHT. Ne Ident. No.
N = Yucno pexxyuwmx
K 2 =
POMOK g 9_ 9_
N = Number of Kog LMT 3 8 g
cutting edges LMT-Code | d s d4 r ' ]
SEKT 1204 AFSN 12,70 | 12,70 | 4,76 5,5 - g|x @
o < N~
| ™M ©
o | © o
o | <t
n | o ©
SEKW 1204 AFEN 12,70 | 12,70 | 4,76 5,5 - 2
S
o
<
©
SEKW 1204 AFSN 12,70 | 12,70 | 4,76 5,5 - 513818 3
o | N~ <
DM © O o
o o O O (3]
O - < < o
n o ©o o Te]
N=4
SPKN 1203 EDSR 12,70 | 12,70 | 3,18 - - wINS 3
< O O w0
™| O © o
W o o o
— < | < <
o | ©  © ©
SPKN 1504 EDSR 15,88 | 15,88 | 4,76 - - ©I382 Y
S <t O O Te)
™D O © o
| O O o
- S| <
o © © ©
N=4
[ SPKR 1203 EDSR 12,70 | 12,70 | 3,18 - - ™~
¥
s 11° 3
% 2
d 71—1 o
| s
N=4

Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222
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ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts §§
&6
iZ
€=

Pexywuin matepuan
Cutting materials Y
NaeHT. Ne Ident. No. %

N = Yucno pexxyuwmx = 2

KPOMOK 3 5 S =2

N = Number of Kop LMT 3 8 3 5

cutting edges LMT-Code 1 d s d, r a par o
SPMT 060304 6,35 6,35 | 3,18 3,4 0,4 ® §3
3
[ce)
>
SPMT 120408 SN 12,70 | 12,70 | 4,76 5,2 08 K 2
S | &
o | ©
o |
0 o
SPMT 120408 SN-BP 12,70 | 12,70 | 4,76 5,2 0,8 b H
2 82
> 2=
Se
&8
2 (=3
SPMW 120408 12,7 12,7 4,76 5,2 0,8 4 s
3
o
<
©
&s
TNHF 1204 ANSN-BK 12 12,70 | 4,76 - 2 SIS 9
< | 0 3
o o a
™| o ]
o | < Eo
0| © 85
5

N-6
43

Onuncanne/HasHaveHune cnnasos 1 kogos ISO Ha cTp. A.222

Description/Designation of grades and ISO-Code starting page A.222
85
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ISO-CMeHHble NNacTuHbI BOEHLERIT

ISO Indexable inserts

Pexywuin matepuan
Cutting materials
NaeHT. Ne Ident. No.

N = Yucno pexyuwmx

KPOMOK § 5 °
N = Number of Kop LMT 3 § 3
cutting edges LMT-Code | d s d4 r ' ]
TPKN 1603 PDER 16,5 9,52 | 3,18 - - 85
< | W0
o o
™ O
o | <
0 ©
TPKN 1603 PDSR 16,5 9,52 | 3,18 - - o518
< 0w
— N~ I~
o O O
- <
o | ©  ©
TPKN 2204 PDER 22 12,70 | 4,76 - - 33
< | W0
o o
™ O
o | <
0 | ©
TPKN 2204 PDSR 22 12,70 | 4,76 - -

6407508
6407510

XPNT 160412-BP 16,5 9,56 @ 4,76 - -

9183423 | 9191463

4%

(2]
o
5009059

N=2

Onuncanune/HasHaveHune cnnasos u kogos I1ISO Ha cTp. A.222
Description/Designation of grades and ISO-Code starting page A.222
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sliw pua yyum Bulli Suesul 8jqexapul yum Bulliin
19gadd a19gahHOy LIHO 2 19ead

Bumno Jean Buiuiny Buiua Buipeaiy Buijjoy Buipeaiy | Buidwe|n juswyoeny
onHesodesaddoghe MHOhO | suHaudes gagad exiogedgQ BYLEMEHOQAERd E)NLOBHOQ suHaMoUMd]|

A.277
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3ameTKu
Notes
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Siliw pus yum Bulliiy
1agadd a19gahiHOY

3ameTKu
Notes

SHasul a|qexapul UM Bulljin
UHD 2 19gadp

Bumno seany
auHesodacaddoghe

Buiuiny
MHOhO |

Buiug
auHaurdaa)y

Buipeaiy |
gacad exiogedoQ

Bujjoy Bupesiy L
BXLENEHOQAEdd

Buidwe|n
E)NLOBHOQ
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Notes
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Siliw pus yum Bulliiy
1agadd a19gahiHOY

3ameTKu
Notes

SHasul a|qexapul UM Bulljin
UHD 2 19gadp

Bumno seany
auHesodacaddoghe

Buiuiny
MHOhO |

Buiug
auHaurdaa)y

Buipeaiy |
gacad exiogedoQ

Bujjoy Bupesiy L
BXLENEHOQAEdd

Buidwe|n
E)NLOBHOQ
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npombiwneHHoe obopynosaHue

UHTEPTYJ/IMALL

KomnnekcHole nocmaeku 060py008aHUA U UHXUHUPUH2

Kommnanus "UHTEPTYJIMAIIL" - nocTaBIIMK HHCTPYMEHTA

LMT B Poccuu.

LMT - rpymna KoMmMmaHui oOmer uucieHHoctbio Oomee 3000

yenoBek. Kaxknmas kommaHusi — Juaep pbIHKA B CBOeW o0macTw,
npejyiararoiias COBpeMEHHbIE TEXHOJIOTMYECKUE U UHCTPYMEHTAJIbHbBIC
pelleHus IS BCETO CIEKTpa 3a/1a4 METaNI0O00padOTKH.

"
LMT+TOOLS

Qe

JIns1 3aKka3a HHCTPYMEHTA U TEXHUYECKUX KOHCYJIbTAIUA 0OPOpPMUTE
3aKa3 Ha HallleM CauTe
wwuw.itmash.ru
Hammm cotpyiHUKY OnepaTUBHO CBSHKYTCS ¢ Bamu.
Bl MokeTe npuckuiaTh Baru 3asBKy U BOMPOCHI HA SJIEKTPOHHYIO
MOYTYy
inbox@itmash.ru
WJIM 3BOHUTE IO TeyeOHY
(495) 668-13-58.
BbI Taxke MOXKeTe BOCIIOIb30BaThCS gﬁOpMOﬁ 3as68KuU Ha caume.

npomswnennoe obopynosamnue WWW.itmaSh.rU

MHTEPTynMAm inbox@itmash.ru

(495) 668-13-58

KomnnekcHole nocmageku 060pyd0o8aHus U UHXUHUPUH2
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