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MILLING Grade details

nidlkoro0.s

COATING
GRADE SUBSTRATE | HARDNESS HV APPLICATION FEATURES
TECHNOLOGY = COMPOSITION
K05 MTCVD special coating with extreme wear resistance.
JG7515 carbide 1.950 CVD TION+AL,0, koo | Recommended for grey cast on machining at high
cutting speed.
P10
P20 High wear resistance on steel machining at high
JG8520 carbide 1.640 CVD TION+AL,0, cutting speed, very good performance also in cast fon
K15 machining as a complementary solution.
K25
M25
M40 Tough substrate with high stability at high temperature.
JG9540 carbide 1.560 CVD TION+AL0, High wear resistance on stainless steel and HRSA
S20 machining.
S30
P20
P40
. . . ) M25 Universal grade mainly for steel application but also
JP5530 micrograin carbide 1.840 PVD TIAIN M30 | available for ISO M and IS0 K machining.
K25
K30
P35
P45
M30 All-around solution with high reliability thanks to a
JPS540 carbide 1.560 PVD TIAISIN Mo | SPecial tough subsirate with high stability at high
temperature.
S20
S30
NO5 High performance coated grade for non-ferrous
JP6525 micrograin carbide 1700 PVD TiBCN Nos | Materials. Very low friction coefficient reduces adhesions
and improves surface finishing.
Ki5 First choice for ISO K machining with a predictable long
JP7525 carbide 1.840 PVD TIAIN ka5 | toollfe. Perfect performance both on gray and nodular
cast iron.
K10 A hard multilayered PVD coating for succesful milling
JP7G ] 5 carbide 1.840 PVD TIAIN K20 of cast iron under stable conditions. Available only for
RekPlus series, until stock exhaustion.
P15 Micrograin PVD grade for general machining of steel
JP862S micrograin carbide 1.600 PVD TIAIN pps | Under various cutting conditions. Available only for
RekPlus series, until stock exhaustion.
P15 First choiche for steel application. The new substrate
JP8725 micrograin carbide 1.840 PVD AlCrN p3g | contributes to a great performance increase compared to
conventional products.
M M20
M35 First choice for stainless steel machining under general
Jpss:ﬂi micrograin carbide 1.640 PVD TiAIN cutting conditions. Also applicable on titanium thanks to
S15 a great stability at high temperature.
S25
M M20
M35 Micrograin PVD grade for general machining of stainless
JP9635 micrograin carbide 1.640 PVD TIAIN steel under various cutting conditions. Available only for
S15 RekPlus series, until stock exhaustion.
S25
M35
M45 Ultra tough substrate with high stability at high
carbide . IAISi temperature. Perfect choice for difficult to cut materials
bid 1.560 PVD TIAISIN Perfect choice for difficul jal
S25 under sever cutting conditions.
S35
PO5 Uncoated cermet for high speed machining of steel.
JU4525 cermet 1.560 - pis | Optimum solution for finishing application nder stable
conditions.
N1O Uncoated grade for non-ferrous materials. The
JUeS520 micrograin carbide 1.560 - N30 micrograin substrate toughness allows the production of
very sharp ground cutting edges.
Ko1
K20 Applicable for finishing application of cast iron and
NAG200 A0+ TICN 2300 ) HO1 hardened steel in case of very stable cutting conditions.
H20
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MILLING Grade details niNKoT00LS

COATING
GRADE SUBSTRATE | HARDNESS HV APPLICATION FEATURES
TECHNOLOGY | COMPOSITION
NBH4SOU High volume CBN 4,400 . K01 First choice for gray cast iron finishing at very high
95% ' K20 cutting condition and with great wear resistance.
: First choice for gray cast iron roughing at very high
High volume CBN
NBHSS0U gnvolume 3.500 - K20 ting condition (until 2000 m/rmin). Productivity
80% K30 f ) )
unattainable with conventional products.
H25
: H35 Universal grade for severe applications both on 1SO
High volume CBN
NBHSOOU 9 Vgg'ge 3.500 - K and ISO H materials. High reliability on roughing
° K25 | operations.
K35
H30
High volume CBN H3s Ext toughi inly f ti hining but
. reme toughness mainly for cast iron machining bu
NBHIS50U 90% 4.000 - appliable, as alternative grade, even on hardened steel.
K35
diamond N10 First choice for all-around application on non-ferrous
I|II I 2“ 95% 6.000 B N30 materials.
) Multi-modal grade for a perfect balance between
diamond
“n I sn l gmo/n 7.000 - mgg toughness and wear resistance. Good solution for high
new name: NDP302 5% silicon aluminium and bi-metal applications.
510 First choice for heat resistant super alloys (HRSA)
NSAG000 SIAION 1.800 - machining with variable cutting conditions. Perfect
S30 .
balance between toughness and wear resistance.
. K05 . . -
“5“350 SiN, 1.700 - K20 High wear resistance for stable applications.
g
) . K05 First choice for roughing machining of gray cast iron =
“5“400 SN, 1.700 K30 even with interrupted cut. =
[=]
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MILLING Grade cross reference nidkoTooLs

1S0 513 nidlkoTo0.s ISCAR KENNAMETAL KYOCERA MITSUBISHI
carbide cermet carbide cermet carbide cermet carbide cermet carbide cermet
PO1-P10  JC8520 JU4525 IC5400 IC30N KTPK20 TN10OM
JC8520 IC5400 MC7020
P10-P20  JP5530 JU4525 Ic5500 IC30N KTPK20 % TQ‘JG%O&" MP120 NX2525
Jp8725 Ic808 PRISZS YoM VP15TF
KCPK30
p20-p3p PS50 om0 KC522M PR1225 MPGI30 | e,
JP8725 o KC725M PR1525 VP20RT
€830 KCPM40
Ic330 KC725M
P30-P40  JP5540 C830 KCPK30 % "é'gggg?
Ic845 KCPMA40 PRT535 VYP30RT
TN10OM
M MO1 - M10 IC30N KTPK20 i NX2525
M10-M20  JP9535 Ic808 IC30N KC522M PR1525 VP15TF NX4545
Ic5820 CAB535 MC7020
M20-M30  ‘oorar 1380 Kooz PR1525 MP7130
IC830 PR1535 VP20RT
JC9540 Ic5820
M30-Map | 5540 Ic830 % CAB535 MP7140
JPO535 IC840 oo PR1535 VP30RT
JPa545 Ic882 KCSMA0
JC7515 PR1210 TNT0OM
Ko1-K10 o2 IC5100 IC30N Kckis KTPK20 e e MC5020 NX2525
JC7515
Ki0-Kep  JC8520 105100 KOK15 G MC5020
JP7525 Ic810 KCK20 ohicio MP8010
JP7615 ERT5T0
CA420M
K20-K30  JP7525 IC810 e PRI210 VP15TF
PR1510
o NO1-N10  JP6525 - - KC410M . KW10 ;
o
—
2 JP6525 KC410M KW10 HTIT0
= - e - - e - -
= N10-N20  ‘eso5 28 K313 GW25 LCI5TF
N20-N30  JUB525 - Ic28 - KC422M . GW25 ; TF15
JC9540
so1-sto S0 : Ica08 :
JP9535 KC522M CAG535
$10 - S20 P9635 - IC830 - KOSM30 - PR1535 - MP9120
JC9540 Ic380 KC725M CAB535 MP9130
520 - S30 JP5540 : IC840 ) KCSM40 i PR1535 ) VP15TF
S01 - S10 - - - -
JP6525
= JP6525
=l S10-520  JP9535 - 1028 - KCSM30 . awizs . MP9120
= Ic808 PR1535
= JU6520
E 128 KCSM30 MP9130
=
520 - S30 JPO530 : IC808 ) KCSM40 i PR1S35 ) VP15TF

BLACK: CVD, UNDERLINED: PVD, RED: uncoated
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MILLING Grade cross reference

nidlkoro0.s

SANDVIK SECO SUMITOMO TAEGUTEC TUNGALOY WALTER
carbide cermet carbide cermet carbide cermet carbide cermet carbide cermet carbide cermet
GC1010 CT530 MP1501 MP1020 ACP100 T2500A 12510 CT7000 i NS740
GC1130 ACP100 AH725
sons CT530 MP1501 MP1020 preits T2500A 177080 CT7000 AT NS740 WKP25S

AH130
GC1130 mgggé % 177080 AH725 WKP255
GC4330 MP300Q ACP300 T78080 73130 WKP356G
F40M ACU2500
73205
F40M 178080 AH140
GC4340 MM4500 ACP300 T78020 AH3135 e
T350M 1185258 T3130 W3PASS
CT530 MP1020 T2500A CT7000 NS740
ACM200 179030
V52050 ACU2500 TT9080 AH725
662030 P30 ACM200 119080 L:;gg WSM35S
e ACP300 TT8080 73130 WaM355
73205
F40M
GC1040 MP2050 ACM300 178080 AH140 Dok
GC2040 MM4500 ACP300 TT8020 AH3135 WoM3SS
WSP455
T350M
663220 CT530 MK1500 MP1020 ACK200 T2500A 12510 CT7000 e NS740 WAK15
GC1020 MK1500 ACK2000 176080 Al120 WKP25S
63220 MK2050 ACK3000 7515 Ti15 WKK25S
GC3330 MP1501 ACK3000 1215 WKK2ES
GC1020 WKP35S
e MK2050 ACK3000 176080 AH120 e
KS05F
H10 Hi5 ; - K10 o . WK10
KS05F WK10
H10 Hi5 . H20 . K10 o . s
Hos . Ho0 - .
. . AH120 .
Gg;g)so MS2500 . ACM200 . TT9540 AH725 . WSM35S
MS2050
sdoT o . ACM300 . TT9540 . WSM45X
. . AH120 . WK10
GC1130 WK10
o MS2500 . ACM200 . K10 AH725 . S
MS2050
sdoT o . ACM300 . 113540 . WSM45X

This table is our own estimation based on information available to the public and is not authorized by the company mentioned on it.
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MILLING Application overview
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MILLING Application overview nidlkoroo.s

HIGH FEED JSl  CHAMFERING
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uick guide
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MILLING Quick guide
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B - THREADING A - TURNING

C - GROOVING
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F - ACCESSORIES E - DRILLING

G - SPARE PARTS

REKPLUS DOUBLEREK DOUBLE3GON
[4D14 [4D23 [4D29
' SCREW-IN SCREW-IN SCREW-IN
' CYLINDRICAL CYLINDRICAL CYLINDRICAL
ARBOR ARBOR ARBOR
KAPR 90° 90° 90°
Insert sizes 11/16 10/17 04/08
APMX 8/15 7/15 3/7
Tool diameter 016 - 0100 016 - 0125 020 - 160
Coolant holes v v v
Workpiece material IPRUNKIN]S] [PRINK] IPRUNKIN]S]
No. of cutting edges 2 4 6
No. of geometries 5 2 4
Special features cylindrical 10xD cutters
Side Milling @ v v v
Slotting @ v v v
Face Milling & v v v
Ramping @ ‘/ )( X
Helical Interpolation @ \/ )( )(
Machine load 1 | N 1 | | 1 | .
Strength 11 1IN EEEEN HEN ]
Precision 11 1IN 1 1 1IN EEEEN
Finishing [ ] | |EIN EEEEN [ 1 ] ] In
Range [ 1 1] | HEN ] HEN ]

D12




MILLING Quick guide

ALUREK 1S0 APKT
[4D37 [4dD42
SCREW-IN
CYLINDRICAL Only insert is available.
ARBOR
KAPR 90° 90°
Insert sizes 19 10/16
APMX 19 9/15
Tool diameter 025 - 050
Coolant holes v
Workpiece material m (PR
No. of cutting edges 2 2
No. of geometries 1 2

Special features

PVD coated grade for non-ferrous materials

Side Milling @

\4

Slotting @

\4

Face Milling &

Ramping @

SN NN

Helical Interpolation @

Machine load WO 1 1 1IN
Strenght | 1 | |mm [ 1 | |mm
Precision EEENR] 1 | |
Finishing HEENE 1 | |mim
Range W] | [N

nidlkoro0.s
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MILLING Family overview - RekpLUS nidlkoro0.s

REKPLUS

Versatile shoulder milling cutters capable of ramping for diverse application

APPLICATION

- Shoulder milling

- Long overhang milling

- Profiling and Pocketing

- Linear and helical ramping

ISO APPLICATION FIELDS
(PRIMKIN]S

ADVANTAGES AND CHARACTERISTICS

- Inserts of helical geometry type can produce high precision 90°.

- The straight geometries are suitable for roughing without special finishing needs and ensure excellent competitiveness.

- Extremely complete range of cutter bodies with cylindrical shank (Weldon also available), both with standard and 10xD lengths,
with threaded connection plus 10xD extensive sleeves, all with internal cooling.

e Cutter bodies

- Arbor type

- Cylindrical type (up to 10xD)

- Screw-in type

- Extension sleeves (steel/carbide 10xD)
- From D16 to D100

Extension arbors Coarse pitch Fine pitch

® |nserts

- 2 cutting edges

- Edge length 11 and 16

- Cemented carbide grades with CVD and PVD coatings
- Geometries: HSC, HGP, GP, TE, AL.

D14

HSC@AMEHE HGP @ '™ 4
rﬁ 0.4 0.8 1.2 1.6 2.0 3.1
Helical geometries are available with a wide range of radii.
SIZE SIZE
1116 1116

GPEAMIA TE @I AL
SizE Size Size
1116 1116 1116




MILLING Holders - RekpLUS niNKoT00LS

Screw-in
NT-RKP
RekPlus
e Positive type precision shoulder milling
system, with coolant through > 3
* Tolerance of tool diameter (with Nikko inserts “) KAPR
installed) 0/-0.2
© 10xD cylindrical body and screw-in type for
applications that need long-overhang
 High-Quality Swiss screws available to
guarantee your machining process Cylindrical
DC DCON
- 'KAPR T
‘ w | . ‘
Arbor DCSFMS
‘ | DCON | ‘
| (
N
L 1
2
=
=
[=]
Designation Stock DC cict DCON LF LU DCSFMS CRKS KAPR Wt MIID
SCREW-IN
NT-RKP11 D016-M08-Z02 [ ) 16 2 8.5 25 - - M8 90° 0.03Kg NT-RKP11
NT-RKP11 D020-M10-Z03 [} 20 3 10.5 38 - - M10 90° 0.07 Kg NT-RKP11
NT-RKP11 D025-M12-203 [} 25 3 125 38 - - M12 90° 0.12Kg NT-RKP11
NT-RKP11 D025-M12-204 [} 25 4 125 38 - - M12 90° 0.11Kg NT-RKP11
NT-RKP11 D032-M16-204 [} 32 4 17 43 - - M16 90° 0.23Kg NT-RKP11
NT-RKP11 D032-M16-Z05 [} 32 5 17 43 - - M16 90° 0.22 Kg NT-RKP11
NT-RKP16 D025-M12-Z02 [ ] 25 2 12.5 38 - - M12 90° 0.11Kg NT-RKP16
NT-RKP16 D032-M16-203 [} 32 3 17 43 - - M16 90° 0.19Kg NT-RKP16
NT-RKP16 D040-M16-204 [} 40 4 17 43 - - M16 90° 0.24 Kg NT-RKP16
CYLINDRICAL
NT-RKP11 D016-S16-202 o 16 2 16 100 25 - - 90° 0.13Kg NT-RKP11
NT-RKP11 D020-S20-203 [ ] 20 3 20 110 30 - - 90° 0.23Kg NT-RKP11
NT-RKP11 D025-525-203 [} 25 3 25 120 35 - - 90° 0.41Kg NT-RKP11
NT-RKP11 D025-525-204 [} 25 4 25 120 35 - - 90° 0.40 Kg NT-RKP11
NT-RKP11 D032-532-204 [} 32 4 32 130 35 - - 90° 0.74 Kg NT-RKP11
NT-RKP11 D032-532-205 [} 32 5 32 130 35 - - 90° 0.73Kg NT-RKP11
NT-RKP16 D025-S25-202 [} 25 2 25 120 35 - - 90° 0.40Kg NT-RKP16
NT-RKP16 D032-S32-203 [ ] 32 3 32 130 45 - - 90° 0.71Kg NT-RKP16
CYLINDRICAL - LONG TYPE (10XD)
NT-RKP11 D016-S15-Z02-L [ ) 16 2 15 160 25 - - 90° 0.19Kg NT-RKP11
NT-RKP11 D016-S16-202-L [} 16 2 16 160 25 - - 90° 0.21Kg NT-RKP11
NT-RKP11 D017-S16-202-L [ ] 17 2 16 170 25 - - 90° 0.23Kg NT-RKP11
NT-RKP11 D020-S19-Z03-L [} 20 3 19 200 30 - - 90° 0.39Kg NT-RKP11
NT-RKP11 D020-520-Z03-L [} 20 3 20 200 30 - - 90° 0.43Kg NT-RKP11
NT-RKP11 D021-520-Z03-L [} 21 3 20 210 30 - - 90° 0.46 Kg NT-RKP11

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
D15



MILLING Holders - RekpLUS niNKoT00LS

Designation Stock DC cicT DCON LF LU DCSFMS CRKS KAPR WT MIID
NT-RKP11 D025-S24-Z03-L [} 25 3 25 250 35 - - 90° 0.82 Kg NT-RKP11
NT-RKP11 D025-S25-Z03-L [} 25 3 25 250 35 - - 90° 0.89 Kg NT-RKP11
NT-RKP11 D026-S25-Z03-L [ ] 26 3 25 260 35 - - 90° 0.94 Kg NT-RKP11
CYLINDRICAL - REDUCED SHANK
NT-RKP11 D020-S16-Z03 [} 20 3 16 110 30 - - 90° 0.15Kg NT-RKP11
NT-RKP11 D025-S20-Z03 [} 25 3 20 120 35 - - 90° 0.28 Kg NT-RKP11
NT-RKP11 D028-S25-Z04 (@] 28 4 25 120 35 - - 90° - NT-RKP11
NT-RKP11 D030-S25-Z04 (@] 30 4 25 130 35 - - 90° - NT-RKP11
NT-RKP11 D032-S25-Z04 [ ] 32 4 25 130 35 - - 90° 0.49 Kg NT-RKP11
NT-RKP16 D040-S32-Z04 [ ] 40 4 32 150 45 - - 90° 0.89Kg NT-RKP16
CYLINDRICAL - WELDON CONNECTION
NT-RKP11 D016-W16-Z02 [ ] 16 2 16 80 25 - - 90° 0.10Kg NT-RKP11
NT-RKP11 D020-W20-Z03 [ ] 20 3 20 90 30 - - 90° 0.18 Kg NT-RKP11
NT-RKP11 D025-W25-Z04 [ ] 25 4 25 100 35 - - 90° 0.32 Kg NT-RKP11
ARBOR
NT-RKP11 D032-F16-204 [ ] 32 4 16 40 - 28 - 90° 0.11Kg NT-RKP11
NT-RKP11 D040-F16-Z05 [ ] 40 5 16 40 - 35 - 90° 0.22 Kg NT-RKP11
NT-RKP11 D040-F16-Z06 [ ] 40 6 16 40 - 35 - 90° 0.20 Kg NT-RKP11
NT-RKP11 D050-F22-205 [ ] 50 5 22 40 - 40 - 90° 0.33Kg NT-RKP11
NT-RKP11 D050-F22-207 [} 50 7 22 40 - 46 - 90° 0.37 Kg NT-RKP11
NT-RKP11 D063-F22-206 [} 63 6 22 40 - 50 - 90° 0.59Kg NT-RKP11
NT-RKP11 D063-F22-Z08 [ ] 63 8 22 40 - 50 - 90° 0.57 Kg NT-RKP11
NT-RKP11 D080-F27-207 [ ] 80 7 27 50 - 60 - 90° 1.21Kg NT-RKP11
NT-RKP11 D080-F27-Z10 [ ] 80 10 27 50 - 60 - 90° 1.07 Kg NT-RKP11
NT-RKP16 D040-F16-204 [ ] 40 4 16 40 - 35 - 90° 0.19Kg NT-RKP16
NT-RKP16 D040-F16-Z05 [} 40 5 16 40 - 35 - 90° 0.18Kg NT-RKP16
) NT-RKP16 D050-F22-204 [} 50 4 22 40 - 40 - 90° 0.29Kg NT-RKP16
é NT-RKP16 D050-F22-Z05 [ ] 50 5 22 40 - 40 - 90° 0.27 Kg NT-RKP16
E. NT-RKP16 D063-F22-Z05 [ ] 63 5 22 40 - 50 - 90° 0.53 Kg NT-RKP16
= NT-RKP16 D063-F22-Z06 [ ] 63 6 22 40 - 50 - 90° 0.51 Kg NT-RKP16
NT-RKP16 D080-F27-206 [ ] 80 6 27 50 - 60 - 90° 1.09 Kg NT-RKP16
NT-RKP16 D080-F27-208 [} 80 8 27 50 - 60 - 90° 1.06 Kg NT-RKP16
NT-RKP16 D100-F32-207 [} 100 7 32 50 - 80 - 90° 1.90 Kg NT-RKP16
NT-RKP16 D100-F32-Z09 [ ] 100 9 32 50 - 80 - 90° 1.85Kg NT-RKP16
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-RKP11 Dooo-o00-Zoo NT-ST25056T08HQ NT-FTBO8
NT-RKP16 Dooo-ooo-Zoo NT-ST40095T15HQ NT-FTB15

D16



MILLING Indexable inserts - RekpLus nidkoTooLs

W e | HC | HF | HF | HF | HF | HE HE | HF | HF | HF | HT | HF
NT R KP H: Cemet | CVD | PVD | PVD PVD PVD PVD |PVD |PVD | PVD | PVD
- CVD: Chemical vapour deposition
PVD: Physical vapour deposition
OSSO WwWLWLWWwWmNLe
- N Y N = NN MM NN
W WM WMWLWM®D O NW@DWW
N W WA WWNDNO OO OMN N @& @
RekPlus S A A ae s aa s e DD
= = = = =™ m = m m m s S
 HGP and HSC are high precision helical S menne: @1 choce (O sutatie| @ | O OO0 O o0
type geometries, better guarantee your i ; )
ouloring e g @ron O @ 0 0O 000000 @
* GP, TE and SC are economical straight type | " TG, 48 14 cnace §-7 sutable kA 28
geometries Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1% choice)
* Available in different radii besides R0.8, such 100 100 80 100 100 130
asR0.4,1.2,1.6,2.0, 3.1 260 | 260 | 220 260 | 280 300
o Available with cermet and diverse carbide M 60 | 60 | 60 80 80
. o 180 | 180 | 180 200 | 180
grades covering PMKNS applications
) ) o 180 140 140
© Aluminum type available with different 360 300 300
radius. For more possibilities for non ferrous 300
materials, please go to AluRek series 1100
 For H materials please go to advanced 20 20 20
milling chapter 2 edges g S
Designation RE IC S D1 BS Stock
EI HGP @AM A NT-RKP11R04M-HGP 04 | 635 35 | 28 | 12 [ ] [ ]
E NT-RKP11R08M-HGP 08 | 635 | 35| 28 | 07 ° e o o
© NT-RKP11R12M-HGP 12 | 635 35 | 28 | 05 [ ] [ ]
NT-RKP11R16M-HGP 16 | 635 35 | 28 [ ] [ ]
helical type NT-RKP16R08M-HGP 08 | 9525 476 | 45 | 07 A ® O A [
al-around application | 7. RKp1GR12M-HGP 12 1952 476 45 | 05 ° °
NT-RKP16R16M-HGP 16 | 9525 476 | 45 [ ] [
NT-RKP16R20M-HGP 2 | 9525 476 | 45 [ ] [ ]
NT-RKP16R31M-HGP 31 | 9525 476 | 45 [ ] [ ] o
EI GPEAMIA =
=
= NT-RKP11R08M-GP 08 | 635 35| 28 | 19 'V [ (@] o o [ ] =
& a
NT-RKP16R08M-GP 0.8 | 9525 476 | 45 2 |V [ ] O o o [ ]
,;, Hsc @AMHE NT-RKP11R04M-HSC 04 | 635 | 35 | 28 | 12 [ ] [ ]
o
; NT-RKP11R08M-HSC 08 | 635 | 35| 28 | 07 ° [ ] [ ]
o
- NT-RKP11R12M-HSC 12 | 635 35 | 28 | 05 [ ]
i NT-RKP16R08M-HSC 08 | 9525 476 | 45 | 07 A ® A [
helical type
lowrcuting force NT-RKPIGRI2M-HSC | 12 | 9525 476 45 | 05 °
'é:g scEaME
2 NT-RKP11R08M-SC 08 | 635 | 35| 28 | 19 VIV
3
NT-RKP16R08M-SC 08 | 9525 476 | 45 2 v \%
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
a (mm) (NT-RKPT1) a (mm) (NT-RKP16) UPCOMING GRADES UPDATE MODIFICATION
(only for helical type) OF THE CUTTER BODY
16.04 16.04 When using inserts with corner radius larger than
oLb NEW 1.6 mm the cutter body must be modified
12.0 12.04 JP8625 » JP8725
JP9535
04 JP9635 » 1P5540
JP7615 » JP7525
4.0+
fz (mm) fz (mm) Round-shaped
T T T T T T T T processing
0.15 0.20 0.25 0.30 0.15 0.20 0.25 0.30
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MILLING Indexable inserts - RekpLus nidkoTooLs

W caose | HC | HF | HF | HF | HE | HE HF | HF | HF | HF | HT | HF
NT RKP HT Cermet | CVD| PVD | PVD | PYD PVD| PVD | PVD | PVD | PVD PVD
- CVD: Chemical vapour deposition
PVD: Physical vapour deposition
O e W WNLWLWLWWWN e
_ N M Y N = NN MM NN
W W WM WG N WO W W
R kPI N (W W W NN 600 O O & @
eKrIus O a e les e s e e A D D
= = =™ = =™ =™ ™ m m m s S
 HGP and HSC are high precision helical Stab'emaﬁgm"c‘ﬂ{ @ ' croce O sutave| @ O OO O C W )
type geometries, better guarantee your G Wi, ‘ )
choutring e S @ran O @ @ 0O 000000 @
* GP, TE and SC are economical straight type | "%, 48 1« choce §-73 suiable 88 s
geometries Dimensions \ISO Ve(m/min) - suggested cutting speed range (bold: 15 choice)
o Available in different radii besides R0.8, such 100 100 80 100 100 130
asR0.4,1.2,1.6,2.0, 3.1 260 260 220 260 280 300
o Available with cermet and diverse carbide M 60 | 60 | 60 80 | 80
. o 180 | 180 | 180 200 180
grades covering PMKNS applications
) ) e 180 140 140
e Aluminum type available with different 360 300 300
radius. For more possibilities for non ferrous 300
materials, please go to AluRek series 1100
o For H materials please go to advanced 20 20 20
milling chapter 2 edges = UE
Designation RE IC S D1 BS Stock
g 3P K]
= NT-RKP11R08M-TE 08 | 635 35| 28 | 19 [ ] O [ ]
=
w
o
NT-RKP16R08M-TE 08 | 9525 476 | 45 | 22 O O [ ]
= AL
%’ NT-RKP11R04G-AL 04 | 635 35| 28 | 19 [ ]
=
=]
2 = NT-RKP11R08G-AL 08 | 635 | 35| 28 | 19 [
=
= polished surface NT-RKP16R08G-AL 08 | 9525 476 | 45 | 22 °
a periphery ground
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) (NT-RKP11) ap (mm) (NT-RKP16) aneom) [ (NT-RKP11) an o) [ (NT-RKP16)
16.0 16.0 1 16.0 4 16.0
12.04 12.0 12.04 12.04
8.0 8.0+
4.0+ 4.0+
fz (mm) fz (mm) fz (mm) fz (mm)
T T T T T T T T T T T T T T T T
015 020 025 0.30 015 020 025 0.30 015 020 0.25 0.30 0.15 0.20 0.25 0.30
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MILLING Parameters - cutting speed - REkpLUS nidkoTroo.s

‘ IS0 513 ‘ MATERIAL LS ae/DC JP5530 JP5540 JP8625

| | HB min | start | max | min | start | max | min | start | max
100% 100 140 180 80 120 160 100 140 180

[JJI 73 Free cutting steel and low carbon <200 | 30% | 160 200 240 | 120 160 200 | 160 200 240

(ex. 1.0715/9 smn 28/avp, 1.0503/c45)
10% 220 240 260 180 200 220 220 240 260

100% 80 120 160 60 100 140 80 120 160

P3- P4 Medium and high alloy steel

- 0,
(ex. 1.7225/42 CrMo 4, 1.3505/100 Cr 6) 200 =300 | 30% 120 160 200 100 140 180 120 160 200

10% 180 200 220 160 180 200 180 200 220

100% 60 90 120 60 920 120
High tensile strength and tool steel .
ERRC (o, 1 2344/ 40 CriMov 5 1/0RVAR, Hardox400®) 00400 | 30% | 100 130 160 LU
10% 140 170 200 140 170 200
150 513 MATERIAL HARDNESS | opc JPSS30 ~ JP5540 ~ JP3535
HB min | start | max | min | start | max | min | start | max

100% 60 100 140 60 100 140 80 120 160

P7 (Feex”'}"zggﬂ %’Begsr'ﬂgflifs”r"f;g) e <200 | 30% 8 130 180 | 80 130 180 | 100 150 200

10% 100 160 220 100 160 220 120 180 240

100% 50 80 110 60 90 120
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) SLEl EBio el e 10 i 1wy ey
10% 70 100 130 80 110 140
100% | 60 90 120 60 90 120 80 110 140
M1 ST DS Bt > 200 30% 80 120 160 80 120 160 100 140 180

(ex. 1.4305/X 10 CrNiS 18 9/AISI303)
10% 100 140 180 100 140 180 120 160 200

100% 60 90 120 70 100 130
Austenitic and Duplex stainless steel
- M2 - M3 (" 4015 cvivo 17 12 2/Si316) S 0 10 130 | 80 110 140
E 80 110 140 920 120 150
=
< 150 513 MATERIAL HARDNESS .onc  JP7529 ~ JP7615
HB min | start | max | min | start | max

100% | 140 180 220 140 180 220

Grey cast iron

o 0,
(ex. 0.6025/GG 25/EN-GJL-250) 150 +250 = 30% 160 210 260 160 210 260

10% 180 240 300 180 240 300

100% | 100 140 180 100 140 180

Nodular cast iron

- 0
(o, 0.7050/GG SU/EN-GJS-500.7) 150350 | 30% | 120 170 220 | 120 170 220

10% 140 200 260 140 200 260

o , 100% 90 120 150 90 120 150
Austenitic and ADI cast iron

(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 +500 | 30% 120 150 180 120 150 180

ADI1000)
0% | 150 180 210 | 150 180 210

| 1so513 | MATERIAL HARDNESS | e JUBS20
\ | HB min | start | max
100% 300 400 500

Aluminium alloys < Si 12%

0/
(ex. 3.4365/AIZn5.5MgCu/ERGAL) ol e e

10% 500 800 1100

100% | 200 250 300

Aluminium alloys Si > 12%

0,
(ex. 3.2382/G-AISi12) e s L A0y

10% 400 450 500

IS0 513 MATERIAL HARDNESS | onc  JPS540 ~ JP9535 ~ JP9635
\ | HB min | start | max | min | start | max | min | start | max
100% 20 25 30 20 30 40 20 25 30

Fe/Ni/Co based heat resistant alloys

0/
(ex. Hastelloy, Inconel 625, Inconel 718) S £l & “ < H el £l o e
10% | 40 45 50 40 50 60 40 45 50
100% | 30 40 50 40 50 60 30 40 50
&a?ili\rll;glrlniyzsrzMoSi) 30% 40 50 60 50 60 70 40 50 60
10% | 50 60 70 60 70 80 50 60 70

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.

D20



MILLING Parameters - cutting speed - REkpLUS nidkoTroo.s

JP8725 JU4525

min | start | max min | start | max

100 150 200 130 180 230
160 210 260 200 240 280
220 250 280 260 280 300

90 130 170 120 150 180
130 170 210 180 210 240
190 210 230 230 250 270

80 110 140 90 120 150
120 150 180 150 180 210
160 190 220 190 220 250

JPI635

min | start | max

80 110 140
100 140 180
120 170 220

60 80 100
70 90 110
80 100 120

80 100 120
100 130 160
120 150 180

70 90 110
80 100 120
90 110 130

D - MILLING

Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - RekpLus nidlkoTo0.S

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION ae/DC DESIGNATION ae/DC
ap (mm) fz (mm) ap (mm) fz (mm)
min | start | max | min | start | max min | start | max | min | start | max
100% 1.00 | 250 | 400 @ 0.06 | 0.09 | 0.12 100% 1.00 | 250 | 400 @ 006 | 0.09 @ 0.12
NT-RKP11RooM-HGP 30% 1.00 | 450 | 800 @ 0.08 | 011 | 0.14 NT-RKP11R08M-GP 30% 1.00 450 800  0.08 | 011 | 0.14
10% 1.00 | 450 | 800 @ 010 | 015 | 0.20 10% 1.00 450 800 010 | 015 | 0.20
100% 1.00 | 400 | 700 @ 010 | 013 | 0.16 100% 1.00 | 400 | 700 @ 0.0 | 013 | 0.16
NT-RKP16RooM-HGP 30% 1.00 | 8.00 | 15.00 0.2 | 0.16 | 0.20 NT-RKP16R08M-GP 30% 1.00 | 8.00 | 15.00 0.12 | 0.16 | 0.20
10% 1.00 | 8.00 | 15.00 0.16 | 0.20 | 0.24 10% 1.00 | 8.00 | 15.00 0.16 | 0.20 | 0.24
100% 1.00 | 250 | 400 @ 0.04 | 0.07 | 0.10 100% 1.00 | 250 | 400 @ 0.04 | 0.07 | 0.10
NT-RKP11RooM-HSC 30% 1.00 | 450 | 800 @ 0.06 | 0.09 | 0.12 NT-RKP11R08M-SC 30% 1.00 | 450 | 800 & 0.06 | 0.09 | 0.12
10% 1.00 | 450 | 800 @ 0.08 | 0.12 | 0.16 10% 1.00 | 450 | 800 @ 0.08 | 0.12 | 0.16
100% 1.00 | 400 | 700 @ 0.06 | 0.10 | 0.14 100% 1.00 | 400 7.00 006 | 0.10 | 0.14
NT-RKP16RooM-HSC 30% 1.00 | 8.00 | 1500 0.10 | 0.13 | 0.16 NT-RKP16R08M-SC 30% 1.00 | 8.00 1500 010 | 0.13 | 0.16
10% 1.00 | 8.00 | 1500 012 | 0.15 | 0.18 10% 1.00 | 8.00 1500 012 | 0.15 | 0.18
100% 1.00 | 250 @ 4.00 @ 0.08 | 0.11 | 0.14
NT-RKP11R08M-TE 30% 1.00 | 450 800 010 | 0.14 | 0.18
10% 1.00 | 450 800 012 | 017 | 0.22
100% 1.00 | 400 7.00 012 | 0.15 | 0.18
NT-RKP16R08M-TE 30% 1.00 | 8.00 | 1500 0.14 | 0.18 | 0.22
10% 1.00 | 8.00 | 1500 = 0.18 | 0.23 | 0.28
100% 1.00 | 250 | 400 | 0.08 | 0.14 & 0.20
NT-RKP11RooG-AL 30% 1.00 # 450 800 010 | 017 | 0.24
10% 1.00 | 450 | 800 H 012 | 020 | 0.28
100% 1.00 400 700 011 | 018 | 025
NT-RKP16RooG-AL 30% 1.00 | 8.00 1500 014 | 022 | 0.30
10% 1.00 | 8.00 15.00 0.6 | 0.25 | 0.34

<]
=
-
=l
=
'
a

Parameters for ramping

NT-RKP11 NT-RKP16
DC RMPX L DC RMPX L
16 4.2° 10.8 25 5.0° 9.0
17 3.9° 115 32 1.7° 24.3
20 2.9° 15.4 40 1.1° 36.5
21 2.7° 16.6
25 2.0° 21.5
26 1.9° 22.4
32 1.4° 29.5
40 1.0° 39.3
RMPX: max. ramping angle; L: max. ramping path
Parameters for helical milling
NT-RKP11 R0.4 NT-RKP11 R0.8/1.2/1.6
DC DH min. | DH max. DC DH min. | DH max.
16 20 32 16 21 31
17 22 34 17 23 33
. 20 28 40 20 29 39
21 30 42 21 31 4
25 38 50 25 39 49
26 40 52 26 4 51
32 52 64 32 53 63
oo 40 68 80 40 69 79
NT-RKP16 R0.8 NT-RKP16 R1.2/1.6/2.0 NT-RKP16 R3.1
DC DH min. | DH max. DC DH min. | DH max. DC DH min. | DH max.
25 32 49 25 33 49 25 35 47
32 46 63 32 47 63 32 49 61
40 62 79 40 63 79 40 65 77

DH min.: min. cutting dia.; DH max.: max. cutting dia.
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MILLING Family overview - DOUBLEREK

nidlkoro0.s

nn“BlEnEK High productivity high precision double sided shoulder milling system

APPLICATION

- Shoulder milling
- Shoulders with repeated passes
- Long overhang shoulder milling

ISO APPLICATION FIELDS
EM

ADVANTAGES AND CHARACTERISTICS

- Available in big and small dimensions allow axial removals up to 15 mm.

- Super positive rake with helical geometry, extremely smooth cutting action.
- Fully ground inserts for precision machining and excellent finishes.

- Thickness greater than conventional inserts of the same size ensures better heat dissipation and excellent mechanical strength
- Secure and reliable installation guarantees better precision especially at tough conditions

e Cutter bodies

- Arbor type

- Cylindrical type

- Screw-in type

- Extension sleeves (steel/carbide 10xD)

- From D16 to D125 Precise and stable positioning Coarse pitch Fine pitch
® [nserts
- 4 cutting edges
- Edge length 10 and 17
- Cemented carbide grades with CVD and PVD coatings
- Geometries: GP, TE
GPIEM mﬂ ISP K]
SIZE SIZE
1017 17

D23
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MILLING Holders - DouBLEREK niNKoT00LS

Screw-in
NT-DRK
— DCON
DoubleRek D ]T -~
. » - DC \ l CRKS
© Double-sided precision shoulder milling 0 | a
system, with coolant through A
* Low resistance robust helical shoulder ‘ LF ‘
milling system, provides precision, good -
surface and reliability
* Tolerance of tool diameter (with Nikko inserts
installed) 0/-0.2
* Steel and carbide arbors available for screw- | Clindrical
in type holders
DCON
LF
Arbor DCSFMS
e |
L]
) —
LF LYY
2 ST =
= i
S | | KAPR
DI - w5 v
DC
Designation Stock DC cicT DCON LF LU DCSFMS CRKS KAPR WT MIID
SCREW-IN
NT-DRK10 D016-M08-202 [ ] 16 2 8.5 25 - - M8 90° 0.03 Kg NT-DRK10
NT-DRK10 D020-M12-203 [} 20 3 10.5 30 - - M10 90° 0.05Kg NT-DRK10
NT-DRK10 D025-M16-203 [} 25 3 12.5 35 - - M12 90° 0.10Kg NT-DRK10
NT-DRK10 D032-M16-Z04 [ ] 32 4 17 43 - - M16 90° 0.22 Kg NT-DRK10
CYLINDRICAL
NT-DRK10 D016-S16-202 [ ] 16 2 16 100 25 - - 90° 0.13Kg NT-DRK10
NT-DRK10 D020-520-203 [} 20 3 20 110 30 - - 90° 0.23Kg NT-DRK10
NT-DRK10 D025-525-203 [} 25 3 25 120 35 - - 90° 0.41 Kg NT-DRK10
NT-DRK10 D032-S32-204 [ ] 32 4 32 130 45 - - 90° 0.74 Kg NT-DRK10
NT-DRK17 D032-532-202 [ ] 32 2 32 130 45 - - 90° 0.69 Kg NT-DRK17
NT-DRK17 D040-S32-203 [ ] 40 3 32 150 40 - - 90° 0.89Kg NT-DRK17
ARBOR
NT-DRK10 D032-F16-Z04 [ ] 32 4 16 35 - 30 - 90° 0.10Kg NT-DRK10
NT-DRK10 D040-F16-Z05 [ ] 40 5 16 40 - 30 - 90° 0.18 Kg NT-DRK10
NT-DRK10 D050-F22-Z05 [ ] 50 5 22 40 - 40 - 90° 0.31 Kg NT-DRK10
NT-DRK10 D050-F22-207 [ ] 50 7 22 40 - 40 - 90° 0.30Kg NT-DRK10
NT-DRK10 D063-F22-Z06 [} 63 6 22 40 - 55 - 90° 0.62 Kg NT-DRK10
NT-DRK10 D063-F22-Z08 [} 63 8 22 40 - 55 - 90° 0.62 Kg NT-DRK10
NT-DRK10 D080-F27-Z07 [} 80 7 27 50 - 63 - 90° 1.26 Kg NT-DRK10
NT-DRK10 D080-F27-Z10 [ ] 80 10 27 50 - 63 - 90° 1.24Kg NT-DRK10
NT-DRK17 D050-F22-Z04 [ ] 50 4 22 40 - 45 - 90° 0.29 Kg NT-DRK17
NT-DRK17 D063-F22-Z05 [ ] 63 5 22 40 - 56 - 90° 0.54 Kg NT-DRK17
NT-DRK17 D063-F22-Z06 [} 63 6 22 40 - 56 - 90° 0.51Kg NT-DRK17
NT-DRK17 D080-F27-Z06 [} 80 6 27 50 - 63 - 90° 1.13Kg NT-DRK17
NT-DRK17 D080-F27-Z07 [} 80 7 27 50 - 63 - 90° 1.10Kg NT-DRK17

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
D24



MILLING Holders - DouBLEREK niNKoT00LS

Designation Stock DC cict DCON LF LU DCSFMS CRKS KAPR Wt MIID
NT-DRK17 D100-F32-207 [ ] 100 7 32 50 - 78 - 90° 1.71Kg NT-DRK17
NT-DRK17 D100-F32-209 [ ] 100 9 32 50 - 78 - 90° 1.71Kg NT-DRK17
NT-DRK17 D125-F40-Z08 [ ] 125 8 40 63 - 80 - 90° 3.20Kg NT-DRK17
NT-DRK17 D125-F40-Z10 [ ] 125 10 40 63 - 80 - 90° 3.15Kg NT-DRK17

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-DRK10 Dooo-ooo-Zoo NT-ST25078P08 NT-FTPO8
NT-DRK17 Dooo-ooo-Zoo NT-ST45111T15 NT-FTB15

D - MILLING
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MILLING Indexable inserts - DouBLEREK

nidlkoro0.s

HC: Coated carbid
W Mcrogran catice | HC | HC | HC | HF | HF | HF | HF | HF
NT DRK CVD: Chermical apour cepositon | CVD | CVD | CVD | PVD | PVD | PVD | PVD | PVD
- PVD: Physical vapour deposition
w e e e W W
- N T ™ NN M
DoubleRek B 823EEgR
oubiene 88855555
* GP and TE are both helical geometries with | SE0 Mg, @y 1w orice () sutavie| @) | @) O
reduced cutting resistance General machining
L) 15 choi itabl
o Precise and enhanced positioning guarante- ”‘ed'“f““‘ @ wie Ouine @ O @ @ @ @ @ O
es more reliability in machining Unsmblemﬁﬁv‘??ﬁi B 1 choice I3 suiable e ERIE 3k
* Available in diverse grades covering wide Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
application range 130 100 100
300 260 280
M 90 | 60 80 | 60
210 | 180 200 | 180
180 160 140
360 | 320 300
30 20 20
70 60 50
Designation RE IC S D1 BS Stock
= GPEAMIE
]
=
L
S
NT-DRK10RO08K-GP 08 | 582 | 545 | 29 0.9 ® 6 6 o o o o
GPEAMII
NT-DRK17R08K-GP 08 | 112 | 1094 | 52 32 @ © ¢ © o o ©o
2 TEAA
(=}
[
o
[T
=
& NT-DRK17R12K-TE 12 | 112 1094 52 32 @ @ e o o

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) (NT-DRK10)
16.0
12.01
8.0
GP
[PLYK]
4.0
fz (mm)

T T T T
015 020 025 030

ap (mm) (NT-DRK17)
16.04
6P TE
1004 |EME [PIK]
8.0+
4.0
fz (mm)
T T T T
015 020 025 0.30
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MILLING Parameters - cutting speed - DOUBLEREK nidkoTooLs

‘ IS0 513 ‘ MATERIAL LS ae/DC JC8520 JP5530 JP8725

| | HB min | start | max | min | start | max | min | start | max
100% 130 180 230 100 140 180 100 150 200

[JJI 73 Free cutting steel and low carbon <200 | 30% | 200 240 280 | 160 200 240 | 160 210 260

(ex. 1.0715/9 smn 28/avp, 1.0503/c45)
10% 260 280 300 220 240 260 220 250 280

100% | 100 140 180 80 120 160 90 130 170

P3- P4 Medium and high alloy steel

- 0,
(ex. 1.7225/42 CiMo 4, 1.3505/100 Cr 6) 200 =300 | 30% 160 200 240 120 160 200 130 170 210

10% 220 240 260 180 200 220 190 210 230

100% 70 100 130 60 90 120 80 110 140

High tensile strength and tool steel
P5- PG [ddvypoi

- 0,
(ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®) 300 <400 | 30% 120 160 200 100 130 160 120 150 180

10% 200 220 240 140 170 200 160 190 220
05 wooiess . JGSS40  JP9SIS  JpasdS

HB min | start | max | min | start | max | min | start | max
100% 90 130 170 80 120 160 60 100 140

P7 Ferritic and martensitic stainless steel <200 30% 110 160 210 100 150 200 80 130 180

(ex. 1.4021/X 20 Cr 13/AISI420)
10% 130 190 250 120 180 240 100 160 220

100% 70 100 130 60 90 120 50 80 110

Precipitation hardening stainless steel
P8 y ;

0,
(ex. 1.4548/X 5 CINICUND 17 4/17-4-PH) <450 30% 80 110 140 70 100 130 60 90 120

10% 90 120 150 80 110 140 70 100 130

100% 90 120 150 80 110 140 60 90 120

Austenitic stainless steel
M1

0,
(ex. 1.4305/X 10 CrNiS 18 9/AISI303) > 200 30% 110 150 190 100 140 180 80 120 160

10% 130 170 210 120 160 200 100 140 180

100% 80 110 140 70 100 130 60 20 120
Austenitic and Duplex stainless steel
M2 - M3 (" 4015 cvivo 17 12 2/Si316) ELNE - . -
100 130 160 90 120 150 80 110 140 E
=
o weoiEss oo JETSIS  J68s20  JPTSEs :
HB min | start | max | min | start | max | min | start | max

100% | 180 230 280 160 200 240 140 180 220

Grey cast iron

o 0,
(ex. 0.6025/GG 25/EN-GJL-250) 150+ 250 | 30% 200 260 320 180 230 280 160 210 260

10% 220 290 360 200 260 320 180 240 300

100% | 120 180 240 120 160 200 100 140 180

Nodular cast iron

o 0,
(ex. 0.7050/GGG 50/EN-GJS-500-7) 150 +350 | 30% 160 220 280 140 190 240 120 170 220

10% 200 260 320 160 220 280 140 200 260

o , 100% | 100 140 180 100 130 160 90 120 150
Austenitic and ADI cast iron

(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 +500 | 30% 140 180 220 120 160 200 120 150 180

ADI1000)
10% 180 220 260 140 190 240 150 180 210
‘ IS0 513 ‘ MATERIAL e ae/DC . JG3540 . JP3535 . JP3545
\ | HB min | start | max | min | start | max | min | start | max
100% 30 40 50 20 30 40 20 25 30
Fe/Ni/Co based heat resistant alloys
(ex. Hastelloy, Inconel 625, Inconel 718) S0 +0 = & £l = & <0 & A
10% 50 60 70 40 50 60 40 45 50
100% 40 50 60 30 40 50
Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 0% S 6070 4 850 60
10% 60 70 80 50 60 70

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - DOUBLEREK nilkorooLs

DEPTH OF CUT FEED RATE
DESIGNATION ae/Dc

ap (mm) fz (mm)
min | start | max | min | start | max
100% 1.00 | 250 | 400 @ 0.08 | 0.10 | 0.12

NT-DRK10R08K-GP 30% 1.00 | 400 700 010 | 013 | 0.16
10% 100 | 400 700 012 | 0.16 | 0.20
100% 100 | 400 700 | 011 018 | 0.21
NT-DRK17R08K-GP 30% 1.00 | 8.00 | 1500 0.14 | 020  0.26
10% 1.00 | 8.00 | 1500 0.16 | 0.23 | 0.30
100% 100 | 400 700 | 013 | 019 | 0.25
NT-DRK17R12K-TE 30% 1.00 | 8.00 | 1500 0.16 | 0.23 | 0.30
10% 1.00 | 8.00 | 1500 020 | 027 | 0.34

(<}
=
-
=
=
\
a
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MILLING Family overview - pouBLE3GON nilkorooLs

nn“BlE3an“ High economical trigonal shoulder milling system for universal processes

APPLICATION

- Shoulder milling
- Shoulders with repeated passes
- Long overhang shoulder milling

ISO APPLICATION FIELDS
(PRIMKIN]S)

ADVANTAGES AND CHARACTERISTICS

- High precision in making 90° side milling

- Reduced cost per edge than conventional shoulder milling systems.

- Very robust system because of the negative trigonal and reliable installation.

- Full range of carbide geometries, radii and grades.

- «Ultra-precise» cutter bodies with special surface treatment to ensure longer life.

e Cutter bodies

- Arbor type
- Cylindrical type
- Screw-in type

- Extension sleeves (steel/carbide 10xD) Etensi e Fine blich
- From D20 to D160 xtension arbors Coarse pitc ine pitc

D - MILLING

® |nserts

- 6 cutting edges

- Edge length 04 and 08

- Cemented carbide grades with CVD and PVD coatings
- Geometries: SC, GP, TE, AL

sc@midg GPEAMIA TERIA ALIT
SIZE SIZE SIZE SIZE
08 04 08 08 08
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MILLING Holders - pouBLE3GON nidIkoT00.S

Screw-in
NT-WX
Double3Gon
 Double sided trigonal type shoulder milling
system, with coolant through i
* Tolerance of tool diameter (with Nikko inserts ‘ KAPR
installed) 0/-0.2
o Steel and carbide arbors available for screw-
in type holders
 High-Quality Swiss screws guarantee more
reliability in your machining Cylindrical
DCON
‘ LF ‘
Arbor ‘ DCSFMS ‘
2
=
=
[=]
Designation Stock DC cicT DCON LF LU DCSFMS CRKS KAPR Wt MIID
SCREW-IN
NT-WX04H D020-M10-203 ) 20 3 105 28 - - M10 90° 0.05Kg WNEX0403
NT-WX04H D025-M12-Z03 ¢} 25 3 125 30 - - M12 90° - WNEX0403
NT-WX04H D025-M12-204 [} 25 4 125 30 - - M12 90° 0.09Kg WNEX0403
NT-WX04H D032-M16-Z04 ¢} 32 4 17 40 - - M16 90° - WNEX0403
NT-WX04H D032-M16-Z05 [} 32 5 17 40 - - M16 90° 0.20 Kg WNEX0403
CYLINDRICAL
NT-WX04H D020-516-203 [ ) 20 3 16 110 20 - - 90° 0.16 Kg WNEX0403
NT-WX04H D020-520-203 [} 20 3 20 110 28 - - 90° 0.23Kg WNEX0403
NT-WX04H D025-520-Z04 [ ] 25 4 20 120 22 - - 90° 0.27 Kg WNEX0403
NT-WX04H D025-525-204 [} 25 4 25 120 30 - - 90° 0.40 Kg WNEX0403
NT-WX04H D032-525-205 [} 32 5 25 130 25 - - 90° 0.47 Kg WNEX0403
NT-WX04H D032-832-205 [} 32 5 32 130 40 - - 90° 0.72Kg WNEX0403
ARBOR
NT-WX04H D040-F16-Z05 e} 40 5 16 40 - 35 - 90° - WNEX0403
NT-WX04H D040-F16-Z07 [} 40 7 16 40 - 35 - 90° 0.22 Kg WNEX0403
NT-WX04H D050-F22-Z06 e} 50 6 22 40 - 47 - 90° - WNEX0403
NT-WX04H D050-F22-Z09 [} 50 9 22 40 - 47 - 90° 0.38 Kg WNEX0403
NT-WX04H D063-F22-208 O 63 8 22 40 - 47 - 90° - WNEX0403
NT-WX04H D063-F22-210 O 63 10 22 40 - 47 - 90° - WNEX0403
NT-WXO08H D050-F22-Z04 [} 50 4 22 40 - 47 - 90° 0.31Kg WNEX0806
NT-WXO08H D050-F22-Z05 [} 50 5 22 40 - 47 - 90° 0.33Kg WNEX0806
NT-WXO08H D063-F22-Z06 [} 63 6 22 40 - 47 - 90° 0.43Kg WNEX0806
NT-WX08H D063-F22-Z07 [} 63 7 22 40 - 47 - 90° 0.42 Kg WNEX0806
NT-WX08H D063-F27-206 [} 63 6 27 40 - 47 - 90° 0.63 Kg WNEX0806
NT-WX08H D080-F27-207 [} 80 7 27 50 - 62.1 - 90° 0.99Kg WNEX0806

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
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MILLING Holders - pouBLE3GON nidIkoT00.S

Designation Stock DC CicT DCON LF LU DCSFMS CRKS KAPR Wt MIID
NT-WX08H D080-F27-209 [ 80 9 27 50 - 62.1 - 90° 0.96 Kg WNEX0806
NT-WX08H D100-F32-208 [} 100 8 32 50 - 771 - 90° - WNEX0806
NT-WX08H D100-F32-Z11 [ 100 1 32 50 - 771 - 90° 1.45Kg WNEX0806
NT-WX08H D125-F40-Z11 [ 125 1 40 63 - 80 - 90° 2.38Kg WNEX0806
NT-WX08H D160-F40-212 [ 160 12 40 63 - 85 - 90° 3.86 Kg WNEX0806

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-WX04H Dooo-oco-Zoo NT-ST25056T08HQ NT-FTBO8
NT-WX08H Dooo-o0o-Zoo NT-ST40110T15HQ NT-FTB15

D - MILLING
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MILLING Indexable inserts - pouBLE3GON

nidlkoro0.s

HC: Coated carbid
W Miorogran caige | HC | HC | HC | HC | HF | HF | HF | HF | HF | HF | HF
WN EX OVD: Chemical vapour depositon | CVD | CYD | CVD | GVD | PVD | PVD | PVD | PVD | PVD | PVD
PVD: Physical vapour deposition
e e e e e e
_— N S M T NN N NN
W DWW WLLWWN B W
Double3Gon SES828LLEEEE S
LA I I I A A A R e
© Double-sided trigonal inserts offering 6 Stable machins, @)1 choice () suavle | @) () OO [ )
edges! General machining, o '
o Stable sitting in the pocket guarantees more medum e @ruxOuc @ @ O @ @0 0000
reliability in machining nstable machiind, g 1 chaice §-7 sutable s 8088
* Available in diverse grades covering wide Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
application range 130 100 80 100 100
300 260 | 220 260 | 280
90 | 60 | 60 80
210 180 180 200
160 ' 160 140
320 | 320 300
300
1100
30 20
70 50
6 edges
Designation RE IC S D1 BS Stock
GPAMIE
% WNEX040304R-GP 04 6.7 33 31 09 e o Vv v
]
S
WNEX040308R-GP 0.8 6.7 33 31 0.9 [ ]
WNEX080608R-GP 08 | 125 | 65 46 15 @ e &6 o o o [ ]
R PLS|
[==
= WNEX080604R-SC 04 | 125 | 65 46 18 [ ] v
g
-
WNEX080608R-SC 08 | 125 | 65 46 15 [}
LE) TE 4
= WNEX080608R-TE 08 | 125 | 65 46 15 | @ |V o o o eV
=
w
oc
WNEX080612R-TE 12 | 125 | 65 46 11 [ ] v
5 AL
=
=
3
< WNEX080608R-AL 08 | 125 | 65 46 14 [ )
polished surface
periphery ground
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) (WNEX04) ap (mm) (WNEX08) aneom) [
8.0+ 8.0+ 8.0+
6.0 6.0 4
4.0 4.0
GP
2.0 2.0
Em fz (mm) fz (mm) fz (mm)
T T T T T T T T T T T T
0.15 0.20 0.25 0.30 0.15 0.20 0.25 0.30 0.15 0.20 0.25 0.30
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MILLING Parameters - cutting speed - DouBLE3GON

nidlkoro0.s

‘ IS0 513 ‘ MATERIAL SHEINEES ae/DC . JG3520 . JP5530 . JP5540
| HB min | start | max | min | start | max | min | start | max
100% 130 180 230 100 140 180 80 120 160
Free cutting steel and low carbon o
P1-P2 (ex. 1.0715/9 smn 28/avp, 1.0503/c45) <200 30% 200 240 280 160 200 240 120 160 200
10% 260 280 300 220 240 260 180 200 220
100% 100 140 180 80 120 160 60 100 140
Medium and high alloy steel B 0
P3-P4 (ex.1.7225/42 Mo 4, 1.3505/100 Cr ) 200+300 | 30% | 160 200 240 120 160 200 100 140 180
10% 220 240 260 180 200 220 160 180 200
100% 70 100 130 60 90 120
High tensile strength and tool steel B o
ERRC (o, 1 2344/ 40 CriMov 5 1/0RVAR, Hardox400®) 00400 ) 30% | 120 160 200 | 100 130 160
10% 200 220 240 140 170 200
50513 HARDNESS o JG9540 ~ JPS530 PS54
HB min | start | max | min | start | max | min | start | max
100% 90 130 170 60 100 140 60 100 140
Ferritic and martensitic stainless steel o
P7 (ex. 1.4021/X 20 Cr 13/AISI420) <200 30% 110 160 210 80 130 180 80 130 180
10% 130 190 250 100 160 220 100 160 220
100% 70 100 130 50 80 110
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNiCuNb 17 4/17-4-PH) S48 Wik & v Ll & S0 i
10% 90 120 150 70 100 130
100% 90 120 150 60 920 120 60 920 120
Austenitic stainless steel 0
M1 (ex. 1.4305/X 10 CrNiS 18 9/AISI303) > 200 30% 110 150 190 80 120 160 80 120 160
10% 130 170 210 100 140 180 100 140 180
100% 80 110 140 60 90 120
Austenitic and Duplex stainless steel o
- M2 - M3 (" 4015 cvivo 17 12 2/Si316) e 80 kD 70100 130
ﬁ 100 130 160 80 110 140
=
4 B HARDNESS o JETSIS ~ Joss20 ~ IP7525
HB min | start | max | min | start | max | min | start | max
100% 180 230 280 160 200 240 140 180 220
Grey cast iron . o
(ex. 0.6025/GG 25/EN-GJL-250) 150 + 250 30% 200 260 320 180 230 280 160 210 260
10% 220 290 360 200 260 320 180 240 300
100% 120 180 240 120 160 200 100 140 180
Nodular cast iron . o
(ex. 0.7050/GGG 50/EN-GJS-500-7) 150 + 350 30% 160 220 280 140 190 240 120 170 220
10% 200 260 320 160 220 280 140 200 260
» , 100% 100 140 180 100 130 160 90 120 150
Austenitic and ADI cast iron
(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 + 500 30% 140 180 220 120 160 200 120 150 180
ADI1000
) 10% 180 220 260 140 190 240 150 180 210
‘ IS0 513 MATERIAL S B ae/DC . JU6520
| HB min | start | max
100% 300 400 500
Aluminium alloys < Si 12% o
(ex. 3.4365/A1Zn5.5MgCu/ERGAL) E S0 o
10% 500 800 1100
100% 200 250 300
Aluminium alloys Si > 12% o
(ex. 3.2382/G-AISi12) e s L A0y
10% 400 450 500
IS0 513 MATERIAL HaSE ae/DC . JG3540 . JP5540
\ HB min | start | max | min | start | max
100% 30 40 50 20 25 30
Fe/Ni/Co based heat resistant alloys o
(ex. Hastelloy, Inconel 625, Inconel 718) S 0 L & < £ &l
10% 50 60 70 40 45 50
100% 30 40 50
Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 30% 4 8060
10% 50 60 70

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - cutting speed - DouBLE3GON nidkoTooLs

JP8725

min | start | max

100 150 200
160 210 260
220 250 280

90 130 170
130 170 210
190 210 230

80 110 140
120 150 180
160 190 220

D - MILLING

Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - ouBLE3GON nilkorooLs

DEPTH OF CUT FEED RATE

DESIGNATION ae/DC
ap (mm) fz (mm)

min | start | max | min | start | max
100% 0.60 | 1.00 140 | 005 | 0.10 @ 0.15

WNEX040300R-GP 30% 060 | 1.80 H 3.00 | 006 & 0.12 | 0.18
10% 060 | 1.80 H 3.00 | 007 | 0.14 | 0.20
100% 100 | 250 400 | 011 | 018 | 0.21
WNEX080600R-GP 30% 100 | 400 700 | 014 | 020  0.26
10% 100 | 400 700 | 016 | 0.23 | 0.30
100% 100 | 250 | 400 | 008 | 013 | 0.18
WNEX080600R-SC 30% 100 | 400 700 010 | 0.16 | 0.22
10% 100 | 400 700 | 012 | 0.20 | 0.26
100% 100 | 250 | 400 | 013 | 019 | 0.25
WNEX080600R-TE 30% 100 | 400 700 | 016 | 0.23 | 0.30
10% 100 | 400  7.00 | 020 | 027 | 0.34
100% 1.00 | 250 | 400 | 0.08 | 0.14 | 020
WNEX080608R-AL 30% 100 | 400  7.00 | 010 | 017 | 0.24
10% 1.00 | 400 700 | 012 | 020 A 0.28
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MILLING Family overview - ALUREK nidlkoro0.s

‘“.“BEK Multi-functional shoulder milling cutters specially for non-ferrous materials

APPLICATION

- Shoulder milling

- Long overhang milling

- Profiling and Pocketing

- Linear and helical ramping

ISO APPLICATION FIELDS
N

ADVANTAGES AND CHARACTERISTICS

- Inserts of helical geometry type can produce high precision 90°.

- PVD coated carbide inserts, an optimal cost-effective solution comparing with PCD milling.

- Different radii of inserts available.

- Smart-Lock at the back of the insert and on the cutter seats, guarantees a more reliable machining
process and better surface finishing.

- Popular sizes of cutter bodies available with cylindrical shank, screw-in and arbor type connection,
all with internal coolant.

- 10xD extensive sleeves available in both steel and carbide.

D - MILLING

e Cutter bodies

- Arbor type

- Cylindrical type (up to 10xD)

- Screw-in type

- Extension sleeves (steel/carbide 10xD)

rt-Lock itch Fi itch
- From D25 to D50 Smart-Loc Coarse pitc ine pitc

® |nserts

- 2 cutting edges

- Edge length 19

- PVD coated carbide grade specially for N materials
- Geometries: AL

- With Smart-Lock

AL I

0.2 0.8 2.0* 3.2 4.0* 5.0*

*Available upon request

SIzZE
19 Smart-Lock on the back
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MILLING Holders - ALUREK niNKoT00LS

Screw-in
NT-ALU90
AluRek l
o Highly positive and fine polished precision DC CRKS
shoulder milling system tailored for alumi-
num and non-ferrous materials o
e All with coolant through
 With Nikko smart-lock at the back of the in-
sert and on the seat, offering better reliability
and surface finishing
o Tolerance of tool diameter (with Nikko inserts |~ Cylindrical
installed) 0/-0.2
DCON
LF
Arbor DCSFMS
‘ DCON ‘
LF
S
=
=
=
a
Designation Stock DC cicT DCON LF LU DCSFMS CRKS KAPR MIID
SCREW-IN
NT-ALU9019 D025-M12-202 [ ] 25 2 125 ‘ 50 ‘ - - M12 90° NT-ALU9019
NT-ALU9019 D032-M16-203 ° 32 3 7 e | - - M16 90° NT-ALU9019
CYLINDRICAL
NT-ALU9019 D025-525-202 [ 25 2 25 ‘ 120 ‘ 50 - - 90° NT-ALU9019
NT-ALU9019 D032-$32-Z03 [ 32 3 32 ‘ 130 ‘ 60 - - 90° NT-ALU9019
ARBOR
NT-ALU9019 D040-F16-Z03 ) 40 3 16 50 - 33 - 90° NT-ALU9019
NT-ALU9019 D050-F22-Z03 [ 50 3 22 50 - 43 - 90° NT-ALU9019
NT-ALU9019 D050-F22-Z04 [ 50 4 22 50 - 43 - 90° NT-ALU9019
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-ALU9019 Dooo-ooo-Zoo NT-ST40090T15 NT-FTB15
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MILLING Indexable inserts - ALUREK nidkoTooLs

HF: Micrograin carbide
0 HF

PVD: Physical vapour deposition
NT-ALU90
-

v
]
@
AluRek &
* PVD coated micro-grain grade, optimal cost | S MG, @y 1w onice. (7) sutavie| @)
effective solution between uncoated carbide | general machi ) )
inserts and PCD eneramn;?j?umwggi ‘Wcholce @sunable ‘
o With Nikko smart lock at the back, provides | "% 48 1« choce §-73 suiable
better surface finishing Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)

 Sharp but reliable geometry, polished
surface, precision periphery ground high
performance solution M

 Multiple radii available, R0.2 /0.8 / 3.2

400
1400
2 edges
Designation RE IC S D1 LE Stock

= AL
g NT-ALU9019R02H-AL 02 | 95 | 476 | 46 19 @
=
2
=

NT-ALU9019R08H-AL 08 | 95 | 476 | 46 19 @

polished surface NT-ALU9019R32H-AL 32 0 95 | 476 46 | 19 @
periphery ground

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

D - MILLING

10.04

5.0

fz (mm)

010 020 030 0.40
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MILLING Parameters - cutting speed - ALUREK nidkoTooLs

‘ S0 513 ‘ MATERIAL HARDNESS | -e/pc JP6525

HB min | start | max
100% = 400 500 600

Aluminium alloys < Si 12%

0,
(ex. 3.4365/A1Zn5.5MgCu/ERGAL) 30% 600 800 1000

10% 800 1100 1400

100% | 200 350 500
Aluminium alloys Si > 12%

(ex. 3.2382/G-AISi12) 30% 300 450 600

10% 400 550 700

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.

(<}
=
-
=
=
\
a

D40



MILLING Parameters - depth of cut and feed rate - ALUREK nikor00.S

DEPTH OF CUT FEED RATE

DESIGNATION ae/DC
ap (mm) fn (mm/rev)

min | start | max | min | start | max
100% 1.00 | 400 | 700 @ 0.06 | 0.10 | 0.14
NT-ALU9019RooH-AL 30% 1.00 | 9.00 | 17.00 | 0.08 | 0.15 | 0.22
10% 1.00 | 9.00  17.00 | 0.10 | 0.20 @ 0.30

Parameters for ramping

ALU9019
DC RMPX L
25 3.4° 3.0
L 32 2.5° 2.9

- 40 140 2.1
RPX 50 0.7° 1.4

RMPX: max. ramping angle; L: max. ramping path

Parameters for helical milling

ALU9019 R0.2 ALU9019 R0.8 ALU9019 R3.2
DC DH min. | DH max. DC DH min. | DH max. DC DH min. | DH max.
OH 25 32 49 25 33 48 25 37 47
32 46 63 2 4 62 2 51 61 2
40 62 79 40 63 78 40 67 77 =
50 82 99 50 83 98 50 87 97 a

DH min.: min. cutting dia.; DH max.: max. cutting dia.

Peck milling

Pd maximum pecking depth

-
P Pd=1mm
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MILLING Indexable inserts - 1so apKt nidkoTooLs

HC: Coated carbid
HF: Microogare:n gb;dz HC | HF | HF | HF
APKT CVD: Chemical vapour deposition CVD|PVD | PVD
PVD: Physical vapour deposition
o e w e
M T NN
W W N W
1SO SEES
= ===
* Positive shoulder milling insert for general Stable macheng, @ 14 chace (O) sutabe @M )
purpose use General machining, ’ ]
L) 1 ch D
« 3 geometries available, GP for universal use, med'“f”“‘ @ oo Qe @ O @ @
TE for difficult conditions, AL for aluminum | "* NS g 1< choice 5 sutavle | b | 48
and non-ferrous materials Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
o AL geometry is highly sharp, periphery 80 100
ground and fine polished 220 280
60
M 180
160
320
300
1100
20
50
2 edges
Designation RE IC S D1 BS Stock
2 GPAM
[+ =
= APKT1003PDSR-GP 05 67 | 318 315 | 09 e o
&
APKT1604PDSR-GP 1 9525 | 476 | 44 19 V @ @
?j TED
= APKT1003PDSR-TE 05 6.7 | 318 315 | 09 e o
=
w
S 5
=
=
s APKT1604PDSR-TE 1 9525 | 476 | 44 13 'V @ @
a
S ALIO
E APKT1003PDFR-AL 05 6.7 | 318 315 | 16 [ ]
3
<<
polished surface APKT1604PDFR-AL 1 9525 | 476 | 44 19 [ ]
periphery ground
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) (APKT10) ap (mm) (APKT16) aneom) [ (APKT10) an o) [ (APKT16)
16.0 16.0 1 16.0 4 16.0
GP
120 1204 [EM 120 12,0
8.0 8.0 8.0+
GP
4.0 Em 4.0 4.0
fz (mm) fz (mm) fz (mm) fz (mm)
T T T T T T T T T T T T T T T T
0.15 0.20 0.25 0.30 0.15 0.20 0.25 0.30 0.15 0.20 0.25 0.30 0.15 0.20 0.25 0.30
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MILLING Parameters - cutting speed - 150 APKT nidkoTooLs

‘ IS0 513 ‘ MATERIAL HARDNESS ae/DC . JPSS"“ . ‘IP8725

HB min | start | max | min | start | max

100% 80 120 160 | 100 150 200

- Free cutting steel and low carbon o

ARA R (o 10715/ smn 28/avp, 1.0503/c45) <200 ) 30% | 120 160 200 | 160 210 260
10% 180 200 220 | 220 250 280

100% | 60 100 140 90 130 170

X Q.Y Medium and high alloy steel 200:300 | 30% 100 140 180 | 130 170 210

(ex. 1.7225/42 CrMo 4, 1.3505/100 Cr 6)
10% 160 180 200 190 210 230

100% 80 110 140
_ High tensile strength and tool steel B o
ERRCI (o, 1 2344/ 40 CriMov 5 1/0RVAR, Hardox400®) 300400 | 30% LA R
10% 160 190 220
IS0 513 MATERIAL il e ae/DC . JP5540
HB min | start | max
100% 60 100 140
Ferritic and martensitic stainless steel 5
P7 (ex. 1.4021/X 20 Cr 13/AISI420) =2 St &L L2l 16y
10% 100 160 220
100% 50 80 110
Precipitation hardening stainless steel
P8 (ex. 1.4548/X 5 CrNiCuNb 17 4/17-4-PH) S48 Wik cu 20 28
10% 70 100 130
100% 60 90 120
Austenitic stainless steel
M1 1 4305 10 s 18 9/AISI303) >200 | 30% | 80 120 160
10% 100 140 180
100% 60 90 120
Austenitic and Duplex stainless steel
M2 - M3 (" 4015 cvivo 17 12 2/Si316) || W W R -
80 110 140 §
=
IS0 513 MATERIAL HHEIL1EED ae/DC . Jue520 -
HB min | start | max

100% | 300 400 500

Aluminium alloys < Si 12%

0/
(ex. 3.4365/AIZn5. 5MgCU/ERGAL) sy |l LY

10% 500 800 1100

100% | 200 250 300

Aluminium alloys Si > 12% o
(ex. 3.2382/G-AIS12) iy | sky At

10% 400 450 500

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - 150 apKT nidkoroo.s

DEPTH OF CUT FEED RATE
DESIGNATION ae/DC

ap (mm) fz (mm)
min | start | max | min | start | max
100% 1.00 | 250 | 400 @ 0.06 | 011 | 0.16

APKT1003PDSR-GP 30% 1.00 | 400 700 008 | 014 | 020
10% 100 | 400 700 010 | 016 | 0.22
100% 100 | 400 700 008 | 014 | 0.19
APKT1604PDSR-GP 30% 1.00 | 7.00 | 13.00 | 0.10 | 017 | 0.24
10% 100 | 7.00 | 13.00 012 | 0.20 | 0.28
100% 100 | 250 | 400 | 008 | 013 | 0.18
APKT1003PDSR-TE 30% 100 | 400 700 010 | 0.16 | 0.22
10% 100 | 400 700 | 012 | 0.19 | 0.26
100% 100 | 400 @ 7.00 | 010 | 0.16 | 0.22
APKT1604PDSR-TE 30% 100 | 7.00  13.00 012 | 020  0.28
10% 100 | 7.00  13.00 014 | 024 | 0.34
100% 100 | 250 | 4.00 | 008 | 0.14 | 0.20
APKT1003PDFR-AL 30% 100 | 400 @ 7.00 | 010 | 017 | 0.24
10% 1.00 | 400 700 | 012 | 020 A 028
100% 1.00 | 400 700 | 008 | 0.16 | 0.24
APKT1604PDFR-AL 30% 1.00 | 7.00 | 13.00 | 0.10 | 0.20 | 0.30
10% 1.00 | 7.00 13.00 012 | 0.24 | 0.36
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MILLING Facing
Quick guide .D46

4FACEPLUS .D48
OKTOPLUS .D55
DOUBLE4FACE .DG?
DOUBLEHEX .DG/
1S0 SEHX D/2



MILLING Quick guide

nidlkoro0.s

B - THREADING A - TURNING

C - GROOVING

<]
=
-
=l
=
'
a

F - ACCESSORIES E - DRILLING

G - SPARE PARTS

4FAGEPLUS OKTOPLUS DOUBLE4FAGE
[4D48 [C4D55 [4D62
ARBOR ARBOR ARBOR
KAPR 45° 43° 45°
Insert sizes 13 05/06 12
APMX 6 3/4 3
Tool diameter 040 - 200 050 - 160 050 - 160
Coolant holes X v v
Workpiece material [PRUMKIN]S] [PRUMKIN]S] [PRUNKIN]S]
No. of cutting edges 4 8 8
No. of geometries 8 5 5
Special features single edge Wiper type double edge Wiper type double edge Wiper type
Face Milling & v 4 v
Intermittent Milling @ \/ ‘/ ‘/
Machine load [ 1 | |mm [ 1 | |mm 1 ] |
Strenght | 1 ] |En | | | HEEEN
Precision 1 1 1 Im [ 1 | |mm 111 I=
Finishing HEENE | | | HEEEN
Range EEERNR | | | HEEEN
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MILLING Quick guide

DOUBLEHEX 1S0 SEHX
[4D67 [4D72
Only insert is available.
ARBOR

KAPR 60° (45° on request) 45°
Insert sizes 09 12
APMX 6 5
Tool diameter 080 - 0160
Coolant holes X
Workpiece material K| [PRMKIN]
No. of cutting edges 12 4
No. of geometries 4 4

Special features

solid PCBN and ceramic available

Face Milling &

\4

Intermittent Milling @

\4

Machine load 1 1] Im W]
Strenght EEENEN [ 1 | |mm
Precision | 1 ] |En || |
Finishing 1 ] Imm [ 1 | |mm
Range EEENE | |Hn

nidlkoro0.s
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MILLING Family overview - 4FacepLus

4FAGEPLUS

APPLICATION

- Finishing / semi-finishing / rough face milling
- Removal of the crusted surfaces

- General milling of interrupted surfaces

- Machining of linear and helical ramping

ISO APPLICATION FIELDS
(PRIMKIN]S

ADVANTAGES AND CHARACTERISTICS

- High productivity and easy to use

- Light cutting action with low power consumption

- Available in E tol. (ground type) and M tol. (pressed type)
- Available with wiper geometry for good surface finish

nidlkoro0.s

Face milling system for multiple use general purpose operations

e Cutter bodies

- Arbor type with shim
- From D50 to D200

With shim Coarse pitch Close pitch
® [nserts
- 4 cutting edges
- Edge length 13 with APMX = 6mm
- Cemented carbide grades with CVD and PVD coatings
- Geometries: SC, GP, TE, AL, GG, GH, Flat, WU
sc@amg GPE'M TE @ AL 7
SIze SIze SIze SIZE
13 13 13 13
GGId GHIA FLAT 4 WU RI3
SIZE SIZE SIZE SIZE
13 13 13 13
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MILLING Holders - 4FacepLuS niNKoT00LS

DCSFMS

NT-SE __oon

4FacePlus

e Positive general face milling cutters
 With shims to protect the insert seats
 Kapr 45°, without coolant through

Designation Stock DC cicT DCON LF LU DCSFMS CRKS DCX WT MiiD
NT-SE13 D040-F16-203 o 40 3 16 40 - 35 - 53 - SEoo13T3
NT-SE13 D050-F22-204 [ ] 50 4 22 40 - 40 - 63 0.41Kg SEoo13T3
NT-SE13 D050-F22-Z05 [ ] 50 5 22 50 - 40 - 63 0.39Kg SEoo13T3
NT-SE13 D063-F22-205 [ ] 63 5 22 50 - 50 - 76 0.71Kg SEoo13T3
NT-SE13 D063-F22-206 [ ] 63 6 22 50 - 50 - 76 0.70Kg SEoo13T3
NT-SE13 D080-F27-206 [ ] 80 6 27 50 - 60 - 93 1.06 Kg SEoo13T3
NT-SE13 D080-F27-208 [ ] 80 8 27 50 - 60 - 93 1.02 Kg SEoo13T3
NT-SE13 D100-F32-207 [ ] 100 7 32 50 - 80 - 113 1.56 Kg SEoo13T3
NT-SE13 D100-F32-Z10 [ ] 100 10 32 50 - 80 - 113 1.54Kg SEoo13T3
NT-SE13 D125-F40-208 [ ] 125 8 40 63 - 100 - 138 2.92Kg SEoo13T3
NT-SE13 D125-F40-212 [ ] 125 12 40 63 - 100 - 138 3.04Kg SEoo13T3
NT-SE13 D160-F40-Z10 [ ] 160 10 40 63 - 100 - 173 4.06 Kg SEoo13T3
NT-SE13 D200-F60-Z12 [ ] 200 12 60 63 - 130 - 213 6.34 Kg SEoo13T3

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches Shim Shim screws L wrench

Spare parts

D - MILLING

NT-SE13 Dooo-Foo-Zoo NT-ST35120T15 NT-FTB15 NT-SH004 NT-SR002 NT-WR035
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MILLING Indexable inserts - 4FacepLUS

nidlkoro0.s

W ke | HC | HC  HC | HF | HE | HE HE  HT | HF
SE HT-Cemet | CVD | CVD | CVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
oo o WwWw WL e
M NS MmN N M NN
AR A A A A A AR
4FacePlus s8828g£s2g38
S S S ==5==55
* Positive general face milling inserts Stable macheng, @ 14 chace (O) sutabe () O o0
e Diverse carbide grades with PVD and CVD General machining, o )
coatings and also cermet grades available, medum el @ Qoo @ O @ @ O @ @ | J
covering a wide range of applications e oot 3 1< oice B surabie| E AERAE k
© Sharp/universal/robust/cast iron featured/ Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
wiper geometries available 130 100 100 130
300 260 280 300
90 | 60 80
210 | 180 200
160 160 140
320 320 300
300
1100
30 20
70 60
4 edges
Designation BS IC S D1 LE Stock
3 GPEAM
= SEET13T3AGEN-GP 12 | 134 | 397 | 44 8.8 [ ] e o o
&
SEMT13T3AGEN-GP 12 | 134 | 397 | 44 8.8 e o o [ N ]
5 GGI[d
= SEET13T3AGSN-GG 13 | 134 | 397 | 44 8.8 [ ]
&
SEMT13T3AGSN-GG 13 | 134 | 397 | 44 8.8 A
W sc@AME
[+~
o
[V
g
= SEET13T3AGEN-SC 1.7 | 134 | 397 | 44 8.8 o o [ N ]
a Tl
(=}
= SEET13T3AGSN-TE 12 | 134 397 | 44 8.8 [ ]
=
L
[
SEMT13T3AGSN-TE 12 | 134 397 | 44 8.8 [ ] [ J [ ]
2 GHIA
(=}
S SEET13T3AGSN-GH 13 | 134 | 397 | 44 8.8 [ ]
=
L
[
SEMT13T3AGSN-GH 13 | 134 | 397 | 44 8.8 A

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm)

6.0+

GP @M
454

EvE
3.0+

fz (mm)

T T T T
015 025 035 045

6.0+

4.54

3.0+

SN K |

fz (mm)

T T T
015 025 035

T
0.45
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MILLING Indexable inserts - 4FacepLus nidkoTooLs

HC: Goated carbid
W Morogran g | HC | HC | HC | HF | HF | HF | HF | HT | HF
SE T Cermet | VD CVD | CVD | PVD | PVD PVD PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o o e ey e
M N T M NN MmN N
FAR A I AR A A AR
4FacePlus s8s£5s238
A I A A A A A A
* Positive general face milling inserts Stable machiong @ 1= chaice (O) sutabe () O o0
o Diverse carbide grades with PVD and CVD General machining, e )
coatings and also cermet grades available, medum e @riieOuae @ O @ @ @ @ @ L]
covering a wide range of applications e o 3 choce £ Dsutabie| o e AERIE s
* Sharp/universal/robust/cast iron featured/ Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
wiper geometries available 130 100 100 130
300 260 280 300
90 | 60 80
210 | 180 200
160 | 160 140
320 | 320 300
300
1100
30 20
70 60
Designation BS IC S D1 LE Stock

o/ Flat @

o

[==

o

[T

=

& SEEW13T3AGSN 75 | 134 | 397 | 44 88 |V

flat type

= AL

=

=

=1}

E: SEET13T3AGFN-AL 22 | 134 | 397 | 44 8.8 [ J (L]
=
=

polished surface E.
periphery ground (=

E wu 3

=

SEET13T3-WU 75 | 134 | 397 | 44 8.8 [ N J
1 edge

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm) n ap (mm) m ap (mm) En Wiper

6.0 6.0 4.0
4.5 4.5+ 3.0
3.0+ 3.0+ 2.01 RN
wu D

154 1.5+ 1.0 -

fz (mm) fz (mm) fz (mm) The wiper insert must be mounted face towards

T T T T T T T T . . . . the centre of the holder.
015 025 035 045 015 025 035 045 015 025 035 045 Only 1 wiper insert per setup.
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MILLING Parameters - cutting speed - 4FACEPLUS

nidlkoro0.s

‘ IS0 513 ‘ MATERIAL SHEINEES ae/DC . JG3520 . JP5530 . JP8725
| HB min | start | max | min | start | max | min | start | max
100% 130 180 230 100 140 180 100 150 200
Free cutting steel and low carbon o
P1 - P2 (ex. 1.0715/9 smn 28/avp, 1.0503/c45) <200 30% 200 240 280 160 200 240 160 210 260
10% 260 280 300 220 240 260 220 250 280
100% 100 140 180 80 120 160 90 130 170
Medium and high alloy steel B 0
P3 - P4 (ex.1.7225/42 Mo 4, 1.3505/100 Cr ) 200300  30% = 160 200 240 120 160 200 130 170 210
10% 220 240 260 180 200 220 190 210 230
100% 70 100 130 60 90 120 80 110 140
High tensile strength and tool steel B o
P5 - P6 (ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®) 300 + 400 30% 120 160 200 100 130 160 120 150 180
10% 200 220 240 140 170 200 160 190 220
50513 HARDNESS o JG9540 ~ JpsS30 ~ JP9S3S
HB min | start | max | min | start | max | min | start | max
100% 90 130 170 60 100 140 80 120 160
Ferritic and martensitic stainless steel o
P7 (ex. 1.4021/X 20 Cr 13/AIS1420) <200 30% 110 160 210 80 130 180 100 150 200
10% 130 190 250 100 160 220 120 180 240
100% 70 100 130 60 90 120
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNiCuNb 17 4/17-4-PH) SLEl EBi0 < Uy 10 i 1Y e
10% 90 120 150 80 110 140
100% 90 120 150 60 90 120 80 110 140
Austenitic stainless steel 0
M1 (ex. 1.4305/X 10 CrNiS 18 9/AISI303) > 200 30% 110 150 190 80 120 160 100 140 180
10% 130 170 210 100 140 180 120 160 200
100% 80 110 140 70 100 130
Austenitic and Duplex stainless steel o
c M2 - M3 (ex. 1.4401/X 5 CrNiMo 17 12 2/AISI316) S0 0 1) 157 & R U5
ﬁ 100 130 160 90 120 150
=
i 150513 MATERIAL HARDNESS  opc J68520 ~ JP7525
HB min | start | max | min | start | max
100% | 160 200 240 140 180 220
Grey cast iron . o
(ex. 0.6025/GG 25/EN-GJL-250) 150 + 250 30% 180 230 280 160 210 260
10% 200 260 320 180 240 300
100% 120 160 200 100 140 180
Nodular cast iron . o
(ex. 0.7050/GGG 50/EN-GJS-500-7) 150+ 350 | 30% 140 190 240 120 170 220
10% 160 220 280 140 200 260
» , 100% 100 130 160 90 120 150
Austenitic and ADI cast iron
(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250+ 500 | 30% 120 160 200 120 150 180
ADI1000)
10% 140 190 240 150 180 210
‘ IS0 513 MATERIAL S B ae/DC . JU6520
| HB min | start | max
100% 300 400 500
Aluminium alloys < Si 12% o
(ex. 3.4365/A1Zn5.5MgCu/ERGAL) E S0 o
10% 500 800 1100
100% 200 250 300
Aluminium alloys Si > 12% o
(ex. 3.2382/G-AISi12) e s L A0y
10% 400 450 500
IS0 513 MATERIAL HaSE ae/DC . JG3540 . JP3535
\ HB min | start | max | min | start | max
100% 30 40 50 20 30 40
Fe/Ni/Co based heat resistant alloys o
(ex. Hastelloy, Inconel 625, Inconel 718) S0iD U = € < < 2
10% 50 60 70 40 50 60
100% 40 50 60
Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 0% 0 6070
10% 60 70 80

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - cutting speed - 4FACEPLUS nidkoTooLs

JU4525

min | start | max

130 180 230
200 240 280
260 280 300

120 150 180
180 210 240
230 250 270

90 120 150
150 180 210
190 220 250

D - MILLING

Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - 4FacepLus nilkorooLs

DEPTH OF CUT FEED RATE
DESIGNATION ae/DC

ap (mm) fz (mm)
min | start | max | min | start | max
100% 1.00 | 3.00 | 500 H 0.08 | 015 | 0.22

SEoT13T3AGEN-GP 30% 1.00 | 3.00 500 010 | 019 | 0.28
10% 100 | 3.00 500 012 | 022 | 032
100% 050 | 250 @ 450 | 006 @ 0.11 | 0.16
SEET13T3AGEN-SC 30% 050 | 250 & 450 | 0.08 @ 0.14 | 0.20
10% 0.50 | 250 & 450 | 0.09 @ 0.16 | 0.23
100% 100 | 3.00 500 | 011 | 020  0.29
SEoT13T3AGSN-TE 30% 100 | 3.00 500 | 014 | 025 | 0.36
10% 100 | 3.00 500 | 016 | 0.29 | 042
100% 0.50 | 250 | 450 | 0.10 H 0.18 | 0.26
SEoT13T3AGSN-GG 30% 0.50 | 250 | 450 | 012 | 022 | 032
10% 0.50 | 250 @ 450 | 0.14 | 0.26 | 0.38
100% 1.00 | 3.00 500 | 013 | 023 | 033
SEoT13T3AGSN-GH 30% 100 | 3.00 500 | 0.16 | 0.28 | 0.40
10% 100 | 3.00 = 5.00 | 019 | 0.33 | 047
100% 100 | 3.00 500 014 | 024 | 034
SEEW13T3AGSN 30% 1.00 | 3.00 500 018 | 0.30 | 042
10% 1.00 | 3.00 500 | 021 | 035 | 049
100% 050 | 250 @ 450 | 006 @ 0.11 | 0.16
SEET13T3AGFN-AL 30% 050 | 250 & 450 | 0.08 @ 0.14 | 0.20
10% 050 | 250 | 450 | 0.09 @ 0.16 | 0.23
100% 050 | 1.00 150 | 0.06 @ 0.13 | 0.20
SEET13T3-WU 30% 050 | 1.00 150 | 0.08 @ 0.16 | 0.24
10% 050 | 1.00 150 | 0.09 @ 0.18 | 0.27

L]
=
-
=
=
\
a
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MILLING Family overview - okTopLUS

OKTOPLUS

APPLICATION

- Finishing / semi-finishing / rough face milling
- Removal of the crusted surfaces
- General milling of interrupted surfaces

ISO APPLICATION FIELDS
(PRIMKIN]S

ADVANTAGES AND CHARACTERISTICS

- Super-positive cutter with a very gentle cutting action.
- Great performance even on circular interpolation milling.
- Excellent performance on difficult to machine materials (ISO M and 1SO S).

- Extremely complete range of chipbreakers in both ground (E tolerance) and pressed (M tolerance) versions.

nidlkoro0.s

Multi-edge face mill to optimize production economy

e Cutter bodies

- Arbor type with coolant
- From D50 to D160

D - MILLING

Coarse pitch Fine pitch
® [nserts
- 8 cutting edges
- Edge length 06 with APMX = 4 mm and 05 with APMX = 3
- Cemented carbide grades with CVD and PVD coatings
- Geometries: SC, GP, TE, AL, WU
OKTOPLUS 0D
sc@amg GPEMIA TEI?[{!7 ALLO WURId
SIZE SIZE SIZE SIZE SIZE
06 06 06 06 06
OKTOPLUS OF
GPEMI4 ALIO
SIZE SIZE
05 05
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MILLING Holders - oktopLus niNKoT00LS

DCSFMS
N T_ 0 D . DCON
i
OktoPlus OD =
e Positive general face milling cutters LF [

 For octagonal inserts with 8 cutting edges

o Kapr 43° Q

 With coolant through

Designation Stock DC cicT DCON LF LU DCSFMS CRKS DCX WT MiiD
NT-0DO6H D050-F22-Z04 [ ] 50 4 22 40 - 48 - 60 0.34 Kg 0Doo0605
NT-0DO6H D063-F22-Z05 [ ] 63 5 22 40 - 50 - 73 0.52Kg 0Doo0605
NT-0D06H D080-F27-Z06 [ ] 80 6 27 50 - 60 - 90 1.05Kg 0Doo0605
NT-0D06H D100-F32-207 [ ] 100 7 32 50 - 70 - 110 1.48Kg 0Doo0605
NT-0D06H D125-F40-208 [ ] 125 8 40 63 - 80 - 135 2.60 Kg 0Doo0605
NT-0DO6H D160-F40-Z10 [ ] 160 10 40 63 - 85 - 170 3.96 Kg 0Doo0605

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-0D06H Dooo-Foo-Zoo NT-ST50110T20 NT-FTB20

(<}
=
-
=
=
\
a
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MILLING Indexable inserts - oktopLus nidkoTooLs

HeMarogan cange | HC | HF | HF | HE | HF | HF
OD CVD: Chemical vapour deposition | CVD | PVD | PVD | PVD | PVD
PVD: Physical vapour deposition
w e o ww e
- N N M N
OktoPlus OD SEEEES
0Plus €888 83
* Positive general face milling inserts stable machion: @y 1= choice (O suavre | @) | O ()
o e s @ O @) @ @ @ @ @
* Diverse carbide grades with PVD and CVD | S TEehoing, g 1« choice §73 suiable o8 s
coating grades available, covering a wide Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
range of applications 100 100
o Sharp/universal/robust/wiper geometries 260 | 260
i 80
available ' M 168% 1%00 200
180 140
360 300
300
1100
20
60
8 edges
Designation BS IC S D1 LE Stock
= GPEAMII
[~=
2 0DKT060508-GP 18 | 15875 356 | 55 5 V @
&
0DMT060508-GP 18 | 15875 356 | 55 5 @V e e e
w scEME
[~
o
[V
g
= 0ODKT060508-SC 18 15875 356 | 55 5 V|V [ )
=
=
a
2| TE A
(=]
= 0ODKT060508-TE 18 15875 356 | 55 5 \%
=
Ll
oc
0DMT060508-TE 18 15875 356 | 55 5 OV e @
= AL
=
=
=]
= ODKT060508-AL 18 15875 356 | 55 5 [ ]
polished surface
periphery ground
E wu 4
=
ODKW060508-WU 6.4 15875 356 | 55 5 Vi e e
2 edges
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) aom [ »om LY ieer fﬂi WIPER POSITION
4.0+ 4.04 ﬁ—,:
3.0+ 3.04
2.0 2.0 r ®
Wu i
fz (mm) 107 fz (mm) 107 fz (mm) Please follow the clamping procedure shown in the
; ; ; ; ; . . . . . . . picture. Only 1 wiper insert per setup.
010 020 030 040 0.10 0.20 0.30 0.40 0.15 0.25 0.35 0.45
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MILLING Holders - oktopLus niNKoT00LS

DCSFMS

NT-OF " SR

OktoPlus OF

e Positive general face milling cutters

 For octagonal inserts with 8 cutting edges
® Kapr 43°

 With coolant through

Designation Stock DC cicT DCON LF LU DCSFMS CRKS DCX WT MiiD
NT-OF05H D050-F22-Z05 [ ] 50 5 22 40 - 46.8 - 58 0.34 Kg OFoo05T3
NT-OF05H D063-F22-Z06 [ ] 63 6 22 40 - 56 - Al 0.58 Kg OFoo05T3
NT-0F05H D080-F27-207 [ ] 80 7 27 50 - 60 - 88 0.91Kg OFoo05T3
NT-0F05H D100-F32-208 A 100 8 32 50 - 70 - 108 1.40Kg OFoo05T3

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-0F05H Dooo-Foo-Zoo NT-ST40110T15HQ NT-FTB15

(<}
=
-
=
=
\
a
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MILLING Indexable inserts - oKkropLus

nidlkoro0.s

HC: Coated carbid
HF: Microogar;n :;b;dz HC | HF | HF
0 FKT CVD: Chemical vapour deposition CVD|PVD
PVD: Physical vapour deposition
K 3E-]
B> D
N W @
OktoPlus OF s £ 38
* Positive general face milling inserts Stable macheng, @ 14 chace (O) sutabe ()
8 cutting ed i
: K:p“r e Goneral ch, gy 1-cnoice (%) stave| @) | () | @)
* Diverse carbide grades with PVD and CVD | "™ TeAnS - gg 1#cnoice {73 suravte | 38 | 38
coating grades available, covering a wide Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
range of applications 80
o Sharp/universal/robust/wiper geometries 220
available 60
M 180
160
320
300
1100
20
50
8 edges
Designation BS IC S D1 LE Stock
= GPEAMII
[~=
L
=
L
(3>
OFKT05T305-GP 11 127 397 | 44 4 |V N @
A m
=
=
=1
= OFKT05T305-AL 11 127 397 | 44 4 [
polished surface
periphery ground
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
ap (mm) n M ap (mm) m
4.0+ 4.0+
3.0+ 3.0+
GP
2.0+ 2.0+
1.0+ 1.0
fz (mm) fz (mm)

T T T T
010 020 030 040

T T T
010 020 0.30

T
0.40
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MILLING Parameters - cutting speed - oKtopLus nidkoTooLs

‘ IS0 513 ‘ MATERIAL HAHPHESS ae/DC . JP5530 . JPS540
\ HB min | start | max | min | start | max
100% 100 140 180 80 120 160

[ JJ7 2 Free cutting stoel and low carbon <200 | 30% 160 200 240 | 120 160 200

(ex. 1.0715/9 smn 28/avp, 1.0503/c45)
10% 220 240 260 180 200 220

100% 80 120 160 60 100 140

P3- P4 Medium and high alloy steel

- 0/
(ex. 1.7225/42 CrMo 4, 1.3505/100 Cr 6) B 0% | 120 160 200 | 100 140 180

10% 180 200 220 160 180 200

100% 60 90 120

High tensile strength and tool steel
P5- PG [dhlvypoi

- 0/
(ex. 1.2344/X 40 CrMoV' 5 1/ORVAR, Hardox400®) B 0% | 1000 1300 160

10% 140 170 200
150 513 MATERIAL HARDNESS | opc JPSS30 ~ JP5540 ~ JP3535

HB min | start | max | min | start | max | min | start | max
100% 60 100 140 60 100 140 80 120 160

P7 Ferritic and martensitic stainless steel <200 30% 80 130 180 80 130 180 100 150 200

(ex. 1.4021/X 20 Cr 13/AISI420)
10% 100 160 220 100 160 220 120 180 240

100% 50 80 110 60 90 120
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) SLEl EBio el e 10 i 1wy ey
10% 70 100 130 80 110 140
100% | 60 90 120 60 90 120 80 110 140
M1 ST DS Bt > 200 30% 80 120 160 80 120 160 100 140 180

(ex. 1.4305/X 10 CrNiS 18 9/AISI303)
10% 100 140 180 100 140 180 120 160 200

100% 60 90 120 70 100 130
Austenitic and Duplex stainless steel
- M2 - M3 (" 4015 cvivo 17 12 2/Si316) S 0 10 130 | 80 110 140
E 80 110 140 920 120 150
=
< 150 513 MATERIAL HARDNESS ong  JB7S19 ~ JP7525
HB min | start | max | min | start | max

100% | 180 230 280 140 180 220

Grey cast iron

o 0,
(ex. 0.6025/GG 25/EN-GJL-250) 150 +250 = 30% 200 260 320 160 210 260

10% 220 290 360 180 240 300

100% | 120 180 240 100 140 180

Nodular cast iron

. 0
(o 0.7050/666 S/EN-GJS-500) 150+350 | 30% 160 220 280 | 120 170 220

10% 200 260 320 140 200 260

o , 100% | 100 140 180 90 120 150
Austenitic and ADI cast iron

(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 +500 | 30% 140 180 220 120 150 180

ADI1000)
10% 180 220 260 150 180 210

‘ IS0 513 ‘ MATERIAL HARDNESS ae/DC . J“sszn
| HB min | start | max
100% 300 400 500

Aluminium alloys < Si 12%

0/
(ex. 3.4365/AIZn5.5MgCu/ERGAL) ol e e

10% 500 800 1100

100% | 200 250 300

Aluminium alloys Si > 12%

0,
(ex. 3.2382/G-AISi12) e s L A0y

10% 400 450 500

IS0 513 MATERIAL Ll ae/DC . JP5540 . ‘lpssss
\ HB min | start | max | min | start | max
100% | 20 25 30 20 30 40

Fe/Ni/Co based heat resistant alloys

0,
(ex. Hastelloy, Inconel 625, Inconel 718) 30% 30 35 40 30 40 50
10% 40 45 50 40 50 60
100% 30 40 50 40 50 60

Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 30% 40 50 60 50 60 70
10% 50 60 70 60 70 80

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - okropLus nidlkoTo0.S

DEPTH OF CUT FEED RATE
DESIGNATION ae/DC

ap (mm) fz (mm)
min | start | max | min | start | max

100% 1.00 | 2.00 300 008 | 012 | 0.16
OFKT05T305-GP 30% 1.00 | 200 | 300 | 010 | 015 | 0.20
10% 100 | 200 | 300 | 012 | 018 | 024

100% 100 | 250 | 400 | 010 | 0.18 | 0.26
0DoT060508-GP 30% 100 | 250 | 400 | 012 | 022 | 0.32
10% 100 | 250 | 400 | 014 | 0.26  0.38
100% 0.50 | 200 H 350 | 0.08 @ 0.14 | 0.20
0DKT060508-SC 30% 0.50 | 200 # 350 | 0.10 | 017 | 0.24
10% 050 | 200 # 350 | 0.12 | 020 | 0.28

100% 100 | 250 | 400 | 012 | 0.21 | 0.30
0DoT060508-TE 30% 100 | 250 | 4.00 | 014 | 0.26 @ 0.38
10% 100 | 250 | 4.00 | 016 | 0.30 | 0.44

100% 050 | 1.50 | 250 | 008 | 011 | 0.14
OFKT05T305-AL 30% 050 | 150 | 250 | 0.10 | 0.14 | 0.18
10% 050 | 1.50 | 250 | 012 | 017 | 0.22

100% 050 | 200 | 3.50 | 008 | 0.14 | 0.20
0DKT060508-AL 30% 050 | 200 | 3.50 | 0.10 | 0.17 | 0.24
10% 050 | 200 H 350 | 012 | 020 | 0.28

100% 050 | 1.00 @ 1.50 | 0.06 @ 0.13 | 0.20
ODKW060508-WU 30% 050 | 1.00 # 150 | 0.08 & 0.16 | 0.24
10% 050 | 1.00 @ 1.50 | 0.09 @ 0.18 | 0.27

D - MILLING
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MILLING Family overview - DOUBLE4FACE

DOUBLE4FAGE

APPLICATION

- Finishing / semi-finishing / rough face milling
- Removal of the crusted surfaces
- General milling of interrupted surfaces

ISO APPLICATION FIELDS
(PRIMKIN]S

ADVANTAGES AND CHARACTERISTICS

- Curved geometry generates low cutting force and smooth cutting process.

- Shim style cutter in the entire range guarantees high stability and operational.

- Complete grades covering ISO P, M, K, N, S materials (with both PVD and CVD coating).
- Accurate inserts in tolerance E or pressed inserts in tolerance M - available both high precision and high economical solutions.

nidlkoro0.s

First choice for high productivity face milling

e Cutter bodies

- Arbor type with shim
- From D50 to D160

With shim Coarse pitch Fine pitch Extra fine pitch
® [nserts
- 8 cutting edges
- Edge length 12 with APMX = 3 mm
- Cemented carbide grades with CVD and PVD coatings
- Geometries: SC, GP, TE, AL, WU wiper
sc@amg GPEM I3 TERI3 AL WURIA
SIZE SIZE SIZE SIZE SIZE
12 12 12 12 12
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MILLING Holders - pouBLE4FAGE nidIkoT00.S

DCSFMS
‘ DCON ‘
NT-SX e
Double4Face
LF
 Double-sided face milling cutters, Kapr 45°
 With shims to protect the insert seats
o For double-sided square inserts with 8
cutting edges
 With coolant through
Designation Stock DC cicT DCON LF LU DCSFMS CRKS DCX WT MIID
NT-SX12H D050-F22-204 ) 50 4 22 40 - 48 - 64 0.48 Kg SNoX1205
NT-SX12H D050-F22-205 ) 50 5 22 40 - 48 - 64 0.46 Kg SNoX1205
NT-SX12H D063-F22-205 [ 63 5 22 50 - 52 - 7 0.69 Kg SNoX1205
NT-SX12H D063-F22-206 [ 63 6 22 50 - 52 - 7 0.67 Kg SNoX1205
NT-SX12H D080-F27-206 [ 80 6 27 50 - 60 - 94 1.29Kg SNoX1205
NT-SX12H D080-F27-207 [ 80 7 27 50 - 60 - 94 1.27 Kg SNoX1205
NT-SX12H D080-F27-208 ) 80 8 27 50 - 60 - 94 1.25Kg SNoX1205
NT-SX12H D100-F32-207 [ 100 7 32 50 - 70 - 114 1.64 Kg SNoX1205
NT-SX12H D100-F32-208 [ 100 8 32 50 - 70 - 114 1.62 Kg SNoX1205
NT-SX12H D100-F32-209 [ 100 9 32 50 - 70 - 114 1.59 Kg SNoX1205
NT-SX12H D125-F40-210 [ 125 10 40 63 - 80 - 139 2.92 Kg SNoX1205
NT-SX12H D160-F40-212 [ 160 12 40 63 - 85 - 174 4.36 Kg SNoX1205
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches Shim Shim screws L wrench <
=
5
-
Spare parts =
a
NT-SX12H Dooo-Foo-Zoo NT-ST40136T15 NT-FTB15 NT-SH009 NT-SR009 NT-WR040
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MILLING Indexable inserts - DOUBLE4FAGE nidkoTroo.s

HC: Goated carbid
W Morogran caige | HC | HC | HC | HF | HF | HF | HF | HF | HF
SN OVD: Cremical vapour deposiion | GVD | CVD | CVD | PVD | PVD VD PVD | PVD
PVD: Physical vapour deposition
w o oo e wwmwwnw e
- N T N M NN M N
Double4F ReaapnBRasa 8
ouble4race SS855 5558
* Double-sided face milling inserts Stable machin, @y 1= choice () suitavie | @) | @) O O ()
* 8 cutting edges General machining
chining, 14 choi tabi
o Curved design effectively reduces cutting med'“‘T‘_W‘ @ Oue @ O @ O @ @ O OO
force Unstablem'?é::\;clggi 315‘choice @suitable # @ 3 #
® Kapr 45° Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
o Diverse carbide grades with PVD and CVD 130 100 100 100
coating grades available, covering a wide 300 260 | 260 280
range of applications 90 6 | 60 80
. . . 210 | 180 | 180 200
© 3D geometries, sharp/ universal/ reinforced/ e
wiper types available 1328 300
300
1100
30 20
70 60
8 edges
Designation BS IC S D1 LE Stock
Z GPEAMII
[+ =
E SNEX1205ANEN-GP 16 | 127 | 635 | 59 91 @ e o o o
(3>
SNMX1205ANEN-GP 16 | 127 | 635 | 59 99 @ @ @ ® A O A
wsc@AME
[+~
o
[V
g
2 = SNEX1205ANEN-SC 16 | 127 | 635 59 91 | @ [ ] ® O A O
=
=
a
2| TE A
(=]
= SNEX1205ANSN-TE 16 | 127 | 635 59 91 | O Vi e @
=
Ll
oc
SNMX1205ANSN-TE 16 | 127 | 635 59 91 | A @ V @ | @& A
= AL
=
=
3
< SNEX1205ANFN-AL 16 | 127 | 635 59 9.1 [ J
polished surface
periphery ground
E wu 4
=
SNEX1205-WU 5.1 127 | 635 | 59 91 | @ Vi e| e
2 edges
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) amm [ »mm LY ieer fﬂi WIPER POSITION
4.0+ 4.0 U
3.0+ 3.0
204 2.0 &
| [] i
2 (mm) 107 2 (mm) 10 2 (mm) The wiper insert must be mounted face towards
. . . . . . . . . . . . the centr_e of _the holder.
0.15 0.25 0.35 0.45 0.15 0.20 0.25 0.30 0.15 0.25 0.35 0.45 Only 1 wiper insert per setup.
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MILLING Parameters - cutting speed - DoUBLE4FAGE

nidlkoro0.s

| sos13 | MATERIAL HARDNESS | e J68520 ~ JP5530 ~ JP8725
| | HB min | start | max | min | start | max | min | start | max
100% | 130 180 230 | 100 140 180 100 150 200
P1-P2 (Féfefgt;;”g/gt‘;ﬁq' ;g‘;}g‘ﬁ)cirg‘;’ég /o45) <200 30% = 200 240 280 160 200 240 160 210 260
10% 260 280 300 | 220 240 260 | 220 250 280
100% | 100 140 180 80 120 160 90 130 170
P3 - P4 ?gfd;“;nég‘} 4h2'ggr§‘,'|';’{ft1993'505 H00C16) 200:300 | 30% 160 200 240 120 160 200 | 130 170 210
10% = 220 240 260 | 180 200 220 19 210 230
100% | 70 100 130 60 90 120 80 110 140
High tensile strength and tool steel B o
GRG0 40 GOV S 1/0RVAR, Hardoxd00®) 300:400 | 30% 120 160 200 | 100 130 160 120 150 180
10% 200 220 240 | 140 170 200 160 190 220
150 513 MATERIAL HARDNESS o 69540 ~ JP3530 ~ JP3535
HB min | start | max | min | start | max | min | start | max
100% | 90 130 170 60 100 140 80 120 160
P7 (Feex”'}";ggﬂ /%%egsrlqgfﬁs”&ezsg) steel <200 | 30% 110 160 210 | 80 130 180 | 100 150 200
10% | 130 190 250 | 100 160 220 120 180 240
100% | 70 100 130 60 90 120
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) SLEl oo | B ey i O
10% | 90 120 150 80 110 140
100% | 90 120 150 60 90 120 80 110 140
M1 (Aelftf'z'g%;;'q'gsérﬁgeg e > 200 30% 110 150 190 80 120 160 100 140 180
0% 130 170 210 100 140 180 120 160 200
100% | 80 10 140 70 100 130
Austenitic and Duplex stainless steel o
M2 - M3 (" 4015 cvivo 17 12 2/Si316) 30% | 90 120 150 80 1o 140
100 130 160 90 120 150
150 513 MATERIAL HARDNESS ong  JB7S19 - Jc8520 ~ JP7525
HB min | start | max | min | start | max | min | start | max
100% | 180 230 280 | 160 200 240 140 180 220
gxeyocgztz'g/’g(i e allis) 150+250 | 30% 200 260 320 | 180 230 280 | 160 210 260
10% 220 290 360 | 200 260 320 180 240 300
100% | 120 180 240 | 120 160 200 100 140 180
g‘;dg'a;ocsag}ég’g AT 1502350 | 30% 160 220 280 | 140 190 240 | 120 170 220
10% = 200 260 320 | 160 220 280 140 200 260
100% | 100 140 180 | 100 130 160 90 120 150
Austenitic and ADI cast i
ustenitic an castiron
(ex. 0.6660/GGL-NICr 20 2/Ni-Resist 2, GJS-1000-5/ = 250500 | 30% 140 180 220 | 120 160 200 120 150 180
ADI1000
) 0% | 180 220 260 | 140 190 240 150 180 210
| 1so513 | MATERIAL HARDNESS | e JUBS20
\ | HB min | start | max
100% | 300 400 500
Aluminium alloys < Si 12% o
(ex. 3.4365/A1Zn5.5MgCU/ERGAL) i el Gy B
10% 500 800 1100
100% | 200 250 300
Aluminium alloys Si > 12% o
(ex. 3.2382/G-AISi12) e s L A0y
10% = 400 450 500
IS0 513 MATERIAL Ll ae/DC . Jc954n . Jpssss
| \ HB min | start | max | min | start | max
100% | 30 40 50 20 30 40
Fe/Ni/Co based heat resistant alloys o
(ex. Hastelloy, Inconel 625, Inconel 718) S0iD U = € < < 2
10% | 50 60 70 40 50 60
100% 40 50 60
Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 30% 50 60 70
10% 60 70 80

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - pouBLE4FACE nilkorooLs

DEPTH OF CUT FEED RATE

DESIGNATION ae/DC
ap (mm) fz (mm)

min | start | max | min | start | max
100% 1.00 | 200 | 3.00 013 | 021 | 0.29

SNoX1205ANEN-GP 30% 1.00 | 200 | 300 | 016 | 0.26 | 0.36
10% 100 | 200 | 3.00 | 020 | 031 | 042
100% 050 | 150 & 250 | 0.06 @ 0.12 | 0.18
SNEX1205ANEN-SC 30% 050 | 150 & 250 | 0.08 @ 0.15 | 0.22
10% 050 | 150 # 250 | 0.10 K 0.18 | 0.26
100% 100 | 200 | 3.00 | 016 | 0.25 | 0.34
SNoX1205ANSN-TE 30% 100 | 200 | 3.00 | 020 | 032 | 044
10% 100 | 200 | 3.00 | 024 | 038 | 052
100% 050 | 150 | 250 | 0.10 | 0.20 | 0.30
SNEX1205ANFN-AL 30% 050 | 150 | 250 | 012 | 025 | 0.38
10% 050 | 1.50 | 250 | 0.14 | 0.28 | 0.42
100% 050 | 1.00 | 1.50 | 006 | 013 | 0.20
SNEX1205-WU 30% 050 | 1.00 | 1.50 | 0.08 | 0.16 | 0.24
10% 050 | 1.00 | 1.50 | 0.10 | 0.19 | 0.28

L]
=
-
=
=
\
a
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MILLING Family overview - DOUBLEHEX nilkorooLs

nn“BlE“ Ex Safe and high economical milling system for cast iron

APPLICATION

- Roughing or semi-finishing face milling of cast iron
- Adapted for interrupted surfaces
- Adapted for remove the casted hard skins

ISO APPLICATION FIELDS
K]

ADVANTAGES AND CHARACTERISTICS

- Fine pitch and extra-fine pitch type cutters available. Dense teeth in the cutter body
allows higher table feeds with exceptional productivity.

- Precise inserts in tol.E or in tol.M, high precision or high economical solutions available.

- 3 different chipbreakers combined with both PVD and CVD grades.

- Inserts also available in solid PCBN and Silicon Nitride.

- Extremely competitive cost per cutting edge.

' S
e Cutter bodies =
. KAPR 60° =
- Arbor type o % ) e
- From D80 to D160 andar
'\KAPR 45°
Wedge clampimg On request Fine pitch Extra fine pitch

® |nserts

- 12 edges

- Edge length 09 with APMX = 6 mm

- Carbide grades with PVD and CVD coatings,solid PCBN and ceramic
- Geometries: GL, GG, GH, Advanced

GLIW GGI4 GHIX UELAL]  PCBN UEE@  CERAMIC
SIZE SIZE SIZE SIZE SIZE
09 09 09 09 09
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MILLING Holders - DoUBLEHEX niNKoT00LS

DCSFMS

NT-HN ——

DoubleHex

 Double-sided face milling cutters specially
for cast iron

o For hexagonal inserts with 12 cutting edges

© Kapr 60° and 45° upon request

o Extra fine pitch available

Designation Stock ~ DC cict DCON LF L DCSFMS | CRKS DCX wr MIID
KAPR 60°
NT-HNO9 DOBO-F27-208 ° 80 8 27 50 - 60 - 90 128Kg | HNoX0905
NT-HNO9 DO8O-F27-210 ° 80 10 27 50 - 60 - % 123Kg | HNoX0905
NT-HNO9 D100-F32-210 ° 100 10 R 50 - 80 - 110 187Kg | HNoX0905
NT-HNO9 D100-F32-214 ° 100 14 32 50 - 80 - 110 180Kg | HNoX0905
NT-HNO9 D125-F40-212 ° 125 12 40 63 - 88 - 135 355K | HNoX0905
NT-HNO9 D125-F40-Z15 ° 125 15 40 63 - 88 - 135 333Kg | HNoX0905
NT-HNO9 D160-F40-Z15 ° 160 15 40 63 - 120 - 170 510Ky | HNoX0905
NT-HNO9 D160-F40-220 ° 160 20 40 63 - 120 - 170 498Ky | HNoX0905
KAPR 45°
NT-HNO945D0B0-F27-210 e | 80 10 7 s | - 60 - 92.4 130Kg | HNoX0905

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Wedge Wedge screws L wrench ‘

Spare parts

NT-HN09 Dooo-Foo-Zoo NT-WD090 NT-SC090 NT-WR030 ‘

(<}
=
-
=
=
\
a
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MILLING Indexable inserts - DouBLEHEX nidkoTooLs

HC: Coated carbid
HF:Microogie:nzzrb;dZ HC HF BH CN
HN BH: High volume CBN | CVD | PVD
CN: Silicon nitride ceramic Si3N4
CVD: Chemjca\ vapour depositjon =)
PVD: Physical vapour deposition ﬂ ﬁ s g
ouplenex SEs22
* Double-sided face milling inserts specially stable machin: @1 choice () suavle | (@) ()
for cast iron General machining
e 1 choi jtabl
o Hexagonal inserts with 12 cutting edges medum el @i Ouiae @ @ @ @
o Coated carbide, CBN and ceramic grades st 38 1 choe &3 sutave s
available, covering a wide range of appli- Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
cations
e Geometries featuring different applications
on cast iron, from light to heavy cutting RE M
IC 180 140 800 600
360 | 300 2000 1200
%Ai
120° "s”
12 edges
Designation RE IC S LE AN Stock
3 GG [d
= HNEX090520-GG 2 162 | 556 93| 0° @ @
&
HNMX090520-GG 2 162 | 556 93| 0° @ @
";_g GLId
= HNEX090510-GL 1 162 | 556 93| 0° @ @
=
o
= I}
=
=
HNEX090520-GL 2 162 | 556 93| 0° @ @ =
a
2/ GHIE
c:é HNEX090516-GH 16 | 162 55 | 93 0° @ | @
2
=
& HNEX090530-GH 3 162 5% 9% 0 e e
HNMX090516-GH 16 | 162 55 | 935 0° @ | @
2 UVELd
o
E
2
HNEN090520S-UE 2 162 | 556 | 935 | 0° )
PCBN
full solid
‘uﬁ__’, UEd
= HNEN090520T-UE 2 16.2 | 556 | 935 | 0° [ ]
=
[=]
<
CERAMIC HNEN090530T-UE 3 162 | 556 | 935 | 0 °
silicon nitride
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) n Carbide ap (mm) n Advanced Materials
8.0+ 4.0+
6.0+ 3.04
4.04 2.04
204 104 GERAMIC PCBN
fz (mm) fz (mm)
T T T T T T T T
010 020 030 040 015 020 025 0.30
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MILLING Parameters - cutting speed - DOUBLEHEX

nidlkoro0.s

‘ IS0 513 ‘ MATERIAL SHEINEES ae/DC . JG7515 . JP7525
| HB min | start | max | min | start | max
100% 180 230 280 140 180 220
Grey cast iron .
(ex. 0.6025/6G 25/EN-GJL-250) 150 + 250 30% 200 260 320 160 210 260
10% 220 290 360 180 240 300
100% 120 180 240 100 140 180
Nodular cast iron .
(ex. 0.7050/GGG 50/EN-GJS-500-7) 150 + 350 30% 160 220 280 120 170 220
10% 200 260 320 140 200 260
100% 100 140 180 90 120 150
Austenitic and ADI cast iron
(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 + 500 30% 140 180 220 120 150 180
ADI1000)
10% 180 220 260 150 180 210
‘ IS0 513 ‘ MATERIAL Hh LB ae/DC . NBHS50U . NSN400
| HB min | start | max | min | start | max
100% 800 1000 1200 400 600 800
Grey cast iron . o
(6. 0.6025/GG 25/EN-GJL-250) 150 + 250 30% 1000 1300 1600 550 750 950
10% 1200 1600 2000 800 900 1000

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - DouBLEHEX nikor00.S

DEPTH OF CUT FEED RATE

DESIGNATION ae/DC
ap (mm) fz (mm)

min | start | max | min | start | max

100% 1.00 | 3.00 500 010 | 025 | 0.40
HNoX090520-GG 30% 1.00 | 3.00 500 013 | 032 | 051
10% 1.00 | 3.00 | 500 | 0.16 | 0.38 | 0.60
100% 050 | 250 @ 450 | 0.08 | 022 | 0.36
HNEX090500-GL 30% 050 | 250 | 450 | 0.10 | 027 | 0.44
10% 0.50 | 250 & 450 | 012 | 032 | 0.52
100% 100 | 350 | 6.00 | 013 | 0.31 | 0.50
HNoX090500-GH 30% 100 | 350 | 6.00  0.16 | 0.39 | 0.62
10% 100 | 3.50 | 6.00 | 019 | 0.46 | 0.73
100% 100 | 200 | 3.00 | 013 | 0.28 | 0.43
HNEN0905000-UE 30% 100 | 200 | 3.00 | 016 | 0.35 | 0.54
10% 100 | 200 | 3.00 | 020 | 0.41  0.62

D - MILLING
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MILLING Indexable inserts - 1s0 SEHx

nidlkoro0.s

HC: Coated carbid
HF: Microugaraeinﬁ::b:d: HC | HF | HT | HF
SEHX HT: Cermet | CVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
[ 3R B K]
M N N &N
wN W W
ISO N 60 & @
S A D D
= = = =
* Positive type general face milling inserts Stable machiong, @1 chaice (O sutebe N X )
4 cutting edges 6 . ‘ )
o 15 eI g e (o | @) | @) | @
o Diverse carbide grades with PYD and CVD | ""®C RIS g 1< chace £} suranle | 8
coating grades available, covering a wide Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
range of applications 100 130
o 3D geometries, general machining, low for- 280 300
ce, reinforced and aluminium types available 2 M
1G] « 160
J o] | 320
i ) 300
0 1100
BS S
4 edges
Designation BS IC S D1 LE Stock
wisc
[~
o
'S
g
= SEHX1204AFEN-SC 16 | 127 | 476 | 55 | 82 ® O
2 Flat[d
=
[~
o
[
=
&= SEHX1204AFSN 16 | 127 | 476 | 55 | 82 |V
flat type
5 AL
=
=
2
< SEHX1204AFFN-AL 25 | 127 | 476 | 55 | 82 v
polished surface
periphery ground
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm) ap (mm) m
6.0 6.0
FLAT
4.54 K| 454
SC
P}
3.0 3.0
1.5+ 1.5+
1z (mm) fz (mm)
T T T T T T T T
0.15 0.25 035 045 015 025 035 0.45
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MILLING Parameters - cutting speed - 150 SEHX nidkoTroo.s

‘ IS0 513 ‘ MATERIAL HARDNESS ae/DC . JP8725 . ‘“l4szs
HB min | start | max | min | start | max
100% | 100 150 200 @ 130 180 230
[ JJ7 2 Free cutting steel and low carbon <200 | 30% 160 210 260 | 200 240 280

(ex. 1.0715/9SMn28/AVP, 1.0603/C45)
10% 220 250 280 260 280 300

100% 90 130 170 120 150 180

Medium and high alloy steel B o
ERRE N (o, 1 7225/42CMod, 1.3506/100016) 200300 | 30% )\ 1% 170 210 ) 180 210 240

10% 190 210 230 230 250 270
100% 80 110 140 90 120 150

. High tensile strength and tool steel . o
P5 - P6 (ex. 1.2344/X40CrMoV5-1/0RVAR, Hardox400®) 300400 ) 30% 120 150 180 190 180 210

10% 160 190 220 190 220 250

IS0 513 ‘ MATERIAL HARDNESS | e JG7530
HB min | start | max

100% | 160 200 240
150 +250 | 30% 180 230 280
10% 200 260 320

Grey cast iron
(ex. 0.6025/GG 25/EN-GJL-250)

100% | 120 160 200

Nodular cast iron

(ex. 0.7050/GGG 50/EN-GJS-500-7) R 0% | 140 180 240

10% 160 220 280

IS0 513 MATERIAL HARDNESS | -c/pc JU6520

HB min | start | max
100% | 300 400 500

Aluminium alloys < Si 12%

0/
(ex. 3.4365/AIZn5. 5MgCW/ERGAL) 0% | 400 600 800

10% 500 800 1100
100% | 200 250 300
30% 300 350 400

Aluminium alloys Si > 12%
(ex. 3.2382/G-AlSi12)

D - MILLING

10% 400 450 500

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - 1o Sexx nikor00.S

DEPTH OF CUT FEED RATE
DESIGNATION ae/DC

ap (mm) fz (mm)
min | start | max | min | start | max
100% 050 | 200 | 350 @ 006 | 011 | 0.16

SEHX1204AFEN-SC 30% 050 | 200 350 | 008 & 0.14 | 0.20
10% 050 | 200 # 350 | 009 @ 0.16 | 0.23
100% 150 | 3.00 @ 450 | 014 | 024 | 034
SEHX1204AFSN 30% 150 | 3.00 450 | 018 | 0.30 | 042
10% 150 | 3.00 = 450 | 021 | 035 | 049
100% 0.50 | 250 | 450 | 0.08 | 017 | 0.28
SEHX1204AFFN-AL 30% 0.50 | 250 | 450 | 0.10 | 0.22 | 0.34
10% 0.50 | 250 | 450 | 0.12 | 0.26 | 0.40

L]
=
-
=
=
\
a
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MILLING High Feed
Quick guide .D76

HF4PLUS .D/7/



MILLING Quick guide

B - THREADING A - TURNING

C - GROOVING

<]
=
-
=l
=
'
a

F - ACCESSORIES E - DRILLING

G - SPARE PARTS

HF4PLUS SD HF4PLUS SP
[C4D78 [4D80
SCREW-IN SCREW-IN
CYLINDRICAL
ARBOR ARBOR
KAPR 13° 13°
Insert sizes 10/12/15 07
APMX 15/2/3 1
Tool diameter 035 - 0125 020 - 052
Coolant holes v v
Workpiece material [PRTNK]S] [PRINK]S]
No. of cutting edges 4 4
No. of geometries 4 2
Special features special geometry for ISO S
Face Milling & v v
Long Overhang @ v v
Ramping @ \/ ‘/
Pocketing @ v v
Helical Interpolation @ \/ \/
Machine load | 1 | |mm W]
Strenght EEENEN [ 1 | |mm
Range EEEEN 1 1 1IN

D76
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MILLING Family overview - HFapLuS nidlkoro0.s

II F4P|.“s High productivity high feed milling system available from big to small diameters

APPLICATION

- Semi-finishing or roughing of surfaces
- Profiling and contouring

- Linear or trochoidal ramping

- Pocketing

ISO APPLICATION FIELDS
PRINK]S|

ADVANTAGES AND CHARACTERISTICS

- High feed machining that effectively reduces cycle time and improves efficiency
- Versatile in operations and simplify the process (can do face milling, ramping,
helical pocketing, counterbore and countersink, combines roughing and semi finishing)
- Multiple-curve edge design improves robustness and reliability
- Available from mini size 07 to cost-effective 10, frequent 12 and large size 15

D - MILLING

e Cutter bodies

- Arbor type

- Cylindrical type

- Screw-in type

- Extension sleeves (steel/carbide 10xD)

- From D20 to D125 Extension arbors Coarse pitch Fine pitch

® [nserts

- 4 edges

- Edge length 07,10, 12 and 15

- Cemented carbide grades with PVD and CVD coatings

- Geometries: SC, GP, SS, TE

sc@amB3a GPEAMIA SSMH TERII

SIZE SIZE SIZE SIZE
07 10 07101215 12 101215
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MILLING Holders - HF4pLus niNKoT00LS

Screw-in
NT-SD
HF4Plus SD
 High feed milling system with positive square H\“l‘w E\m “
) . \‘v m‘ ‘\‘M
inserts, with coolant through
e Diverse combination of diameters and
pitches, available with different insert sizes
* Tolerance of tool diameter (with Nikko inserts
installed) 0/-0.2
o Steel and carbide arbors available for screw-
in type holders Arbor
Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS ) MIID
SCREW-IN
NT-SD10HF D035-M16-204 ) 35 4 20 17 40 - - M16 0.18Kg SDMT1004
NT-SD10HF D042-M16-Z05 [} 42 5 27 17 40 - - M16 0.23Kg SDMT1004
NT-SD12HF D032-M16-202 [} 32 2 125 17 43 - - M16 0.18 Kg SDMT1205
2 NT-SD12HF D035-M16-Z03 [} 35 3 15.5 17 43 - - M16 0.19Kg SDMT1205
g NT-SD12HF D040-M16-204 [} 40 4 20.5 17 43 - - M16 0.20 Kg SDMT1205
= NT-SD12HF D042-M16-Z04 [ ] 42 4 22.5 17 43 - - M16 0.22 Kg SDMT1205
ARBOR
NT-SD10HF D050-F22-206 ° 50 6 35 22 50 - 47 - 0.38Kg SDMT1004
NT-SD10HF D052-F22-206 [} 52 6 37 22 50 - 47 - 0.39Kg SDMT1004
NT-SD10HF D063-F27-Z07 [} 63 7 48 27 50 - 58 - 0.65Kg SDMT1004
NT-SD10HF D066-F27-Z07 [ ] 66 7 51 27 50 - 60 - 0.72Kg SDMT1004
NT-SD10HF D080-F27-208 [} 80 8 65 27 50 - 65 - 1.00Kg SDMT1004
NT-SD12HF D042-F16-204 [} 42 4 22.5 16 40 - 35 - 0.19Kg SDMT1205
NT-SD12HF D050-F22-204 [} 50 4 30.5 22 50 - 47 - 0.37 Kg SDMT1205
NT-SD12HF D050-F22-205 [} 50 5 30.5 22 50 - 47 - 0.35Kg SDMT1205
NT-SD12HF D052-F22-204 [} 52 4 325 22 50 - 47 - 0.39Kg SDMT1205
NT-SD12HF D052-F22-205 [} 52 5 325 22 50 - 47 - 0.37 Kg SDMT1205
NT-SD12HF D063-F22-204 [} 63 4 43.5 22 50 - 52 - 0.56 Kg SDMT1205
NT-SD12HF D063-F22-205 [} 63 5 43.5 22 50 - 52 - 0.54 Kg SDMT1205
NT-SD12HF D063-F27-204 [ ) 63 4 43.5 27 50 - 52 - 0.58 Kg SDMT1205
NT-SD12HF D063-F27-205 [} 63 5 43.5 27 50 - 52 - 0.56 Kg SDMT1205
NT-SD12HF D066-F27-206 [} 66 6 46.5 27 50 - 60 - 0.68 Kg SDMT1205
NT-SD12HF D080-F27-206 [} 80 6 60.5 27 50 - 65 - 0.94 Kg SDMT1205
NT-SD12HF D080-F27-207 [} 80 7 60.5 27 50 - 65 - 0.99Kg SDMT1205
NT-SD12HF D100-F32-207 [} 100 7 80.5 32 50 - 70 - 1.60 Kg SDMT1205
NT-SD15HF D080-F27-205 [} 80 5 61 27 50 - 58 - 0.80 Kg SDMT1505
NT-SD15HF D080-F27-206 [} 80 6 61 27 50 - 58 - 0.60 Kg SDMT1505
NT-SD15HF D100-F32-206 [} 100 6 81 32 50 - 70 - 1.20Kg SDMT1505
NT-SD15HF D125-F40-207 [} 125 7 106 40 63 - 90 - 2.28Kg SDMT1505
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-SD10HF Dooo-o00-Zoo NT-ST35095T15HQ NT-FTB15
NT-SD12HF Dooo-o0o-Zoo NT-ST40110T15HQ NT-FTB15
NT-SD15HF Dooo-000-Zoo NT-ST50110T20 NT-FTB20
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MILLING Indexable inserts - HrapLus nidkoTooLs

HC: Coated carbid
b Mcrogran caice | HC | HC | HE | HF | HF | HF | HF
SDMT CVD: Chermial apour cepositon | CVD | CVD | PVD | PVD | PVD | PVD | PVD
PVD: Physical vapour deposition
o o e ww W
N T MmN N M
W N B W
HF4Plus SD sE22EEEe
=2 =S == ===
* GP geometry is for general purpose use stable machin: @1 choice () suavle | (@) O
 SC and SS geometries are sharper, for M i ) )
oSS v G @ Ovn O 0 @ @ @ ©/O
o TE edge is reinforced and stronger Unsmblemfgv';‘ggi B 1 choice I3 suiable e RNk e 3k
* Available with diverse carbide grades Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
covering PMKS applications 130 100 100
o For the program radius and various other 300 260 280
arameters for CNC program please go to 90 | 60 80 60
P - F.)g p‘ . g ) M 210 | 180 200 | 180
the technical instruction page, it differs with v
sizes and geometries ;28 300
30 20 20
70 60 50
4 edges
Designation RE IC S D1 AN Stock
GPAMIE
% SDMT100410R-GP 10 10 | 476 4 " & e &6 & e o | e
]
(3>
SDMT120512R-GP 12 127 | 556 | 44 7" & e @& e e e
SDMT150512R-GP 12 115875/ 556 = 55 1% e @ [ N
R PLS|
[==
2
g
= SDMT100410R-SC 10 10 | 476 4 15° [ ] [ ] =
=
=
a
o ssME
<T
x
w
&
(n:’; SDMT120512R-SS 12 127 | 556 | 44 15° [ ] [ ]
2| TE A
1= SDMT100410R-TE 10 10 | 4.76 4 15° [ ] [ N )
2
=
&= SDMT120512R-TE 12 127 | 556 | 44 1% @ [ ] [}
SDMT150512R-TE 12 115875/ 556 = 55 15° | @ [ J

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

& (m) wom M E é Rp SUGGESTED é TITRES
PROGRAMMING RADIUS

307 15 807 SDMT 10 25 SS geometry generates a bigger milling cutter

GP-TE ) diameter compared to GP and TE types.
2.2+ 2.2 el e = Please add 0.85 mm to DCX values and 0.40 mm

L to LF values, shown on page D78.

12 SDMT 15 5.0
151 GP-TE 151
07 ) 07 ) D
fz (mm) fn (mm/rev)
T T T T T T T T
075 150 220 3.00 075 150 220 3.00 more details at page D83
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MILLING Holders - HF4pLus niNKoT00LS

Screw-in
NT-SP
‘ DCON
HF4Plus SP -
. - : - ICRKS
 High feed milling system with positive square Sl
inserts, with coolant through
e Diverse combination of diameters and
pitches available, focus on small diameters
* Tolerance of tool diameter (with Nikko inserts
installed) 0/-0.2
o Steel and carbide arbors available for screw-
in type holders Cylindrical
DCON
Arbor . DCSFMS
‘ - DcoN ‘
2
=
=
[=]
Designation Stock DCX cict DC DCON LF LU DCSFMS CRKS Wt MIID
SCREW-IN
NT-SPO7HF D020-M10-202 [ ) 20 2 73 10.5 30 - - M10 0.05Kg SPMTO7T2
NT-SPO7HF D020-M10-Z03 [} 20 3 73 10.5 30 - - M10 0.04 Kg SPMT07T2
NT-SPO7HF D025-M12-Z03 [} 25 3 12.3 125 35 - - M12 0.10Kg SPMT07T2
NT-SPO7HF D025-M12-204 [} 25 4 12.3 125 35 - - M12 0.10Kg SPMTO7T2
NT-SPO7HF D032-M16-204 [} 32 4 19.3 17 40 - - M16 0.19Kg SPMTO7T2
NT-SPO7HF D032-M16-Z05 [} 32 5 19.3 17 40 - - M16 0.17 Kg SPMTO7T2
NT-SPO7HF D035-M16-205 [} 35 5 22.3 17 40 - - M16 0.20 Kg SPMTO7T2
NT-SPO7HF D042-M16-Z06 [} 42 6 29.3 17 40 - - M16 0.24 Kg SPMT07T2
CYLINDRICAL
NT-SPO7HF D020-520-203 [ ) 20 3 73 20 130 50 - - 0.26 Kg SPMTO7T2
NT-SPO7HF D025-525-203 [} 25 3 12.3 25 140 60 - - 0.44 Kg SPMTO7T2
NT-SPO7HF D025-525-204 [} 25 4 12.3 25 140 60 - - 0.40 Kg SPMTO7T2
NT-SPO7HF D032-S32-Z05 [ ) 32 5 19.3 32 150 70 - - 0.79Kg SPMT07T2
ARBOR
NT-SPO7HF D040-F16-Z05 ° 40 5 27.3 16 40 - 35 - 0.21Kg SPMTO7T2
NT-SPO7HF D040-F16-Z06 [} 40 6 27.3 16 40 - 35 - 0.20 Kg SPMTO7T2
NT-SPO7HF D042-F16-205 [} 42 5 29.3 16 40 - 35 - 0.22 Kg SPMT07T2
NT-SPO7HF D042-F16-206 [} 42 6 29.3 16 40 - 35 - 0.21 Kg SPMT07T2
NT-SPO7HF D050-F22-Z07 [} 50 7 37.3 22 50 - 46 - 0.41Kg SPMTO7T2
NT-SPO7HF D052-F22-Z07 [} 52 7 39.3 22 50 - 46 - 0.44 Kg SPMTO7T2
@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
Insert screws Flag wrenches
Spare parts
NT-SPO7HF Dooo-ooo-Zoo NT-ST30070T10HQ NT-FTB10

D80



MILLING Indexable inserts - HrapLus nidkoTooLs

HC: Coated carbid
HF:Micro()gElr;nzib;dz HC HC HF  HF | HF | HF | HF
SPMT CVD: Chermial apour cepositon | CVD | CVD | PVD | PVD | PVD | PVD | PVD
PVD: Physical vapour deposition
o o e ww W
N S M NN M
W N B W
® N WK o & &
HF4Plus SP © 9 a8 a a8 8
=2 =S == ===
* GP geometry is for general purpose use stable machin: @1 choice () suavle | (@) O
® SC is sharper for M and S materials General machining
L) 15 choi itabl
o Available with diverse carbide grades medum el @z Quae O @ @ @ @ @O
covering PMKS applications Unsmblemﬁﬁv‘??ﬁi B 1+ cnoice T3 suiable 8208 s
© For the program radius and various other Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1+t choice)
parameters for CNC program please go to 130 100 100
the technical instruction page 300 260 280
M 90 | 6 80 | 60
210 | 180 200 | 180
160 140
D1I 320 300
AN
30 20 20
70 60 50
4 edges
Designation RE IC S D1 AN Stock
= GPEAMIE
]
=
L
(3>
SPMT07T210R-GP 1 78 28 35 17" e e e e o o | e
wsc@AME
oc
o
[V
g
= SPMT07T210R-SC 1 78 28 35 11° [ ] [ ] o
=
=
a

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

@ mm) Rp SUGGESTED
/ A \ PROGRAMMING RADIUS
2.0
SPMT 07 20
1.54
SC P
101 EmH
P}
M
0.5 K]
fz (mm)
0.‘50 1 A‘oo 1 _;50 2.60 more details at page D83
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MILLING Parameters - HrapLus nidIkoT00.S

‘ IS0 513 ‘ MATERIAL LS ae/DC JC8520 JP5530 JP8725

HB min | start | max | min | start | max | min | start | max
100% 130 180 230 100 140 180 100 150 200

[JJI 73 Free cutting steel and low carbon <200 | 30% | 200 240 280 | 160 200 240 | 160 210 260

(ex. 1.0715/9 smn 28/avp, 1.0503/c45)
10% 260 280 300 220 240 260 220 250 280

100% | 100 140 180 80 120 160 90 130 170

P3- P4 Medium and high alloy steel

- 0,
(ex. 1.7225/42 CiMo 4, 1.3505/100 Cr 6) 200 =300 | 30% 160 200 240 120 160 200 130 170 210

10% 220 240 260 180 200 220 190 210 230

100% 70 100 130 60 90 120 80 110 140

High tensile strength and tool steel
P5- PG [ddvypoi

- 0,
(ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®) 300 <400 | 30% 120 160 200 100 130 160 120 150 180

10% 200 220 240 140 170 200 160 190 220

50513 HARDNESS | JG954D ~ JP9S35 ~ JP9Sds
HB min | start | max | min | start | max | min | start | max

100% 90 130 170 80 120 160 60 100 140

P7 Ferritic and martensitic stainless steel <200 20% 110 160 210 100 150 200 80 130 180

(ex. 1.4021/X 20 Cr 13/AISI420)
10% 130 190 250 120 180 240 100 160 220

100% 70 100 130 60 90 120 50 80 110

Precipitation hardening stainless steel
P8 y ;

0,
(ex. 1.4548/X 5 CINICUND 17 4/17-4-PH) <450 30% 80 110 140 70 100 130 60 90 120

10% 90 120 150 80 110 140 70 100 130

100% 90 120 150 80 110 140 60 90 120

Austenitic stainless steel
M1

0,
(ex. 1.4305/X 10 CrNiS 18 9/AISI303) > 200 30% 110 150 190 100 140 180 80 120 160

10% 130 170 210 120 160 200 100 140 180

100% 80 110 140 70 100 130 60 20 120
Austenitic and Duplex stainless steel o
- M2 - M3 (" 4015 cvivo 17 12 2/Si316) ELNE - .
E 100 130 160 90 120 150 80 110 140
=
< 150 513 MATERIAL HARDNESS | o JG8520 ~ JP7525
HB min | start | max | min | start | max | |

100% | 160 200 240 140 180 220

Grey cast iron

o 0,
(ex. 0.6025/GG 25/EN-GJL-250) 150 =250 | 30% 180 230 280 160 210 260

10% 200 260 320 180 240 300

100% | 120 160 200 100 140 180

Nodular cast iron

o 0,
(ex. 0.7050/GGG 50/EN-GJS-500-7) 150 +350 | 30% 140 190 240 120 170 220

10% 160 220 280 140 200 260

o , 100% | 100 130 160 90 120 150
Austenitic and ADI cast iron

(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 +500 | 30% 120 160 200 120 150 180

ADI1000)
10% 140 190 240 150 180 210
‘ IS0 513 ‘ MATERIAL e ae/DC JG3540 JP3535 JP3545
\ HB min | start | max | min | start | max | min | start | max
100% 30 40 50 20 30 40 20 25 30
Fe/Ni/Co based heat resistant alloys
(ex. Hastelloy, Inconel 625, Inconel 718) S0 +0 = & £l = & <0 & A
10% 50 60 70 40 50 60 40 45 50
100% 40 50 60 30 40 50
Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 0% S 6070 4 850 60
10% 60 70 80 50 60 70

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.

D82



MILLING Parameters - depth of cut and feed rate - HFapLUS

nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION ae/DCX DESIGNATION ae/DCX
ap (mm) fz (mm) ap (mm) fz (mm)
min | start | max | min | start | max min | start | max | min | start | max
100% 020 | 060 @ 1.00 | 040 | 0.70 & 1.00 100% 030  0.90 | 150 | 060 | 0.90 @ 1.20
SPMT07T210R-GP 30% 020 | 0.60 | 1.00 050 | 090 | 1.30 SDMT100410R-TE 30% 030 090 | 150 | 070 | 1.20 @ 1.60
10% 020 | 0.60 | 1.00 060 | 1.10 | 1.60 10% 030 090 | 150 | 0.80 | 1.40 @ 1.60
100% 030 | 090 | 1.50 @ 040 | 075 | 1.10 100% 040 | 1.20 | 2.00 @ 0.70 | 1.00 | 1.30
SDMT100410R-GP 30% 030 | 090 @ 150 | 050 | 1.00 @ 1.50 SDMT120512R-TE 30% 040 | 120 | 200 | 090 | 1.30 @ 1.70
10% 030 | 0.90 | 1.50 & 060 | 1.20 | 1.60 10% 040 | 1.20 | 2.00 @ 1.00 | 150 | 2.00
100% 0.40 | 1.20 | 2.00 A 060 | 090 | 1.20 100% 060 | 1.80 | 3.00 080 | 1.20 | 1.60
SDMT120512R-GP 30% 040 | 1.20 | 2.00 070 | 1.10 | 150 SDMT150512R-TE 30% 060 | 1.80 | 3.00 1.00 | 1.50 | 2.00
10% 040 | 1.20  2.00 080 | 1.30 @ 1.80 10% 060 | 1.80 | 3.00 120 | 1.80 | 2.40
100% 060 | 1.80 @ 3.00 @ 060 | 1.00 @ 1.40 100% 0.40 | 0.70 | 1.00 @ 050 | 0.80 | 1.10
SDMT150512R-GP 30% 060 | 1.80 | 3.00 080 | 1.30 | 1.80 SDMT120512R-SS 30% 0.40 | 0.70 | 1.00 @ 060 | 1.00 | 1.40
10% 060 | 1.80 | 3.00 090 | 150 | 210 10% 0.40 | 0.70 | 1.00 070 | 1.20 | 1.70
100% 020 | 060 | 1.00 030 | 0.60 | 0.90
SPMT07T210R-SC 30% 0.20 | 060 | 1.00 040 | 0.80 | 1.20
10% 020 | 0.60 | 1.00 050 | 090 | 1.40
100% 030 | 090 | 150 @ 030 | 0.70 | 1.10
SDMT100410R-SC 30% 030 | 090 | 1.50 @ 0.40 | 090 | 1.40
10% 030 | 090 | 1.50 @ 050 | 1.00 | 1.50
Approximate programming radius adjustment (Rp)
SPMTO07 SDMT10 SDMT12 * SDMT15
Rp undercut K| overcut r Rp undercut K| overcut r Rp undercut K| overcut r Rp undercut K| overcutr
1.5 0.69 0 2 1.18 0 3 1.28 0 4.5 1.15 0
2 0.61 0 2.5 1.02 0 3.5 1.1 0 5 0.99 0
25 0.54 0.08 3 0.86 0.02 4 0.95 0.02 55 0.82 0.14
3 0.46 0.24 3.5 0.70 0.13 4.5 0.79 0.14 6 0.67 0.03
*for SDMT12-SS programming radius adjustment please see next page. Green background are suggested values.
Parameters for ramping
SPMT07 SDMT10 SDMT12 * SDMT15
DCX RMPX L DCX RMPX L DCX RMPX L DCX RMPX L
20 3.5° 2.5 35 1.6° 2 32 4.0° 45 80
25 3.0° 1.6 42 1.5° 1.7 40 2.4° 3.4 100
: 32 1.2° 1.4 50 0.8° 15 42 2.1° 3.2 125
35 1.2° 1.5 52 1.0° 2 50 1.5° 2.9
40 1.0° 1.3 63 0.6° 1.8 52 1.0° 2
42 0.9° 1.3 66 0.6° 1.8 63 1.0° 2.5
52 0.6° 1.2 80 0.4° 1.6 66 0.9° 25
80 0.7° 22
100
*for SDMT12-SS guide for ramping please see next page. RMPX: max. ramping angle; L: max. ramping path
Parameters for helical milling
SPMTO07 SDMT10 SDMT12 * SDMT15
DCX DH min. | DH max. DCX DH min. | DH max. DCX DH min. | DH max. DCX DH min. | DH max.
o 20 28 40 35 54 70 32 46 64 80
25 38 50 42 68 84 40 62 80 100
32 52 64 50 84 100 42 66 84 125
35 58 70 52 88 104 50 82 100
40 68 80 63 110 126 52 86 104
oo 42 72 84 66 116 132 63 108 126
52 92 104 80 144 160 66 114 132
80 142 160
100

*for SDMT12-SS guide for helical milling please see next page.

DH min.: min. cutting dia.; DH max.: max. cutting dia.
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MILLING Parameters - depth of cut and feed rate - Hrapus nilkoroo.s

Approximate programming radius adjustment (Rp)

SDMT12-SS
Rp undercut K| overcut r
3 1.52 0
35 1.45 0
4 1.28 0.07
Green background are suggested values.
Parameters for ramping
SDMT12-SS
DCX RMPX
32 5.5° 6
L 40 3.7° 52
; ;- E] 42 3.3° 5
RMPX 50 2.4° 4.4
52 2.2° 4.2
63 1.5° 3.7
66 1.4° 3.5
80 1.0° 3.3
RMPX: max. ramping angle; L: max. ramping path
Parameters for helical milling
SDMT12-SS
DCX DH min. | DH max.
o 32 42 64
5 40 58 80
= 42 62 84
=] 50 78 100
52 82 104
63 104 126
66 110 132
80 138 160

DH min.: min. cutting dia.; DH max.: max. cutting dia.
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MILLING Quick guide

nidlkoro0.s

B - THREADING A - TURNING

C - GROOVING

<]
=
-
=l
=
'
a

F - ACCESSORIES E - DRILLING

G - SPARE PARTS

ROUNDPLUS RG ROUNDPLUS RD ROUNDPLUS RP
[4D86 [4D88 [4D92
SCREW-IN
CYLINDRICAL
ARBOR ARBOR ARBOR
KAPR variable variable variable
Insert sizes 12/16/20 05/07/10/12/16 12
APMX 3/4/5 1.25/1.75/25/3/4 3
Tool diameter 0063 - 0160 09 - 0125 042 - 080
Coolant holes v v v
Workpiece material (PR S ] [PRNKIS] [PRNS|
No. of cutting edges variable variable variable
No. of geometries 1 3 3
Special features indexing faces
Face Milling & v v v
Profiling @ v v v
Long Overhang @ \/ \/ ‘/
Ramping @ ‘/ ‘/ ‘/
Pocketing @ v v v
Helical Interpolation @ v v v
Machine load [ 1 1] | HEN ] HEN ]
Strenght EEEEN 1 1 1IN 1 | .
Range [ ] | |EIN EEEEN | I
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MILLING Family overview - RouNDPLUS nilkorooLs

nn““npl“s Facing and Profiling milling cutters for multi-functional application

APPLICATION

- Profiling of finishing/ semi-finishing/ roughing
- Face milling of finishing/ semi-finishing/ roughing
- Possible to do ramping and pocket interpolation

ISO APPLICATION FIELDS
PRINK]S|

ADVANTAGES AND CHARACTERISTICS

- Insert geometries available for finishing/ semi-finishing/ roughing

- Cutters range from D9 all the way to D160

- Low cutting force with good robustness, allows long overhang working (up to 10xD)
- Multi-functional tool with good flexibility in machining

e Cutter bodies

- Arbor type

- Cylindrical type (up to 10xD)

- Screw-in type

- Extension sleeves (steel/carbide 10xD)

D - MILLING

- From D9 to D160 Extension arbors Coarse pitch Fine pitch
® [nserts
- Multi-edges
-1C05/07/10/12/16/20
- Cemented carbide grades with PVD and CVD coatings
- Geometries: SC, GP, Flat
SCEM GPEMA FLAT AW FLAT-D6 [ FLAT-DS @
SIZE RD SIZE RP SIZE RD SIZE RP SIZE RD SIZE RP SIZE RD SIZE RD
101216 12 101216 12 07101216 12 12 12
RCEX inserts cPEAMA RDEW12 with dots
// The clamp NT-CS014 has been @
designed to facilitate the inserts
repositioning.
- The rounded front part perfectly
fits in the dots on the insert top
face.
P - The same clamp fits on flat type
with 8 indexes . b '
for easy positioning 186|22Eo g]:(?rrrlTZtﬁgg GDF? salﬁ\éesgserts vith
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MILLING Holders - RounppLus niNKoT00LS

DCSFMS
‘ DCON ‘
NT-RC 2o
RoundPlus RC
e Positive general face milling cutters for RC

inserts

o All with coolant through

e Very robust milling solution for massive chip
removal application

Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS WT MiiD
NT-RC16H D063-F22-Z05 [ ] 63 5 22 50 - 45 - 0.46 Kg RCEX1606
NT-RC16H D080-F27-Z06 [ ] 80 6 27 50 - 58 - 0.78 Kg RCEX1606
NT-RC16H D100-F32-Z06 [ ] 100 6 32 50 - 70 - 1.26 Kg RCEX1606
NT-RC20H D100-F32-206 [ J 100 6 32 50 - 70 - 1.19Kg RCEX2006
NT-RC20H D125-F40-207 [ J 125 7 40 63 - 90 - 2.71Kg RCEX2006
NT-RC20H D160-F40-Z08 [ ] 160 8 40 63 - 100 - 3.98 Kg RCEX2006

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-RC16H Dooo-ooo-Zoo NT-ST50110T20 NT-FTB20
NT-RC16H D100-F32-Z06 NT-ST50110T20 NT-TT20
NT-RC20H Dooo-oco-Zoo NT-ST60160T25 NT-TT25

(<}
=
-
=
=
\
a
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MILLING Indexable inserts - RouNbPLUS nidkoTooLs

HC: Coated carbid
HF: Microogare:n zzrb;dz HC | HC | HF | HF
Rc CVD: Chemical vapour deposition | CVD | CVD | PVD | PVD
PVD: Physical vapour deposition
o o w W
D » KD
® o o &
RoundPlus RC 88EE
* GP geometry is for general purpose use stable machin: @1 choice () suavle | (@) O
8 index facets for seating General machining
i : 1% choi jitabl
o Both PVD and CVD coated carbide grades med'“f" i @ Quie| O @ @ @
available nstable Machiing, g 1< choice 5.3 suiable s s
* Very reliable and cost effective solution for Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1 choice)
massive metal removal operations 130 100
300 280
90 80
M 210 200
160
320
30 20
70 60
Designation RE IC S D1 AN Stock
3 PEAMB
= RCEX1606MOE-GP-8X 8 16 | 635 | 55 7 e e e | e
&
. RCEX2006MOE-GP-8X 10 20 | 635 | 65 7 e e e e
with 8 indexes

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

D - MILLING

ap (mm)
8.0+
6.0+
4.0+
2.0+
n (mm/rev)
T T T T
015 030 045 060
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MILLING Holders - RounppLus niNKoT00LS

NT-RD
Screw-in
RoundPlus RD
e Positive general face milling cutters for RD
inserts, with or without coolant through,
various options available
 \ery convenient multipurpose tool, at small
depth of cut could be used as highfeed, at
bigger depth of cut is robust with big radii,
can also do profiling and copy milling
e Tolerance of tool diameter (with Nikko inserts
installed) 0/-0.2 Cylindrical
o Steel and carbide arbors available for screw-
in type holders
DCX? ‘ DCON
SO R
I x
Arbor DCSFMS
| DCON |
: r
I
I
i
2
=
=
[=]
Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS WT MIID
SCREW-IN - WITHOUT COOLANT HOLES
NT-RD05 DO012-M06-Z02 \% 12 2 6.5 18 - - M6 0.01Kg RDoo0501
NT-RD05 DO012-M06-Z03 \Y 12 3 6.5 18 - - M6 0.01Kg RDoo0501
NT-RD05 DO013-M06-202 \% 13 2 6.5 18 - - M6 0.01Kg RDoo0501
NT-RD05 DO013-M06-Z03 \% 13 3 6.5 18 - - M6 0.01Kg RDoo0501
NT-RD05 DO016-M08-Z04 v 16 4 8.5 23 - - M8 0.03Kg RDoo0501
NT-RD05 DO017-M08-Z04 v 17 4 8.5 23 - - M8 0.03Kg RDoo0501
NT-RDO7 DO016-M08-202 v 16 2 8.5 23 - - M8 0.03Kg RDoo0702
NT-RD07 DO017-M08-Z02 \% 17 2 8.5 23 - - M8 0.03Kg RDoo0702
NT-RDO7 D017-M08-203 \% 17 3 8.5 23 - - M8 0.03Kg RDoo0702
NT-RDO7 D021-M10-Z02 \% 21 2 10.5 30 - - M10 0.06 Kg RDoo0702
NT-RD07 D021-M10-Z03 v 21 3 10.5 30 - - M10 0.05Kg RDoo0702
NT-RD07 D025-M12-Z05 v 25 5 12.5 35 - - M12 0.10Kg RDoo0702
NT-RD07 D026-M12-204 \% 26 4 12.5 35 - - M12 0.11Kg RDoo0702
NT-RDO7 D026-M12-205 v 26 5 12.5 35 - - M12 0.10Kg RDoo0702
NT-RDO7 D035-M16-205 \% 35 5 17 43 - - M16 0.24Kg RDoo0702
NT-RD10 D021-M10-Z02 v 21 2 10.5 30 - - M10 0.05Kg RDoo1003
SCREW-IN - WITH COOLANT HOLES
NT-RDO7H D016-M08-Z03 () 16 3 8.5 23 - - M8 0.02 Kg RDoo0702
NT-RDO7H D020-M10-203 [} 20 3 10.5 30 - - M10 0.06 Kg RDoo0702
NT-RDO7H D025-M12-204 [ ] 25 4 12.5 35 - - M12 0.09Kg RDoo0702
NT-RDO7H D035-M16-206 [ ] 35 6 17 43 - - M16 0.22 Kg RDoo0702
NT-RD10H D020-M10-Z02 [} 20 2 10.5 30 - - M10 0.05Kg RDoo1003
NT-RD10H D025-M12-Z03 [} 25 3 12.5 35 - - M12 0.09Kg RDoo1003
NT-RD10H D026-M12-Z03 [} 26 3 12.5 35 - - M12 0.09Kg RDoo1003
NT-RD10H D030-M12-203 [} 30 3 12.5 35 - - M12 0.11Kg RDoo1003

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
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MILLING Holders - RounppLus niNKoT00LS

Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS Wt MIID
NT-RD10H D032-M16-Z03 [} 32 3 17 43 - - M16 0.20Kg RDoo1003
NT-RD10H D032-M16-204 [} 32 4 17 43 - - M16 0.18Kg RDoo1003
NT-RD10H D035-M16-203 [ ] & 3 17 43 - - M16 0.22 Kg RDoo1003
NT-RD10H D035-M16-Z204 [ ] 35 4 17 43 - - M16 0.20Kg RDoo1003
NT-RD10H D040-M16-204 [ ] 40 4 17 43 - - M16 0.24 Kg RDoo1003
NT-RD10H D042-M16-Z05 [ ] 42 5 17 43 - - M16 0.21Kg RDoo1003
CYLINDRICAL - WITHOUT COOLANT HOLES
NT-RDO5 D009-S08-202 v 9 2 8 100 12 - - 0.04 Kg RDoo0501
NT-RDO5 D011-S10-202 v " 2 10 100 15 - - 0.06 Kg RDoo0501
NT-RDO5 D013-S12-203 \ 13 3 12 100 18 - - 0.08 Kg RDoo0501
NT-RDO5 D017-S16-204 v 17 4 16 150 20 - - 0.23Kg RDoo0501
NT-RDO7 D021-S20-203 v 21 3 20 150 25 - - 0.35Kg RDoo0702
NT-RD07 D026-S25-Z05 v 26 5 25 150 25 - - 0.55Kg RDoo0702
NT-RDO7 D035-S32-206 v 35 6 32 150 30 - - 0.92Kg RDoo0702
CYLINDRICAL - WITH COOLANT HOLES
NT-RDO5H D010-510-Z02 [} 10 2 10 100 18 - - 0.05Kg RDoo0501
NT-RDO5H D012-S12-Z03 [} 12 3 12 100 22 - - 0.07 Kg RDoo0501
NT-RDO5H D016-S16-204 [ ] 16 4 16 150 30 - - 0.21Kg RDoo0501
NT-RDO7H D016-S16-202 [ ] 16 2 16 150 25 - - 0.21Kg RDoo0702
NT-RDO7H D017-S16-202 [ ] 17 2 16 150 20 - - 0.20 Kg RDoo0702
NT-RDO7H D020-S20-Z03 [ ] 20 3 20 150 35 - - 0.33Kg RDoo0702
NT-RDO7H D025-525-205 [} 25 5 25 150 40 - - 0.51Kg RDoo0702
NT-RD10H D020-S20-Z02 [} 20 2 20 150 40 - - 0.32Kg RDoo1003
NT-RD10H D021-S20-202 [ ] 21 2 20 150 25 - - 0.34Kg RDoo1003
NT-RD10H D025-525-203 [ ] 25 3 25 150 40 - - 0.50Kg RDoo1003
NT-RD10H D026-525-203 [ ] 26 3 25 150 25 - - 0.52 Kg RDoo1003
NT-RD10H D030-S25-203 [} 30 3 25 150 25 - - 0.53Kg RDoo1003 =
NT-RD10H D032-S32-203 [} 32 3 32 150 40 - - 0.82Kg RDoo1003 =]
NT-RD10H D035-S32-Z04 [} 35 4 32 150 35 - - 0.85Kg RDoo1003 i
ARBOR - WITHOUT COOLANT HOLES
NT-RD16 DO066-F22-205 v | e 5 22 50 - 56 - 0.62Kg | RDoo1604
ARBOR - WITH COOLANT HOLES
NT-RD10H D042-F16-Z05 [ ] 42 5 16 40 - 35 - 0.20 Kg RDoo1003
NT-RD10H D052-F22-206 [ ] 52 6 22 40 - 46 - 0.33Kg RDoo1003
NT-RD12H D040-F16-Z04 (@] 40 4 16 50 - - - RDoo1204
NT-RD12H D042-F16-204 [} 42 4 16 50 - 38 - 0.25Kg RDoo1204
NT-RD12H D050-F22-Z04 [} 50 4 22 50 - 46 - 0.35Kg RDoo1204
NT-RD12H D050-F22-Z05 [} 50 5 22 50 - 46 - 0.37 Kg RDoo1204
NT-RD12H D052-F22-204 [ ] 52 4 22 50 - 46 - 0.40 Kg RDoo1204
NT-RD12H D052-F22-Z05 [ ] 52 5 22 50 - 46 - 0.42 Kg RDoo1204
NT-RD12H D063-F22-Z05 [ ] 63 5 22 50 - 52 - 0.56 Kg RDoo1204
NT-RD12H D063-F22-Z06 [} 63 6 22 50 - 52 - 0.58 Kg RDoo1204
NT-RD12H D066-F22-Z06 [} 66 6 22 50 - 56 - 0.71Kg RDoo1204
NT-RD12H D080-F27-Z07 [} 80 7 27 50 - 60 - 0.93Kg RDoo1204
NT-RD16H D063-F22-205 [ ] 63 5 22 50 - 52 - 0.50Kg RDoo1604
NT-RD16H D066-F27-205 [ ] 66 5 27 50 - 56 - 0.56 Kg RDoo1604
NT-RD16H D080-F27-Z05 [ ] 80 5 27 50 - 60 - 0.85Kg RDoo1604
NT-RD16H D080-F27-Z06 [} 80 6 27 50 - 60 - 0.87 Kg RDoo1604
NT-RD16H D100-F32-Z07 [} 100 7 32 50 - 70 - 1.22Kg RDoo1604
NT-RD16H D125-F40-208 [ ] 125 8 40 63 - 90 - 2.50Kg RDoo1604

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches Clamping set Insert screws Flag wrenches Clamping set
Spare parts Spare parts
NT-RD050 DCX < 10 NT-ST20033T06 NT-FTB06 - NT-RD10o DCX = 30 NT-ST35095T15HQ NT-FTB15 -
NT-RD050 DCX = 11 NT-ST20040T06 NT-FTB0G - NT-RD100 DCX = 32 NT-ST35095T15HQ NT-FTB15 NT-CS013
NT-RD070 Dooo-0o0-Zoo NT-ST25056T08HQ NT-FTB08 - NT-RD12H Dooo-000-Zoo NT-ST40110T15HQ NT-FTB15 NT-CS014
NT-RD100 DCX < 26 NT-ST35070T15 NT-FTB15 - NT-RD16H Dooo-ooo-Zoo NT-ST45110T20 NT-FTB20 NT-CS021
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MILLING Indexable inserts - ROUNDPLUS nidkoTooLs

Ml ALAL AL AL
RD HT.Cermet | CVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o O 9 W W W W
& N M NN MmN
ounarius 885855858
* GP geometry is for general purpose use, SC | SR MA@y ge crace () sutae O O [ )
geometry is sharper General machining, o '
e Reinforced with chamfer edge type available med'“‘T‘_W‘ @iieOuae @) @ @ @ @ @
in multiple sizes nstable machiind, g 14 chace 57 sutable | 8 o 2
© Both PVD and CVD coated different carbide Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
grades available 100 100 100 130
o Different dots fits with the same univer- 260 | 260 280 300
sal-clamp on our cutters M| 20| e s 80
. - . 210 | 180 | 180 200
* Very reliable and cost efficient solution for 7 120
multiple purpose and massive metal removal | —|- 300
operations
" 2,
-~ 30 20
s 70 60
Designation RE IC S D1 AN Stock
5‘ (APRYS| RDET0803MOE-GP 4 8 318 1 29 15° @)
% RDET1003MOE-GP 5 10 | 318 | 44 15° vV 6 e A O
e RDET10T3MOE-GP 5 10 | 397 | 44 | 15° O o
RDET1204MOE-GP 6 12 | 476 | 44 15° | @ [ J A O
RDMT1204MOE-GP 6 12 | 476 | 44 15° [ J
RDET1604MOE-GP 8 16 | 476 | 55 15° O [ N ]
8 scd
2 RDET1204MOE-SC 6 12 | 476 | 44 15° O
=
c HNE
=1
E. RDET1604MOE-SC 8 16 | 476 | 55 15° vV e A
[=]
2 MEAMIA
[}
s RDEWO0501MOE 25 5 1.51 2.2 15° ® & o O
=
w
==
i RDEW0702MOE 35 7 238 | 28 15° eV
at type
honed edge
2 Mot [ RDEW0702MOT 35 | 7 | 238 28 | 15° V e @ A
(&}
§ RDEW1003MO0T 5 10 | 318 | 44 15° e o o
E RDEW10T3MOT 5 10 | 397 | 44 15° vV e
==
RDEW1204MO0T 6 12 | 476 | 44 15° ® O e
flat type RDEW1604MOT 8 16 | 476 | 55 15° e o o
chamfered edge ROMW1604M0T 8 | 16 | 476 55 | 15° ° °
g Mot 2
s RDMW1204M0T-D6 6 12 | 476 | 44 15° [ J
=
w
=<
flat type - 6 dos RDEW1605MOT-D6 8 16 | 566 | 55 15° v
chamfered edge
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm)
8.0 1
6.0+
4.0+
2.0
fn (mm/rev)
T T T T
0.15 0.30 0.45  0.60
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MILLING Indexable inserts - RouNDPLUS

nidlkoro0.s

HC: Coated carbide

HF: Micrograin carbide HC | HF | HF | HF | HF | HF | HT
RD HT: Cermet | CVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o 00w WwWww
T N M NN M N
abrBRasaE
RoundPlus RD @& aas a3
* GP geometry is for general purpose use, SC | SR MAENNG,  @y g onace () sutabe O O ()
geometry is sharper General machining,
i : 1% choi jitabl
o Reinforced with chamfer edge type available med'“f" i @i Ouae @ @ @ @ @ @
in multiple sizes Unstable machring: g 1« chaice §-3 sutabie | 8 Ik s
* Both PVD and CVD coated different carbide Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
grades available 100 | 100 100 130
o Different dots fits with the same univer- 260 | 260 280 300
sal-clamp on our cutters M 90 60 | 60 80
. - . 210 180 | 180 200
o \lery reliable and cost efficient solution for 120
multiple purpose and massive metal removal | —| 300
operations
30 20
70 60
Designation RE IC S D1 AN Stock
@ Mot [2 RDEW12T3MO0T-D8 6 12 397 | 44 15° O [ ]
[+
o
E RDEW1204M0T-D8 6 12 476 | 44 15° O
w
oc
RDMW1204M0T-D8 6 12 476 | 44 15° (@]
flat type - 8 dot
c?latmired e(:i_f]e RDMW1605MOT-D8 8 16 566 @ 55 15° [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

ap (mm)

8.0+

fn (mm/rev)

T T T T
015 030 045 060
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MILLING Holders - RounppLus niNKoT00LS

DCSFMS
NT-RP =
- [~
RoundPlus RP
 Positive general face milling cutters for RP LF
inserts
o All with coolant through
* High clearance angle useful for M and S
material roughing
Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS WT MIlD
NT-RP12H D042-F16-Z04 [} 42 4 16 50 - 38 - 0.26 Kg RPoo1204
NT-RP12H D050-F22-Z05 [} 50 5 22 50 - 46 - 0.40 Kg RPoo1204
NT-RP12H D052-F22-205 [ 52 5 22 50 - 46 - 0.40 Kg RPoo1204
NT-RP12H D063-F22-206 [ 63 6 22 50 - 52 - 0.59Kg RPoo1204
NT-RP12H D066-F22-206 [ 66 6 22 50 - 56 - 0.73Kg RPoo1204
NT-RP12H D080-F27-207 [ 80 7 27 50 - 60 - 0.94 Kg RPo01204

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches Clamping set ‘

Spare parts

NT-RP12H Dooo-Foo-Zoo NT-ST40110T15HQ NT-FTB15 NT-CS013 ‘

(<}
=
-
=
=
\
a
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MILLING Indexable inserts - RouNDPLUS

nidlkoro0.s

HC: Coated carbid
HF: Microogare:n zzrb;dz HC | HF | HF | HF
RP CVD: Chemical vapour deposition | CVD | PVD | PVD | PVD
PVD: Physical vapour deposition
o o ww
HHEE
oM W o &
RoundPlus RP S
* Sharp / general purpose /reinforced with Stable macheng, @ 14 chace (O) sutabe O
chamfer edge types available General machining
chining, 1# choi bl
« Flat top surface or with geometries all fit with medum el @ e Qoo @ @ @ @
the same universal-clamp on our cutters e 3 1 onooe D sutavie| | §3 s
* Both PVD and CVD coated different carbide Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
grades available 100 | 100
o Very reliable and cost efficient solution for 260 280
roughing, especially on stainless steel or 90 | e 80
9 g P / M 210 180 200
heat resistant super alloys
30 20
70 60
Designation RE IC S D1 AN Stock
3 PEAMB
= RPET1204MOE-GP 6 12 | 476 | 44 11° [ N ]
&
, RPMT1204MOE-GP 6 12 | 476 | 44 11° e o
chipbreaker type
honed edge
5 6P MH
L
=
w
S
RPET1204MOT-GP-4X 6 12 476 | 44 11’ e
with 4 indexes
chamfered edge
w scA
oc
S
L
g
= RPET1204MOE-SC 6 12 | 476 | 44 11° (@]
chipbreaker type
honed edge
@ Mot [
S RPEW1204MOT 6 12 | 476 | 44 11° [ ]
=
w
o«
flat type RPMW1204MOT 6 12 | 476 | 44 11° o o
chamfered edge

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

ap (mm)

8.0+

6.0+

4.0+

2.0+

fn (mm/rev)

T T T T
015 030 045 060
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MILLING Parameters - cutting speed - ROUNDPLUS nidkoTooLs

‘ IS0 513 ‘ MATERIAL LS ae/DC JP5530 JP8725 JU4225

HB min | start | max | min | start | max | min | start | max
100% 100 140 180 100 150 200 130 180 230

Free cutting steel and low carbon
P1-P2 H

0,
(ex. 1.0715/9 smn 28/avp, 1.0503/c45) <200 30% 160 200 240 160 210 260 200 240 280

10% 220 240 260 220 250 280 260 280 300

100% 80 120 160 90 130 170 120 150 180

P3- P4 Medium and high alloy steel

- 0,
(ex. 1.7225/42 CiMo 4, 1.3505/100 Cr 6) 200 =300 | 30% 120 160 200 130 170 210 180 210 240

10% 180 200 220 190 210 230 230 250 270

100% 60 90 120 80 110 140 90 120 150

High tensile strength and tool steel
P5- PG [ddvypoi

- 0,
(ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®) 300 <400 | 30% 100 130 160 120 150 180 150 180 210

10% 140 170 200 160 190 220 190 220 250

50513 HARDNESS | JG954D ~ JpS530 ~ JP9S3S
HB min | start | max | min | start | max | min | start | max

100% 90 130 170 60 100 140 80 120 160

P7 Ferritic and martensitic stainless steel <200 20% 110 160 210 80 130 180 100 150 200

(ex. 1.4021/X 20 Cr 13/AISI420)
10% 130 190 250 100 160 220 120 180 240

100% | 70 100 130 60 90 120
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) SLEl oo | B ey i O
10% | 90 120 150 80 110 140
100% | 90 120 150 60 90 120 80 110 140
M1 ST DS Bt > 200 30% | 110 150 190 80 120 160 100 140 180

(ex. 1.4305/X 10 CrNiS 18 9/AISI303)
10% 130 170 210 100 140 180 120 160 200

100% 80 110 140 70 100 130
Austenitic and Duplex stainless steel
- M2 - M3 (" 4015 cvivo 17 12 2/Si316) S U UR 2GR 0 8 110 140
E 100 130 160 920 120 150
=
i IS0 513 MATERIAL HARDNESS ae/DC . ‘“'7525
HB min | start | max

100% | 140 180 220
150+ 250 | 30% 160 210 260

Grey cast iron
(ex. 0.6025/GG 25/EN-GJL-250)
10% 180 240 300

100% | 100 140 180
150+ 350 | 30% 120 170 220
10% 140 200 260

Nodular cast iron
(ex. 0.7050/GGG 50/EN-GJS-500-7)

" , 100% 90 120 150
Austenitic and ADI cast iron

(ex. 0.6660/GGL-NiCr 20 2/Ni-Resist 2, GJS-1000-5/ 250 +500 | 30% 120 150 180

ADI1000)
10% 150 180 210
‘ IS0 513 ‘ MATERIAL e ae/DC . JG3540 . JP9535
\ HB min | start | max | min | start | max
100% 30 40 50 20 30 40
Fe/Ni/Co based heat resistant alloys
(ex. Hastelloy, Inconel 625, Inconel 718) S e o El 30 40 50
10% 50 60 70 40 50 60
100% 40 50 60
Titanium alloys o
(ex. TIAI2Sn4Zr2MoS) 30% e 6 i
10% 60 70 80

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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MILLING Parameters - depth of cut and feed rate - RouNDPLUS

nidlkoro0.s

DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION ae/DCX DESIGNATION ae/DCX
ap (mm) fz (mm) ap (mm) fz (mm)
min | start | max | min | start | max min | start | max | min | start | max
100% 050 | 1.50 & 250 | 010 | 0.18 | 0.26 100% 025 075 | 125 | 0.04 | 0.06 @ 0.08
IC=10 GP chipbreaker 30% 1.00 | 3.00 | 500 @ 012 | 0.21 | 0.30 IC=05 Flat (MOE) 30% 050 | 150 | 250 | 0.06 | 0.08 0.10
10% 1.00 | 3.00 | 500 016 | 0.28 | 040 10% 050 | 1.50 | 250 | 0.08 | 0.10  0.12
100% 1.00 | 200 | 3.00 012 | 023 | 0.34 100% 025 | 1.00 | 175 008 | 0.12 | 0.16
IC=12 GP chipbreaker 30% 1.00 | 350 | 6.00 0.16 | 0.28 | 0.40 |C=07 Flat (MOE, MQT) 30% 050 | 2.00 | 350 | 010 | 0.15 | 0.20
10% 1.00 | 350 | 6.00 0.20 | 0.35 | 0.50 10% 050 | 200 | 350 @ 012 | 0.18 | 0.24
100% 1.00 | 250 | 400 @ 016 | 0.28 | 0.40 100% 050 | 150 | 250 @ 012 | 0.20 | 0.28
IC=16 GP chipbreaker 30% 1.00 | 450 | 800 @ 0.20 | 0.33 | 0.46 IC=10 Flat (MOT) 30% 1.00 | 3.00 | 500 0.5 | 025 | 0.35
10% 1.00 | 450 | 800 @ 0.24 | 042 | 0.60 10% 1.00 | 3.00 | 500 @ 0.18 | 030 | 042
100% 1.00 | 3.00 | 500 @ 0.18 | 0.33 | 0.48 100% 1.00 | 200 300 016 | 027 | 0.38
IC=20 GP chipbreaker 30% 1.00 | 550 | 10.00 = 0.22 | 0.40 | 0.58 IC=12 Flat (MOT) 30% 1.00 | 350  6.00 020 | 034 | 048
10% 1.00 | 550 | 10.00 0.30 | 050 | 0.70 10% 1.00 | 350 | 6.00 0.24 | 0.40 | 0.56
100% 1.00 | 200 300 | 012 | 020 @ 0.28 100% 1.00 | 250 | 400 @ 019 | 032 | 045
IC=12 SC chipbreaker 30% 1.00 | 350 | 6.00 014 | 024 | 0.34 IC=16 Flat (MOT) 30% 1.00 | 450 800 @ 024 | 040 | 0.56
10% 1.00 | 350  6.00 | 016 | 028 @ 040 10% 1.00 | 450 800 @ 0.28 | 0.47 | 0.66
100% 1.00 | 250 | 400 014 | 025 | 0.36
IC=16 SC chipbreaker 30% 1.00 | 450 | 800 @ 0.18 | 0.30 | 042
10% 1.00 | 450 | 800 @ 0.22 | 035 | 048
Parameters for ramping
NT-RDO5H NT-RDO7H NT-RD10H
DCX RMPX L DCX RMPX L DCX RMPX L
10 6.2° 2.1 16 4.7° 2.6 20 9.4° 6.6
12 4.4° 1.8 17 4.1° 2.4 21 6.6° 4.8
L ) 13 3.6° 1.6 20 3.3° 2.2 25 4.4° 3.9
L - ‘ 16 2.0° 1.0 25 2.3° 20 26 43° 39
. 17 2.0° 1.0 35 2.0° 1.0 30 3.2° 3.4
32 1.2° 15
35 1.0° 14
40 0.9° 14
42 0.8° 1.3
52 0.6° 09
RMPX: max. ramping angle; L: max. ramping path
Parameters for helical milling
NT-RDO5H NT-RDO7H NT-RD10H
DCX DH min. | DH max. DCX DH min. | DH max. DCX DH min. | DH max.
10 12 18 16 24 30 20 22 38
b 12 16 22 17 26 32 21 24 40
13 18 24 20 32 38 25 32 48
16 24 30 25 42 48 26 34 50
17 26 32 35 62 68 30 42 58
32 46 62
e 35 52 68
40 62 78
42 66 82
52 86 102

DH min.: min. cutting dia.; DH max.: max. cutting dia.
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Quick guide .D100
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<]
=
-
=l
=
'
a

MILLING Quick guide

CHAMFERSQUARE
[4D101
SCREW-IN
CYLINDRICAL
KAPR 45°
Insert sizes 05/07/09
APMX 4.2/6.34/82
Tool diameter 012 - 032
Coolant holes v
Workpiece material [PRINK]N]
No. of cutting edges 4
No. of geometries 2
Special features
Chamfering @ v
Machine load | 1 1NN
Strenght BEER |
Precision BEER |
Finishing BEER |
Range 1 1 1 Im

D100
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MILLING Holders - cHAMFERSQURRE nidIkoT00.S

Screw-in
NT-CHS45
‘ DCON
ChamferSquare [
* Positive chamfering cutters for SP inserts :ﬂmmlCRKs
 All with coolant through
e Please select insert size according to your
chamfer length
® Inserts could also be mounted on DRS drills
Cylindrical
DCX| DC -—t——— 1 IDCON
L @ A
~ KAPR
L/
LU
LF
Designation Stock DC cicT DCX DCON LF LU CRKS MIID
SCREW-IN
NT-CHS45 D12/19-M06-Z3-05 ) 12 3 19 6.5 20 - M6 SPoX05
NT-CHS45 D16/22-M08-Z4-05 [ 16 4 22 8.5 25 - M8 SPoX05
NT-CHS45 D20/30-M10-Z3-07 [ 20 3 30 10.5 30 - M10 SPoX07
NT-CHS45 D25/37-M12-Z3-09 [ 25 3 37 12.5 35 - M12 SPoX09 E
NT-CHS45 D32/44-M16-Z4-09 [ 32 4 44 17 40 - M16 SPoX09 g
CYLINDRICAL =
NT-CHS45 D12/19-812-Z3-05 [ 12 3 19 12 80 20 - SPoX05
NT-CHS45 D16/22-S16-24-05 [ 16 4 22 16 100 25 - SPoX05
NT-CHS45 D20/30-S20-23-07 [ 20 3 30 20 110 30 - SPoX07
NT-CHS45 D25/37-S25-23-09 [ 25 3 37 25 120 35 - SPoX09
NT-CHS45 D32/44-S32-24-09 [ 32 4 44 32 130 40 - SPoX09

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches
Spare parts
NT-CHS45 Doo/oo-000-Zo-05 NT-ST20043T06 NT-FTB06
NT-CHS45 Doo/oo-000-Z0-07 NT-ST25065T07 NT-FTBO7
NT-CHS45 Doo/oo-000-Z0-09 NT-ST35051T15 NT-FTB15
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MILLING Indexable inserts - GHAMFERSQURRE nidkoTroo.s

HF: Mi i bid
P\/D:Physica\v:;ﬁﬂ;aézggéwt;ug HFHF | HF | HF | HF
SP OX PVD PVD PVD | PVD
o www o
M N M N
ChamferS Be a3 8
amferSquare £EEES
* General purpose type or fine polished sharp | SR MR, @y g cngce (7) sutabe O ()
geometries for aluminum or non-ferrous i ‘ )
materials available Genem‘”‘n;z?ﬁ;':‘ggi rooe Quae @ @ @ @ @
* Diverse PVD coated carbide grades available | "% 48 1« choce §-3 suable | 57 2k
© Inserts could also be mounted on DRS drills Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
100 100
260 280
60 80 ' 80
180 200 180
300
1100
20 20
60 50
4 edges
Designation RE IC S D1 LE Stock
=2/ GPEAM
o SPMX050204-GP 0.4 5 238 | 25 2 ®© @ @
i
(3>
SPMX07T308-GP 08 | 794 397 28 634 e @ @
SPMX090408-GP 0.8 9.8 43 42 82 @ @ A | @
= ALl
g SPGX050204-AL 0.4 5 238 | 25 42 [ J
=
=]
=] = SPGX07T308-AL 08 | 794 | 397 28 | 634 [ ]
=
= polished surface | SpEX090A08-AL 08 | 98 | 43| 42 | 82 °
a periphery ground

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion
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MILLING Parameters - cutting speed - GHAMFERSQUARE nidkoTooLs

‘ IS0 513 ‘ MATERIAL HAHPHESS ae/DC JP5530 . JP8725
\ HB min | start | max | min | start | max

100% | 100 140 180 100 150 200

P1-P2 Free cutting steel and low carbon <200 30% 160 200 240 160 210 260

(ex. 1.0715/9 smn 28/avp, 1.0503/c45)
10% 220 240 260 220 250 280

100% 80 120 160 90 130 170

P3-P4 Medium and high alloy steel

- 0/
(ex. 1.7225/42 CrMo 4, 1.3505/100 Cr 6) B 0% | 120 160 200 | 130 170 210

10% 180 200 220 190 210 230
100% 60 90 120 80 110 140
300 <400 | 30% 100 130 160 120 150 180

P5 - P6 High tensile strength and tool steel
(ex. 1.2344/X 40 CrMoV 5 1/0RVAR, Hardox400®)
10% 140 170 200 160 190 220

IS0 513 MATERIAL LA ae/DC . JP3530 . JP3535
HB min | start | max | min | start | max
100% 60 100 140 80 120 160
P7 Ferritic and martensitic stainless steel <200 20% 80 130 180 100 150 200

(ex. 1.4021/X 20 Cr 13/AISI420)
10% 100 160 220 120 180 240

100% 60 90 120
Precipitation hardening stainless steel 9
P8 (ex. 1.4548/X 5 CrNICUND 17 4/17-4-PH) SLEl EBio i 1wy ey
10% 80 110 140
100% | 60 90 120 80 110 140
M1 ST DS Bt > 200 30% 80 120 160 100 140 180

(ex. 1.4305/X 10 CrNiS 18 9/AISI303)
10% 100 140 180 120 160 200

100% 70 100 130
Austenitic and Duplex stainless steel
M2 - M3 (ex. 1.4401/X 5 CrNiMo 17 12 2/AISI316) 30% 80 110 140 .
90 120 150 =
=
1S0 513 MATERIAL HARDNESS | onc  JUBS20 3
HB min | start | max

100% | 300 400 500
30% 400 600 800

Aluminium alloys < Si 12%
(ex. 3.4365/A1Zn5.5MgCu/ERGAL)
10% 500 800 1100

100% | 200 250 300
30% 300 350 400
10% 400 450 500

Aluminium alloys Si > 12%
(ex. 3.2382/G-AlSi12)

150 513 MATERIAL HARDNESS .onc  JPIS3S
‘ HB min | start | max
100% 20 30 40

Fe/Ni/Co based heat resistant alloys

0,
(ex. Hastelloy, Inconel 625, Inconel 718) S0 £ < <0
10% 40 50 60
100% 40 50 60
Titanium alloys 1
(ex. TiAI2Sn4Zr2MoSi) S0i0 & & i
10% 60 70 80
ae: radial depth of cut; DC: milling cutter diameter Complete workpiece materials p. H1.
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MILLING Parameters - feed rate - cHAMFERSQUARE nidkoTo0.s

FEED RATE

DESIGNATION ae/Dc
fz (mm)

min | start | max
100% 0.08 | 0.13 # 0.18

SPMX050204-GP 30% 010 | 016 | 0.22
10% 012 | 019 | 0.26
100% 0.10 | 0.16 | 0.22
SPMX07T308-GP 30% 012 | 020 | 0.28
10% 014 | 024 | 0.34
100% 011 1019 | 0.27
SPMX090408-GP 30% 014 | 024 | 0.34
10% 016 | 0.28 | 0.40
100% 006 | 010 | 0,14
SPGX050204-AL 30% 008 | 013 | 0.18
10% 009 | 015 | 0,21
100% 0.08 | 013 | 0.18
SPGX07T308-AL 30% 010 | 0.16 | 0.22
10% 012 | 019 | 0.26
100% 0.10 | 0.16 | 0,22
SPGX090408-AL 30% 012 | 019 | 0.26
10% 014 | 023 | 032

(<}
=
-
=
=
\
a
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MILLING Quick guide

nidlkoro0.s

B - THREADING A - TURNING

C - GROOVING

<]
=
-
=l
=
'
a

F - ACCESSORIES E - DRILLING

G - SPARE PARTS

ROUND SOUARE TANGENTIAL
[4D108 [4D114 [4D110
NT-SN1288
NT-XP08
ARBOR 75°
NT-RN12
. KAPR
,,,,,,,,,,,,, ARBOR ARBOR 88° ARBOR
KAPR variable 75°/88° 90°
Insert sizes 12 12 12
APMX 3 3/7
Tool diameter 050 - 3100 050 - 0125 050 - 0125
Coolant holes v v v
Workpiece material S IH] K] K|
No. of cutting edges variable 8 8
No. of geometries 3 4 1
Special features chipbreaker type available
Face Milling & v v v
Side Milling @ v v v
Ramping @ \/ )( )(
Machine load 1 1 1 Im [ 1 | |mm 1 ] |
Strenght EEERNR | | | HEEEN
Precision [ 1 | |mm [ 1 | |mm 1 ] |
Finishing | 1 ] |En | | | | 1 | .
Range 1 | N 1 1 1IN 1 | .

D106




MILLING Quick guide

XP SERIES
[4D112
NT-SN1288
NT-XP08
ARBOR ALU
NT-RN12
e
,,,,,,,,,,,,, ARBOR STEEL
KAPR 90°
Insert sizes 08
APMX 3 (PCD) /1 (PCBN)
Tool diameter 050 - 0125
Coolant holes
Workpiece material [KIN]

No. of corners

1 (PCD) / 2 (PCBN)

No. of geometries

1

Special features

Face Milling & v

Side Milling @ 4

Ramping @ X
Machine load Bl
Strenght | 1 | |mm
Precision 1 1] Im
Finishing (1 1] I
Range | 1 | |mm

nidlkoro0.s
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MILLING Holders - RouND SERIES nidIkoT00.S

NT-RN

Round series

 Milling holder for doublesided solid round
inserts without holes

o For dry cut milling

e Please select according to the thickness of

the inserts
Designation Stock DCX cicT DCON LF LU DCSFMS CRKS WT MIID

FOR RNGN120400

NT-RN12 D050-F22-Z04 [ ] 50 4 22 50 - 45 - RNGN1204
NT-RN12 D063-F22-204 [ ] 63 4 22 50 - 45 - RNGN1204
NT-RN12 D080-F27-205 [} 80 5 27 50 - 58 - RNGN1204
NT-RN12 D100-F32-206 [ ) 100 6 32 50 - 75 - RNGN1204
FOR RNGN120700

NT-RN12X D050-F22-204 [ ] 50 4 22 50 - 45 - RNGN1207
NT-RN12X D063-F22-204 [ ] 63 4 22 50 - 45 - RNGN1207
NT-RN12X D080-F27-205 [} 80 5 27 50 - 58 - RNGN1207
NT-RN12X D100-F32-206 [ ] 100 6 32 50 - 60 - RNGN1207

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Clamp Clamp screws Springs L wrench

NT-RN120 Dooo-Foo-Zoo NT-CS028 NT-SC035 NT-SG028 NT-WR030

|
Spare parts
|

(<}
=
-
=
=
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a
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MILLING Indexable inserts - ROUND SERIES nidkoTroo.s

BH: High voll CBN
CN: Silicon n\tridelgce::r:wjirsesi3N4 BH | BH | CN
R N PVD: Physical vapour deposition
228
e W e
; £ s 2
Round series =5g
* Solid CBN and solid ceramic inserts for stable machin: @y 1+ choice () stavle | (O O
advanced milling General machining,
cning. 19 choi itabl
o Different thickness and edge preparation med'“f" i @ Oiare| @ O | @
available upon request Unstable machring: g 14 choce §- D sutavre | 38 | P | §3
* Very reliable and cost efficient solution for Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1 choice)
multiple purpose use on S/H materials
 WVider range available on request
M
M L.
S 800
1200
100 100
400 | 300
Designation RE IC S AN Stock
z| e
o
(-
RNGN120400S-UE 6.35 | 127 | 476 0° [ N
full solid
o
g el
&=
L
o
RNGN120700E 6.35 | 127 | 7.94 0° (@] )
=
SIAION =
[=]
g ccH
= RNGN120400-CC 6.35 | 127 | 476 0° [ ]
]
SIAION RNGN120700-CC 6.35 | 127 | 7.94 0° [ ]

@ stock standard, O non-standard stock, A upcoming introduction, V' stock exhaustion

ROUND SERIES cutting speed (m/min) ap (mm) ROUND SERIES
Feed rate and depth of cut

HRSA good machinability .
STl 8001200 3.0

HRSA medium machinability .
S2 25235 HRC 8001200 20l

HRSA low machinability X '
S3 2545 HRC 6001200
H1 | Case-hardened steel 100+300 1.0+
H2 | Bearing steel 200+400

0.54
H3 | Hardened tool steel 150350 ‘ ‘ ‘ e
010 015 020 025
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MILLING Holders - TANGENTIAL niNKoT00LS

DCSFMS
NT-SP soon
Tangential
 Milling holder for tangential solid square
inserts
o For dry cut milling
e Kapr 90°
 More teeth density comparing to flat-mount
type
Designation Stock DC cicT DCON LF LU DCSFMS CRKS WT MIID
NT-SP12-TAN D050-F22-205 [ 50 5 22 50 - 45 - SPHX1205
NT-SP12-TAN D063-F22-207 [ 63 7 22 50 - 50 - SPHX1205
NT-SP12-TAN D080-F27-208 [ 80 8 27 50 - 60 - SPHX1205
NT-SP12-TAN D100-F32-Z12 [ 100 12 32 50 - 85 - SPHX1205
NT-SP12-TAN D125-F40-215 [ 125 15 40 50 - 85 - SPHX1205

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Insert screws Flag wrenches

Spare parts

NT-SP12-TAN Dooo-Foo-Zoo NT-ST40101T15 NT-FTB15

(<}
=
-
=
=
\
a

D110



MILLING Indexable inserts - TANGENTIAL

nidlkoro0.s

SPHX

Tangential

CN: Silicon nitride ceramic Si3N4

(@)
=
(@)
=

 Tangentially mounted positive ceramic for
advanced milling

8 cutting edges available

 \lery robust and reliable solution for cast iron

Sn S @ s Qe
G Qo (v

UiEE mﬁg:\yy“gﬂ{ 3 1¢ choice @ suitable

C @ |NSN350
€ © NSN400

advanced milling Dimensions \ISO Vc(m/min) - suggested cutting speed range (bold: 1t choice)
e Better surface quality with tangential solution
when the clamping isn't ideal
M
600 600
1200 1200
S
8 edges
Designation BS S D1 LE AN Stock
o
g GP 4
&
[¥v}
o
SPHX1205PCTR-GP 08 | 55 | 51 8 11° @ @
silicon nitride

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

TANGENTIAL SERIES
cutting speed (m/min)

‘ K1 | Gray cast iron

CERAMIC NSN 600+1200
roughing and finishing

ap (mm) TANGENTIAL SERIES
Feed rate and depth of cut

8.0+

6.0

4.0+

2.0+

fz (mm)

T T T T
010 015 020 025
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MILLING Holders - xp SERIEs niNKoT00LS

Steel body DCSFMS
NT-XP o e
H I
XP series |
I
 Milling holder for brazed tip XP type inserts LF
 For dry cut milling I
© Kapr 90° !
 Both aluminum light body and robust steel !
body available DC ~ KAPR
Aluminium body DCSFMS
‘ ‘ DCON ‘ ‘
LF
KAPR
Designation Stock DC cicT DCON LF LU DCSFMS CRKS Wt MIID
STEEL BODY
NT-XPO08-ST D050-F16-Z05 [ 50 5 16 50 - 32 - XPGo0802
NT-XP08-ST D063-F22-206 ) 63 6 22 50 - 44 - XPGo0802
NT-XPO08-ST D080-F27-207 [ 80 7 27 50 - 60 - XPGo0802
=] NT-XP08-ST D100-F32-Z08 [ 100 8 32 50 - 80 - XPGo0802
5 ALUMINIUM BODY
=
- NT-XP08-AL D063-F22-Z05 [ ] 63 5 22 50 - 44 - XPGo0802
NT-XPO08-AL D080-F27-207 [ 80 7 27 50 - 60 - XPGo0802
NT-XP08-AL D100-F32-208 [ 100 8 32 50 - 80 - XPGo0802
NT-XP08-AL D125-F40-210 [ 125 10 40 63 - 105 - XPGo0802
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Cartridge Cartridge screw L wrench Adjusting screw Chip cover Insert screws Insert screws
Spare parts
NT-XP08-AL Dooo-Foo-Zoo NT-CRD-XP08 NT-CW040 NT-WR040 NT-AD040 NT-CHO30 NT-ST40100T15 | NT-ST30070T10HQ
NT-XP08-ST Dooo-Foo-Zoo NT-CRD-XP08 NT-CW040 NT-WR040 NT-AD040 - - NT-ST30070T10HQ
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MILLING Indexable inserts - Xp SERIES

nidlkoro0.s

BH: High volume CBN
XP DP: Po\ycri;?a\l;,ncsudr?:mond BH DP | DP
=
[
e e
i I N
XP series s =8
* Brazed-tip type insert available in both PCBN | SE0E mathiing, @y« oice (D) sutavie| @) @ @
and PCD General machining
g 15 choi jtabl
e 2 cutting edges for PCBN, 1 cutting edge med'“f” o @1 Oiae| @ | @ | O
for PCD Ui mﬁgg};‘gﬁ; # 1% choice é:; suitable @
© Edge length/RE/BS can be tailor made upon Dimensions iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
requests
e Different grades and edge preparation also
available upon requests M
500
2000
500 | 500
2000 2500
S
DIAMOND 1 edge - PCBN 2 edges
Designation RE IC S D1 BS Stock
é UEId
o XPGW080204S-UE-2C 04 | 791 | 238 36 | 25 @
XPGW080208S-UE-2C 08 | 791 | 238 | 36 | 25 @
chamfer+hone
g
<E: XPGT080204F-1C 04 | 791 | 238 | 36 | 25 [ BN )
a
XPGT080208F-1C 08 | 791 | 238 | 36 | 25 ® O
sharp edge
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
XP SERIES cutting speed (m/min) ap (mm) XP SERIES
Feed rate and depth of cut
K1 | Gray cast iron 5002000 4.04
Aluminium alloy )
NG 1p 10003000
Aluminium alloy 307
N2| oo 300--1000 IE
2.0
| K R
only finishing
[X] oramono nop 1041 [
roughing and finishing NBH fz (mm)
T T T T
0.10 0.15 0.20 0.25
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MILLING Holders - Sounre SERIES nidIkoT00.S

KAPR 75° DCSFMS

NT-SN S

Square series A .

 Milling holder for doublesided solid square
inserts without holes

o For dry cut milling

e Kapr 75° and 88° available

 WVider range available on request

KAPR 88° DCSFMS
‘ DCON ‘

Designation Stock Dc cict DeX DCON LF LU DCSFMS | CRKS wT MIID

KAPR 75°

NT-SN1275 D050-F22-205 ° 50 5 22 50 - 45 - SNoN 1204

NT-SN1275 D063-F22-Z06 ° 63 6 22 50 - 45 - SNo 1204

NT-SN1275 DOB0-F27-208 ° 80 8 27 50 - 58 - SNoN 1204
g NT-SN1275 D100-F32-Z10 ° 100 10 32 50 - 60 - SNoN 1204
% NT-SN1275 D125-F40-212 ° 125 12 40 50 - 85 - SNoN 1204
g KAPR 83°

NT-SN1288 DO63-F22-Z06 ° 63 6 - 22 50 - 45 - SNoN 1204

NT-SN1288 DOB0-F27-208 ° 80 8 - 27 50 - 58 - SNoN 1204

NT-SN1288 D100-F32-Z10 ° 100 10 - 32 50 - 60 - SNoN 1204

NT-SN1288 D125-F40-212 ° 125 12 - 40 50 - 85 - SNoN 1204

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

Wedge Wedge screws L wrench ‘

|
Spare parts
|

NT-SN1200 Dooco-Foo-Zoo NT-WD070 NT-SC060 NT-WR030 ‘
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MILLING Indexable inserts - SQUARE SERIES

nidlkoro0.s

CM: Mixed ceramic AI203
B Highvoume can | CM | BH | BH | ON
S N CN: Silicon nitride ceramic Si3N4
PVD: Physical vapour deposition
FEE]
3 EE—3K—]
e W e e
; a=22=
Square series HHHE
* Solid square-shape CBN and solid ceramic | S0 Mg, @y ge cpace (O) sutabre| @) o) |
inserts for advanced milling General machining
s, 19 chol jtabl
o Different sizes and edge preparation avai- med'“’f‘f“‘ @ Ouie @) @ @ @
lable upon request nstable machiind, g 1 chaice §-7 sutable g8
* Very reliable and cost efficient solution for Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
multiple purpose use on K/H materials
© Wider range available on request
M
400 1 800 800 600
80012000 1500 1200
8 edges
Designation RE IC S BS | AN Stock
=z VEd
o
o
SNGN120412S-UE 12 | 127 | 476 - 0° [ ]
full solid
Z eNnd
(=]
[-%
SNXN1204EN 127 | 476 | 14 0° [
full solid
for 75° milling cutters
LUK
o
%
SNXN1204HN 127 | 476 | 18 0° [ ]
full solid
for 88° milling cutters
= cB[d
o
%
SNXN120412-CB 12 | 127 | 476 - 0° )
full solid
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
SQUARE SERIES cutting speed (m/min) ap (mm) SQUARE SERIES
Feed rate and depth of cut
‘ K1 | Gray cast iron ‘ 4.04
PCBN NBH 8002000
roughing and finishing 3.0
CERAMIC NSN 6001200
roughing and finishing 204
CERAMIC NAC 400800
only finishing
1.0+
fz (mm)

T T T T
010 015 020 025
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MILLING Indexable inserts - SQUARE SERIES nidkoTroo.s

CM: Mixed ic Al203
B Highvoume ca | CM | BH | BH | ON
CN: Silicon nitride ceramic Si3N4.
S N PVD: Physical vapour deposition
FE]
I RE—RE-]
e wnw e e
- Sg2s3
Square series SS88
* Solid square-shape CBN and solid ceramic | S0 Mathing, @y 1w ongce (O) sutabie| @) SN )
inserts for advanced milling General machining
i ¢ 1% choi itabl
o Different sizes and edge preparation avai- med'“f"_“‘ @ e Qe @ @ @ @
lable upon request nstable Machiing, g 1< choice 5.3 suiable g8
* Very reliable and cost efficient solution for Dimensions Iso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
multiple purpose use on K/H materials
 Vider range available on request
M
400 800 800 600
80012000 1500 1200
S
8 edges
Designation RE IC S BS | AN Stock
Q GP
S K
&
[¥v}
o
SNGN120412-GP 12 0 127 | 476 - 0° [}
Si3N4
S EN
g K]
=
L
o
< SNXN1204EN - 127 | 476 | 14 0 e [ J
=
= Si3N4 or mixed AI203
a for 75° milling cutters
S/ HN
2 HNId
=
L
o
SNXN1204HN - 127 | 476 | 1.8 [ ] [
Si3N4 or mixed AI203
for 88° milling cutters
Q CB
g cBld
&=
[¥v}
o
SNXN120412-CB 12 0 127 | 476 - 0° [}
Si3N4

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion

SQUARE SERIES cutting speed (m/min) ap (mm) SQUARE SERIES
Feed rate and depth of cut

‘K1

Gray cast iron ‘ 4.0+

PCBN NBH 800+2000
roughing and finishing 3.0

CERAMIC NSN 600+1200
roughing and finishing

2.0
CERAMIC NAC 400+800
only finishing

fz (mm)

T T T T
010 015 020 025
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