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Tooling Selection Guide
Cutters, Inserts & Cutting Parameters

‘\’QSTELLRAM“

This new Milling Selection Guide leads
you easily to the tool selection and to the
corresponding user information. 6 steps
enable you to select the suitable cutter,
insert geometry and grade in relation with
recommended parameters for Feed and
Speeds.

Applications

/

Family Range

KZKENNAMETAIZ

Body Fixation

Diameter Range

Ry

6 Step Tool Selection

o Go to the Tool guide on pages
A6 - A13. Select the milling family
according to the application.

Available diameters, body fixation

and type of inserts can also be
found. (7792VX family selected)

Go to the referred Family page with
the entire product range and

technical information

Tool Definition
@ @ FEEY Famdy Range Dimensions (o) Body Fiaton
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@ Select a Cutter Body Diameter

@ Technical Information
 Facing pitch
* Ramping angles
 Helical hole (min - max)

‘E’ 7792VXD09
High Feed Milling Cutter !ZKEHIIAMEI‘AI:

<M sTELLRAM

P

S888a0888

* ap max Helical / Linear
e ag max plunging

(for 7792VX and 7791VS only)

* RPM max

> o e

Weldon Shank

s

=

| b |

Cylindrical Shank

.

o

Product | Dimensions (mm)

No.of

0P | tom Descripion Teat

)

o [ ] o Jom] ] o0

7792VXDO09 Weldon Shank
[ oz | & [ % [ & [ & [ 0]

=]

7792VXD09 Shell Mill Fixation - Coarse, Medium and Fine

OO0 ADGOZSR.

|

e0p | tem Descripion "

Shell Wil Fxation
(LA

Depth of Cut (ap)

66

-

7792VXD09 Technical Information (mm)
Dimensions

[ Product
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6 Step Tool Selection (ontinued)

‘Z ) 7792VXD09
KENNAMETAL Milling Inserts & Recommended Feeds
V4

e Select the Insert according to the %smmm

application and material to be machined. e | ’

@ Application Section @ o P B =5 E

Milling Introduction

o A —en a . . T Fng | Saig | gy
¢ Facing, Semi-Finishing and Finishing o || 22 T
Or o s b

R R 3 e ) 0 [ BRI
« Facing, Slotting and Plunging [ oo |0 | 0 [ 1 e[
(7792VX series) @ i [ormon g e e | e e e e o [om o [ [ o

ooy | 1

End Mills & Face Mills

952 | 952 | 476 [ 00 | 010

033057 [XoLTOS0a0BER D41 |sPtezsf]  mam wan mem o5 [os2 | a7 [om0 | oos

w2063 [soTooouner o7 [oe ) ) & Pose [os e [om ] ome

@ Waterial to be machined B e SR
For each insert, a colored symbol will s

advise you about the performance, as well s

as the materials which can be machined.

The color of the symbol corresponds to

the ISO Material designation.

Example:

Symbol explanation: Material: Alloyed Steel
facing operation

‘ 1st choice: Excellent performance XDLWO090408SR-D X400

1st Choice grade /
B 2nd choice: Good performance geometry

@ 3rd choice: Alternative option

ISO Material designation:

Material Guide — Key to Recommended Inserts
Material Designation

‘ Unalloyed Steels (P Alloyed Steels M Stainless Steels M PH Stainless ‘ Cast Irons ‘ Aluminum & Alloys ‘ High Temp. Alloys ‘ Hard Materials

o Select the recommended Feed range
according to the operation and the 7792VXD09 Feeds f; (mm/tooth)
material to be machined.

Example: a_.
Feed range for
XDLWO090408SR-D X400 o) bt e

for Facing in Alloyed Steel S e
RO Fngng | — —Tow-02 [ow-022 000201
0,30 — 1,90 mm/tooth % o] e b ——

Aloyed

i

Grade
Operation

Stainkess
Steel

vin_ el vin_ vax Bvin. - Max.
Facng ] 030200030 10 ™~ - - B B B — [os0-to]os-1o0

Pungng | 010-0,25 | 010-0.23 - - - — Jow-or|oi0-012

ER-D4L | X500 | Swting | | )
ER-D41| X500 | Pungng | T Tosw-os6fo0s-012] | Jo.05 008 J 005008 005008 J005-010]

|
|
- — - -
ER DAL [SP6s10 | Facng [0:30- 150 [ 0:30- 130 [ 020100 [ 020060 Jom0 ts0 Jomo o] - | - —J020-050 J020- 050 J0z0-060 [o20-080 |
ER DAL Sioting [ 0.30-1.30 [ 030-1.00 | 00080 [ 0.15-050 [030-130 fos0-100 | |- 010050 [0.10-050 [0.10-050 [0.00-070 -
ERDIL Plungng 10.10-020 | 0.10 0.6 | 00016 [ 005008 [0.10-020 010016 ] | - — 005008 [005-008 005008 [0 00— | -
ER-D41 [SCo525 | Facng Jos0-1dsJos0-130] - T - Tomw-is0fom-130] I | . - - - B -
ER-DA1 [ 5C6525 | Soting |0.30-1.25 [0.30-1.00 | | Jo30-130 [030-100 | | - —
ER-DA1 | 5C6525 | Plunging 10.10-0.18 [0.10-0.16 | 1 Jo10-020J010-016 | 1 -
T -
|

ERor2i] G2 | Faong | T T
EROT21] GH2 | Seting | T T
ER-D721| GH2 | Punging | | | I
ERDuL] xe0 [ Facng | Toz- 100 Joz0-080 ]
ER 01| Y600 | Soing | Tox-0s0 Jos-070] | |

ER-Du11] Y600 | Pungng | | To10-016 [o0s-012] P | To05-008 [005-008 [005-008 Tos-0a0
ERDi1] Sposto] Facng [ 030-150 ] 030130 020- 100 020-060 ] 030- 150 030- 130 ] T T Tox-om[on-om]on-om]on-om]
0411 SPosi | Soting | 030- 130 | 030- 100 [0.20-00 [0.15-050 [030- 120 [00-100] |~ |- Jo10-050 [0.10-050 [00-050 [630-0,0
0411 Sposi | Pnging [010-0.20[0.10-0.16 [ 0.10-0.16 [ 005008 [0.10-020 [0.10-036 | | | To05-008 [005-008 Jo0s-008 Joos-010 ]
Note: HTA = High Temperature Alloys

T0.10-050 [0.10-050 [0.0-080 [0.00-0.10 |

1

|

|

B
To20-0,60 [ 00050 [ 020- 050 [ 020 00 | T
—

1
T

Tom0 150 Jos0-10 |

To30-1.a0 [os0-100 |

|

I

|

|

To10-020 [o10-0a6 | |
T T To26-060 [020- 060 [020- 060 02000 | T
- |

1

I

|

1

[0.0-050 [ 0.10-050 [ 0.10-080 [ .0-0.0 |

Note: Speed recommendations can be found on page A72.
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6 Step TOOI Selection (continued)

Speed v, (m/min)

Milling Introduction

Wear Resistance

7792VX Series - +

‘Speed min. - max.

e Select the recommended Cutting Speed (vc) Codtan Recommendatan
and Coolant recommendations according to

mand 1o Sl <o B0 @ 0 |6 @ e |o @ oo |0 @) s | @) s

the material to be machined. == 1.l J== AREE AREED
Example: BN — ww| | [ | e ]| | [
Speed range for XDLW090408SR-D X400 o | o] % | [elwwo | |e]ww BEED
for Facing in Alloyed Steel (Rm 950- == R 2 ) N A
1200 N/mm2 and 280-355 HBN) o [wme] |omw
70 — 150 m/min e w0255 ) 150355
GGGFGS ©®| @ | 10-240 @ | 115-305 @ 120-335
et 100- 220 105-275
i‘ﬂ:;ﬂif::l?r: 305 - 2130 400 - 2745
— —e — —

°
Auminum + Silcon 245-1760 2052135

>16% 192 HEN

Material specifications can be found in
the Materials Reference Charts —
pages D1 - D35. S | e .

NckelBased 2-51 25-55

ion Based 23-48 23-55

Tanium Based .73 3%-79
S
Commercial UNS UK: Sweden: USA: Germany: Germany: France: Italy: Spain: Japan: LIS 45-95
Name Number BSEN ss AISISAE wr OIN AFNOR Nl UNF s e ° — — — — —
1400 o 3-8
Alloyed Steels
AT ZHONKCVABOB0IGL. | G T T T [swizs ZEKCVIBEL S
Zvoneos | I I I Tz NCOVITI895 | Z20KDTIE 105
Zc0ve3 I T T T T2 [xeocmovsa OV [zmowns | T
Stainless Steels
5 NS 520010 T
0 st W T |owmineer | ZOmEes I
P ET] e ZroNTOT Yi2GNET 07 SUsL
st 2530 ) Ta[xioniss 71001609 XI0CIN15 09
I £ Tas___|Xacnisies ZH0CNFIE D) XI0ONS 1609 SUSi
ETE P 140 [Xeoni1es Z6CN1800 YECINIB 10 FaS1FALEH0__[SUSI04
s ass19 s 132 Kooz 12 Yacsio 22
7792VX ﬂ .
Technical Information KENNAMETAL

Technical information can be found at the end
of each selected family which contains calculation Storeinam
formulas, mounting instructions, etc... “7

B
< The advantages of face millng and 7792vx Round Insert Tools
H producing cavities with Stelram's high
H feed face mill re numerous. + Cuting forces + Tangential
H predominanty forces act
& The unique design of the inser, approach axial around the -~
‘angle and the cutter body ensure the + Relationship K
cutting forces are predominanty directed between cutting + Leads to vibration
in the axialdiection. The example shown edge and work piece and damage of
with a round insert tool shows complex st ts most sable the cuting edge
forces which resut n high levels of + Results in high feed  Leads to reduced
vibration and damage to the cutting edge. rates and consistent feed and lower productivity
teol e

‘The 7782VX machines with a

constant volume of chip throughout all 7792VX Conve cesrance Side v
aspects of producing cavilies and . Constant cutting
produces a side wal that s close (o section (chip volume)
profie. irrespeciive of
position in caviy.
Round insert tools have increasing chip + Producing a close
volume through the process. to profil side wall

Round insert

+ Near square skle walls + Greater surface contact.

possible.
« Increased chip section for side
wall machining
- Vibration in comers.
- Undulating side wall cusps.
74 KKENNAMETAI. www kennametal.com
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Milling Introduction

Unalloyed Steels ‘

Alloyed Steels

Stainless Steels

PH Stainless

Cast Irons

Aluminium & Alloys

High Temperature Alloys

Hard Materials (42-45 HRC)

> > @ <>
T o = B

Material Guide — Key to Recommended Inserts
Material Designation

‘ Unalloyed Steels (P Alloyed Steels M Stainless Steels M PH Stainless ‘ Cast Irons ‘ Aluminum & Alloys ‘ High Temp. Alloys ‘ Hard Materials

www.kennametal.com KZKENNAMETN: A5
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=
g
-
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S
E Application
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= = — ﬂ' 15
~ o S 55 4 s | = o
- = ° o = - =2} o =
z $g2 £ § gE gEs 2 3f ¢ BE £ iz 22 i £
£ 2%: § ¢ %5 ¥ F &5 & 22 0w 8E §2 0§ :
HGa? 14 T 2 £s o o p= &> i o N 5 o
- - =
e
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2
=
(+]
-
S
o
. in =
Tool Definition S
[=1]
£
Family Range Dimensions (mm) Body Fixation §
8 - ol 8 [« p—
@ o o o % So 8o 5 g =, =¢ k&3
2 non =) =) c 2 BN S = o= B8 9=y
9] Pl c S E3 So ° c 5% | sk £gg
@ 28 < * & Ac ST = 5 ”% gg Zif
g (6] o= 0
SC..09T3
Long Edge
57 32
A165 -
5210VS S0.12M6 (Pocr‘cjgei;e) ops ® ®
908 68 - 77 80 - 100
SO..15M6
Cheveron Long
SD..09T3 Edge Cutter | A171 - 5180 50
5230vS (Porcupine) A182 ®
SD..1204 905 57-133 63 - 100
AD..12T3 LOE?H'fedrge ALE3 - 23-15 25-40
SIS (Porcupine) A194 ® ® ®
AP..1604 908 31-61 50 - 80
MP..0402 8-9 18-21
MP..0602 . A271 - 11 25
5400VM T-Slotting A277 [ )
MP..0803 14 32
MP..1104 18 40
RG.S
Finishing | A201 -
5500V 08, 10, 12 Ball Nose e 04-12.1 8-25 o o
16, 20, 25
XP..1603,
XP..20T3,
XP..2504, A195 -
5505VX XP.3206 Ball Nose A200 16 - 50 16 - 50
e ® e o
XP..40T7,
XP..50T7
Profiling
Pocketing | A247 -
5702vZ ZD..1403 Shoulder A256 12 20 [ )
90°

www.kennametal.com KZKENNAMETALW A7
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=
2
3
-
=]
S
£  Application
g
= =
= = =) /] AH
 JUgo0dgId TdddIe
[}
- - c =5 _ - N o
e ggz £ £ gz g&; & 3z f g sz gB 5 £
3] SE = 5 ~ =9 =95 > £0 = SE o = £3 = 2
oge & ¢ Er 2§ S5 g8 ¢ 8% 85 & @
- -2
® e ® ® ® e e ®
®
® ® ® ® ® ® ® ®
® e ® ® e e e
e e e ® e e e ®
® ® ® ® ® ® ®
® ® ® ® e e ®
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=
=]
=
[+)
=
=
o
L =
Tool Definition S
[=2]
£
Family Range Dimensions (mm) Body Fixation §
S ) = — s §5 Cco
0 R o o % Lo S o s L -0 | =< PRE)
= 2 © 2 E g 58 = T | 3= Z2f 285
@ £ < & o &3 Be2 3 £ | 53| 8L ZXo
n 3 g < 53 A sT = = Ty ZIS
£ (6} o= 0
Profiling
Pocketing | A247 -
5720VZ DAMS |G Avse 16 25-80 ® ® ©
90°
MP..0402 6-8 63- 80
MP..0602 ! 8-10 100 - 125
Slotting A279 -
7220M Shoulder A288 L
MP..0803 10- 14 125 - 160
MP..1104 14-20 125 - 160
AD..0903 8 10-63
7690VA
i A45 -
AD..12T3 Fac'”ggﬁt“’”'de oo 1 20-80 ® ©e oo ©o
7690VAP
AP..1604 16 25-125
RP..0602 3 14-20
Copy A207 -
7700VR RP..0803 Comour | A1 4 16-32 ® e ©o
RP.10T3 5 20-32
RD..0702 3,5 15-20
7702VRD ;
RD..1003 cony e 5 20-35
Contour A230 L L L
7712VRD RD..12T3 6 25-80
RD..1604 8 32-100
A231 -
7710VRD20 RD..2006 Copy 10 63- 160 ®
Contour A236
RP.10T3 5 20- 63
A237 -
7713VR e ot ® ® e
RP..1204 6 25-80

www.kennametal.com KZKENNAMETALW A9
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o=
=]
8
-
=
°
£ Application
g
= o = =
= = =) /e | AH
il =) =2 S g% [a] < = =2 5 g =)
2 %82 £ £ g% §Es 2 o3& 2 EE 5 32 2% & s
§ 3%5 ¢ § @2 983 & g8 § 3% ¢ 55 83 % 5
L 580 & 3 Tg Tzo 3 S 2 5o o 0= 05 2 z
- - =2
e e e e e e e e e
e e
e e e e
e
e
e e e e e e e e e
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=
=]
=
(+]
-
=
2
Tool Definition =
[=1]
£
Family Range Dimensions (mm) Body Fixation §
2. - 5 §S Sco
[ [oRS) < c o _ = ~Cc
8 &0 > g g G o 38 S £ 32 38 33%
3 52 & & e s 8% @ £ 63 2y 2B
[} — = = Z.=
g @ © a = = 6 8 g I
0D..0404 35 25- 160
i A77 - '
7745V0D Ficz'fg A8G ® ®
0D..0605 45 50 - 160
SC..09T3 Facing AB7 - 5 16-25
T745VS Chamfering AG4 D D
SC..12M5 45° 7 40-125
SD..09T3 5 16-125
i A95 -
T745VSE Fif_)'fg o ® ®
SD..1204 Kl 7 50- 125
TP.1102 7,70 16
745Vt TC.16T3 6,10 - 11,30 20-30
Chamfering | A265 -
45°/60° | A270 [ J
7760VT TC.16T3 9,50 16-25
SC..09T3 ae=8 25-50
A257 -
7791VS Plunging 26 [ ) [ )
SC..12M5 e ae=1 63-80
7792VXP XP..0603 0,90 16-32
7792VXD XD.0904 |\t Feeq | AO3° 150 25-50 *e ® -
XD..1205 9 A75 2,50 32-160
7792VXE XE..1605 3,50 63 - 160
Tungsten
Cylindrical Shank - - A76 - 16-32 o
Extensions

www.kennametal.com KZKENNAMETALW A11
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KZ @ Applications Index
KENNAMETAL Indexable Tools

‘\gg STELLRAM
=
2
=
o
=
S
e
Tool Definition =
(=2
£
Family Range Dimensions (mm) Body Fixation E
A ) . © 58 “_o
] Q 3 c ° N~ Cc
g 50 2 2 g 8% 38 S £ g2 E& g%
= < £ £c S © = ° c= S ©T o
& 52 < o o 3 ¢ 2 £ 62 8% Z3Xgo
g @ © =) = 5 8 g 3 [
= I A107 -
8000V-8010V Bodies - Facing - 100 - 400 [ )
Al1l10
80.0VA90-_R-16 Facing Al11 -
Assembly AP.1604 90° A116 16 106 - 406 ®
80.0VXD92-_R-12
Assembly XD.1205 High Feed (AL = 25
80.0VXD92-_R-16 Faci 106 - 256 ®
d ol XE..1605 ey Al124 35
Assembly
80.0VOD45-_R-04
Assembly 0D..0404 Facing A125 - 35 100 400 °®
80.0VOD45- R-06  (p 0605 A134 45
Assembly
80.0VS45-_R-12 ) A135 -
Assembly SC..12M5 Facing A140 7 100 - 400 o
80.0VSE45-_R-12 ) Al41 -
Assembly SD..1204 Facing A48 7 100 - 400 ®
80.0VR00-_R-16 ) A149 -
Assembly RP..1606 Facing A154 8 116 - 416 o
80.0VRD00-_R-20 ) A155 -
Assembly RD..2006 Facing AL5O 10 116 - 416 ®
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Grade Descriptions
Inserts KZKENNAMETAE

‘\’QSTELLRAM“

Milling Inserts

Grade descriptions are listed by toughness to most wear resistant.

SP5419

Coating Type: PVD, TiAIN

The combination of a tough substrate with a new generation of TiAIN
super nano coating, makes this new PVD grade virtually free of
residual stress and extremely hard for unmatched performance.
Used in Steel and Steel Alloys.

X400

Coating Type: PVD, TiAIN, X-Grade™ Technology

A patented high performance premium carbide grade with a high level
of toughness and high wear resistant, thin layer PVD coating. For use
in demanding conditions of high metal removal rates or interrupted
cuts. This specifically designed grade allows high levels of cutting
pressure and offers increased security of the cutting edge. For use on
Steel and Steel Alloys, Tool Steels and Hardened Steel

(415 - 480 HBN).

X500

Coating Type: CVD, TiN-TiC-TiN, X-Grade™ Technology
This high performance premium grade with a high level of shock
resistance. This unique grade operates at the low to medium cutting
speeds and is capable of high metal removal rates, while retaining
a secure cutting edge. First choice for Stainless Steel and High
Temperature Alloys as well as other materials where conditions are
unstable.
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KZ @ Grade Descriptions
KENNAMETAL Inserts

‘\‘QSTELLRAM‘

Milling Inserts

X700

Coating Type: PVD, TiAIN, X-Grade™ Technology

This patented high performance premium carbide grade is the

latest in the X-Grade™ Technology programme of coated milling
inserts. It is designed for the toughest of applications in Nickel Based
Alloys, Cobalt Based Alloys, Titanium and Titanium Alloys, as well as
Stainless Steels. It is a combination of a highly durable TiAIN PVD
coating and specially developed carbide substrate that gives an
excellent tool life during long contact times of the cutting edge.

SP6519

Coating Type: PVD, TiAIN

The combination of a tough substrate with a new generation of TiAIN
super nano coating, makes this new PVD coating virtually free of
residual stress and extremely hard for unmatched performance.
Primarily used in Stainless Steel, High Temperature Alloys & Titanium
with stable conditions. Also can be used in Steel, Steel Alloys and Cast
Irons.

GH2

Uncoated, Micrograin

Micrograin grade designed for use on Cast Irons, Bronzes,
Aluminiums, Kevlar, etc. This grade is tough and able to handle high
pressure, vibration and shock.
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Grade Descriptions
Inserts KZKENNAMETAE

‘\’QSTELLRAM“

Milling Inserts

SP4019

Coating Type - PVD TiAIN Micrograin

A hard grade for light roughing and finishing operations with lower
chip sections. Principle applications are in Stainless Steels, High
Temperature Alloys and Cast Irons. Can also be used in Steel, Steel
Alloys and Hardened Steels.

MP91M

Coating Type: CVD, TiN-MT-TiCN-Al203

Primarily used on Steel, Steel Alloys and Cast Iron. Can also be used
in Hardened Steels. With its aluminium oxide coating, this grade is
recommended every time wear characteristics are more important than

toughness.

SC6525

Coating Type: CVD, TiN-TiCN-Al203

SC6525 has a unique substrate/coating combination, designed
specifically for high performance machining of Steel, Steel Alloys
and Cast Irons at elevated surface speeds and feeds.
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Grade Descriptions

‘ZKENNAMETAE Inserts

‘\‘QSTELLRAM‘

Milling Inserts

SC3025

Coating Type: CVD, TiN - TiCN - Al203
A high performance milling grade with multi-layer CVD coating
designed to offer wear and abrasion resistance in Cast Iron materials.

GH1

Uncoated, Micrograin

This micrograin grade is designed for use on Cast Irons, and also
Bronzes, Aluminiums, Kevlar, etc. The grade GH1 works well with or
without coolant with low cutting pressure at high speeds due to sharp
cutting edge.

SP1019

Coating Type: PVD, TiAIN, Micrograin

Micrograin carbide substrate with a new generation of TiAIN super
nano coating, makes this PVD grade virtually free of residual stress
and extremely hard for unmatched performance. Ideal for ball nose
cutters at higher surface speeds, or for greater wear resistance. Used
in finish machining all Alloys.
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Grade Descriptions
Inserts KZKENNAMETAE

‘\’QSTELLRAM“

Milling Inserts

SA9808

Uncoated Cermet (TiCN)

Uncoated Cermet for applications with limited interruptions.
Excellent thermal conductivity and wear resistance, providing an
excellent surface finish. For finish face milling of Steel, Steel Alloys,
Stainless Steels and Cast Irons.

SA9608

Uncoated, Cermet (TiCN)

Uncoated Cermet for finishing applications. Excellent thermal
conductivity and wear resistance, providing an excellent surface finish.
For finish face milling of Steel, Steel Alloys, Stainless Steel, Cast Irons
and High Temperature Alloys with wiper insert SPHX12M512EN.
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‘Z Cutting Geometries
KENNAMETAL

‘\‘QSTELLRAM"

41

Is a general purpose geometry applied to utility ground inserts. This
economical geometry is available with a number of insert styles for use
in all approach angles. This geometry has positive cutting action and
reinforced cutting edge for roughing applications in Steel, Steel Alloys,
Stainless Steel and Cast Iron.

Milling Inserts

42

Is a general purpose geometry. The positive rake and T-land combine
to create a strong cutting edge. The -42 geometry withstands high
cutting forces and interrupted cuts. This geometry can be used for
roughing and semi-finishing in Steel, Steel Alloys, Titanium, High
Temperature Alloys and Stainless Steel with excellent results.

-43

This is a general purpose geometry designed to handle tough
conditions and interruped cuts with larger axial depth of cuts. It is
applied to utility ground inserts with ground wiper edges for closer axial
runout tolerance. This geometry is primarily used in Steel, Steel Alloys,
Stainless Steels and Cast Irons.

-44

This geometry is peripheral ground with a ground facet for producing
the best surface quality in most materials while reducing cutting
pressure and power consumption. For finishing applications in Steel,
Steel Alloys, Stainless Steels, High Temperature Alloys and Cast Iron.
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Cutting Geometries KZKENNAMETAE
B

‘\’QSTELLRAM“

-45

This geometry is designed for machining a wide range of materials
and applications. It is available on utility ground inserts with ground
wiper edges. The —45 geometry provides freer cutting operations and
reduces the “suction effect” associated with higher helical geometries.
This geometry is qualified for Steel, Steel Alloys, Stainless Steels, and
Cast Iron.

Milling Inserts

-46

This positive geometry with high accuracy periphery grinding gives
a positive cutting action. The precise treatment of the cutting edge
ensures effective machining in roughing, semi-finishing and finishing
applications, all materials.

-48

The geometry design of this insert provides a smooth cutting action
with excellent chip control. Once positioned in the cutter body the
combined effective cutting geometry produces lower radial forces,
specifically in the direction of the feed, leading to a more stable cutting
environment. For machining in Steel, Stainless Steel, Titanium and
High Temperature Alloys.

-412

This high positive gometry is slightly more positive than the -41. This
geometry improves tool life on several applications when machining
Stainless Steel and High Temperature Alloys.
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‘Z Cutting Geometries
KENNAMETAL

‘\‘QSTELLRAM"

Milling Inserts

-421

This high positive geometry with high accuracy periphery grinding.
For use in semi-finishing and finishing applications. Due to the precise
control of the cutting edge, this geometry provides excellent results
when machining High Temperature Alloys.

-422

This positive geometry with a 11° chip angle and an “E” edge
preparation for roughing and semi finishing applications. Primarily for
machining of Stainless Steels and High Temperature Alloys. Also can
be used in Steel, Steel Alloys and Cast Irons with very good results.

-423

A strong positive geometry first with a smaller primary angle and a
small controlled hone to reduce cutting pressures, followed by a higher
secondary angle to allow free cutting of the chip without rubbing on the
insert rake face. Chip flow compresses the chip for easy evacuation.
For roughing and semi-finishing of Nickel Based Alloys, Cobalt Alloys,
Stainless Steels, Titanium Alloys and High Temperature Alloys.

-441

This geometry is a peripheral ground insert with a sharp cutting edge
for use on Aluminium Alloys, Copper and Brass. The —441 geometry
provides freer cutting operations and reduces the “suction effect”
associated with higher helical geometries.
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Cutting Geometries KZKENNAMETAE
B

‘\’QSTELLRAM“

Milling Inserts

-442

This NEW positive geometry minimizes the pressure from the chip
formation. Utilising an 11° chip angle and and “E” edge preparation for
roughing and semi finishing applications in Stainless Steel and High
Temperature Alloys. This -442 geometry can also be used in machining
Steel, Steel Alloys, and Cast Irons with very good results.

-701

This extreme high positive geometry is highly suitable for finishing a
wide range of materials at low feedrates. This geometry provides a
freer cutting action particulary in Aluminium. Titanium and High
Temperature Alloys can also be finished machined when the -701
geometry is combined with grade SP4019 or SP6519. This geometry
is precision ground and gives excellent performance when machining
thin-walled components.

=721

This geometry is periphery ground with a pressed, polished top rake
face reducing built up edge. This economical geometry gives excellent
results in machining Aluminium Alloys, Copper and Brass.

-D
This High Feed geometry fully ground with flat top and variable hone

has been designed to machine Steel, Steel Alloys, Tool Steel, Cast
Irons and Hardened Materials up to 534HBN.
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‘Z @ Cutting Geometries
KENNAMETAL

‘\‘QSTELLRAM‘

Milling Inserts

-D41

This positive High Feed geometry primarily used to machine Stainless
Steel, High Temperature Alloys and Titanium. It can also be used for
machining Steel, Steel Alloys and Cast Iron with excellent results. The
-D41 geometry also reduces power consumtion .

-D411

This positive High Feed geometry with larger corner radius 1,2mm
reduces cutting energy and provides better edge protection

during lower radial engagement applications. Mainly for machining
Titanium, High Temperture Alloys and Stainless Steel. It can also be
used for machining Steel, Steel Alloys and Cast Irons with extremely
good results.

-D721

This highly positive High Feed geometry is designed for machining
Aluminium, Copper and Brass. The periphery ground, polished top
rake face and sharp edge allows a freer cutting action and reduces
built-up edge.

-F
This geometry is a roughing ball nose fully ground insert for roughing

and semi-finishing of all Materials except Aluminium. This geometry is
designed with chip grooves for better chip control.

www.kennametal.com ‘ZKENNAMETN: A23



3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

Cutting Geometries KZKENNAMETAE
B

‘\’QSTELLRAM“

Milling Inserts

-RA

This geometry is a precision insert for milling Cast Iron. The extended
wiper-facet on this insert geometry allows a 50% higher feed rate for
higher productivity. This geometry is available with SC3025, our
leading Cast Iron milling grade.

-RG..S

This geometry is designed for finish machining of 3D profiles. It is
extremely accurate and delivers a very long tool life. The RG..S is
excellent when machining a side wall that is close to 90°. Suitable for
machining of all materials.

-T
This geometry is for general purpose applications when a strong
cutting and excellent chip breaking capibility is required. This
geometry is found on a wide range of Stellram inserts. The design is
nearly as tough as flat-top inserts. Mainly to be used when machining
Steel, Steel Alloys, Cast Irons and Hardened Steels.
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KENNAMETAL
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Milling Inserts

-TN

This geometry is a flat top design with a strong T-land edge
preparation for preventing chipping in unstable conditions. This
geometry is similar to the -SN geometry, but has a smaller edge
preparation which reduces machine power consumption. For
machining Steel, Steel Alloys and Cast Iron. Should also be used to
machine Stainless Steel and Titanium with heavy scale.

-SN

This geometry is our strongest cutting edge for general purpose
applications and is ideal for unstable cutting conditions, long overhangs
and very high feedrates. For heavy duty applications when machining
Steel, Steel Alloys and Cast Iron. Ideal solution for heavy scale
applications.

-W

This geometry is offered in a number of flat-top inserts for numerous
milling applications in a wide range of materials. The flat-top inserts are
the best choice when toughness is required for all milling applications.
This geometry offers a stronger cutting edge than a chip-groove insert.
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Insert ISO Designation
Metric KZKENNAMETAE

Milling Introduction

A P F W 16

1 2 3 4 5
1 Shape 2 Clearance
A H M o R C D E G
81O O O O 5 = 5
120° 86° 135° 0°
S T X Z N P Other normal clearances
special requiring SPECIAL
E & S L 1 \1 Py 7 specification Symbol O.
0° .
9Q0° 60° - I \
3 Tolerance
Class D M S
A" mm +0,025 +0,005 +0,025
N\ cv mm 0,025 +0,013 0,025
E
@ \ E" mm +0,025 +0,025 +0,025
—
‘ ‘ Fo mm +0,013 +0,005 +0,025
RDH
G mm +0,025 +0,025 +0,130
HY mm +0,013 +0,013 +0,025
‘ ‘ Jo mm from +0,050 +0,005 +0,025
to +0,150
K mm from +0,050 +0,013 +0,025
‘ ‘ to +0,150
FD#
Lo mm from +0,050 +0,025 +0,025
to +0,150
M mm from +0,050 from +0,080 +0,13
to +0,150 to +0,200
N mm from +0,050 from +0,080 +0,025
‘ ‘ to +0,150 to +0,200
—] S |-—
U mm from +0,080 from +0,130 +0,13
to +0,250 to +0,380
(1) Indexable inserts with ground wiper edges. (2) Dependent upon the insert size (see ISO 1832 standard)

4 Type
H Q T W
B 3 B [F]
v N, T w Y
O/ W= =] Ty W/
B =70° -90° B = 40° - 60° B = 40° - 60° B = 40° - 60°
N R U X
5] . -
| ] [ ] WY E ™ ﬁ% e itional specifcations
B = 40° - 60°
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Insert ISO Designation

‘ZKENNAMETAIZ

Metric

04 PD I R :
- 2
B
=
6 7 8 9 10 3
£
i 2
5 Size 7 Corner continued =
=
A H M o R 1 2 Inserts With Wiper Edges.
OO0 0
L_.‘ ] \/ — \ [ L_,‘ £
1 1 1 T
S T X Z Two Letter Symbol:
t special
A P S‘ 1 For cutting 2 For wiper edge
(PN edge angle %, normal clearance
90° | | 1 " A=3°
1 A = 45° B =5°
D =60° c=7
. E =75° D =15°
6 Thickness F = 85° E = 20°
P =90° F =25°
G =30°
] P2 1
02 = 2,38 mm P=11
] 03 =3,18 mm Z = Any other wiper edge clearance.
“i‘ 8 Edge Condition
T3 =3,97 mm
04 = 4,76 mm F E T
r _ 7 L L7
| | i
Sharp Cutting Rounded Chamfered
| Edges Cutting Edges Cutting Edges
‘ S M5 = 5,00 mm
05 = 5,56 mm K S P
s o O
| | |
T \ \ i
Double Chamfered Double
Chamfered Rounded Chamfered Rounded
7 Corner Cutting Edges Cutting Edges Cutting Edges
OPTIONAL SYMBOL
D/R Rounded Corner Inserts
Value of corner radius given in 1/10 mm 9 Cutting Direction
Note: For sharp corner R L
Symbol = 00 ~ /C/
Rounded Inserts g ; :]éﬁ \
Symbol = 00 Right Hand Inser;r Left Hand Insert Neutral Insert
If the @ is converted from an inch value.
OPTIONAL SYMBOL
Symbol = MO
If the @ is converted from a metric value. .
10 Optional
Manufacturers optional symbol consisting of numbers or letters;
shall be separated from the standardized designation by a dash (-).
OPTIONAL SYMBOL
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Alphabetical Index KZ :
AD Milling Style Inserts KENNAMETAL

‘\’QSTELLRAM"
I
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=]
5 S
E T
2 Product Dimensions (mm) r e — <—>
= EDP Item Description Grade d(IC) | S r hm min

031075 | ADET090308SR-42 SP6519 6,35 9,20 3,18 0,80 0,10 _

031076 | ADET090308SR-42 X500 6,35 9,20 3,18 0,80 0,10 ADET— 42

031094 | ADET090310SR-42 SP6519 6,35 9,20 3,18 1,00 0,10 Ground circumference X 90° one face

024913 | ADET090310SR-42 X500 6,35 9,20 3,18 1,00 0,10 pressed chip.breaker

031096 | ADET090312SR-42 SP6519 6,35 9,20 3,18 1,20 0,10

031095 | ADET090312SR-42 X500 6,35 9,20 3,18 1,20 0,10

030980 | ADET090316SR-42 SP6519 6,35 9,20 3,18 1,60 0,10

030942 | ADET090316SR-42 X500 6,35 9,20 3,18 1,60 0,10

031098 | ADET090320SR-42 SP6519 6,35 9,20 3,18 2,00 0,10

031097 | ADET090320SR-42 X500 6,35 9,20 3,18 2,00 0,10

031100 | ADET090324SR-42 SP6519 6,35 9,20 3,18 2,40 0,10

031099 | ADET090324SR-42 X500 6,35 9,20 3,18 2,40 0,10

031102 | ADET090330SR-42 SP6519 6,35 9,20 3,18 3,00 0,10

031101 | ADET090330SR-42 X500 6,35 9,20 3,18 3,00 0,10

031104 | ADET090332SR-42 SP6519 6,35 9,20 3,18 3,20 0,10

031103 | ADET090332SR-42 X500 6,35 9,20 3,18 3,20 0,10

031093 | ADET0903PDSR-42 SP6519 6,35 9,20 318 Facet 0,10

031092 | ADET0903PDSR-42 X500 6,35 9,20 3,18 Facet 0,10

030857 | ADET12T308ER-48 SP6519 7,87 12,70 3,76 0,80 0,04

030856 | ADET12T308ER-48 X500 7,87 12,70 376 0,80 0,04 ADET_-48

030800 | ADET12T312ER-48 SP6519 7,87 12,70 3,76 1,20 0,04 . o

030808 | ADET12T312ER-48 X500 7,87 12,70 3,76 1,20 0,04 Ground urgumferencexgo ane face

030771 | ADET12T316ER-48 SP6519 7,87 12,70 3,76 1,60 0,04 pressed chip-breaker

030809 | ADET12T316ER-48 X500 787 12,70 3,76 1,60 0,04

030909 | ADET12T320ER-48 SP6519 7,87 12,70 3,76 2,00 0,04

030908 | ADET12T320ER-48 X500 787 12,70 3,76 2,00 0,04

030859 | ADET12T324ER-48 SP6519 7,87 12,70 3,76 2,40 0,04

030858 | ADET12T324ER-48 X500 7,87 12,70 3,76 2,40 0,04

030911 | ADET12T330ER-48 SP6519 7,87 12,70 3,76 3,00 0,04

030910 | ADET12T330ER-48 X500 7,87 12,70 3,76 3,00 0,04

030772 | ADET12T332ER-48 SP6519 7,87 12,70 3,76 3,20 0,04

030810 | ADET12T332ER-48 X500 7,87 12,70 3,76 3,20 0,04

030913 | ADET12T340ER-48 SP6519 7,87 12,70 3,76 4,00 0,04

030912 | ADET12T340ER-48 X500 787 12,70 3,76 4,00 0,04

030770 | ADET12T3PDER-48 SP6519 787 12,70 3,76 Facet 0,04

030807 | ADET12T3PDER-48 X500 7,87 12,70 3,76 Facet 0,04

024916 | ADET0903PDFR-441 GH1 6,35 9,20 3,18 Facet 0,03 ADET -441

Ground circumference X 90° one face
pressed chip-breaker
029098 | ADGT12T3PDFR-721 GH1 787 12,70 3,76 Facet 0,05 ADGT -721

Ground circumference X 90° one face
pressed chip-breaker
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KENNAMETAL AD - AP Milling Style Inserts
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EDP Item Description Grade d(IC) | S r hm min E
031526 | ADHT12T308ER-46 SP6519 787 12,70 3,76 0,80 0,05
029329 | ADHT12T308ER-46 X500 787 12,70 3,76 0,80 0,05 ADHT_'46
030406 | ADHT12T308ER-46 X700 787 12,70 3,76 0,80 0,05 Ground circumference X, 90° one
031527 | ADHT12T316ER-46 SP6519 787 12,70 3,76 1,60 0,05 .
029331 | ADHT12T316ER-46 X500 787 12,70 3,76 1,60 0,05 face pressed chip-breaker
030407 | ADHT12T316ER-46 X700 787 12,70 3,76 1,60 0,05
031530 | ADHT12T320ER-46 SP6519 787 12,70 3,76 2,00 0,05
029337 | ADHT12T320ER-46 X500 787 12,70 3,76 2,00 0,05
030408 | ADHT12T320ER-46 X700 787 12,70 3,76 2,00 0,05
031528 | ADHT12T324ER-46 SP6519 787 12,70 3,76 2,40 0,05
029333 | ADHT12T324ER-46 X500 787 12,70 3,76 2,40 0,05
031531 | ADHT12T330ER-46 SP6519 7,87 12,70 376 3,00 0,05
029339 | ADHT12T330ER-46 X500 7,87 12,70 376 3,00 0,05
031515 | ADHT12T332ER-46 SP6519 787 12,70 376 3,20 0,05
029036 | ADHT12T332ER-46 X500 7,87 12,70 3,76 3,20 0,05
030409 | ADHT12T332ER-46 X700 787 12,70 3,76 3,20 0,05
031529 | ADHT12T340ER-46 SP6519 787 12,70 3,76 4,00 0,05
029335 | ADHT12T340ER-46 X500 787 12,70 3,76 4,00 0,05
031525 | ADHT12T3PDER-46 SP6519 787 12,70 3,76 Facet 0,05
029327 | ADHT12T3PDER-46 X500 787 12,70 3,76 Facet 0,05
017286 | ADKT0903PDER-43 MP91M 6,35 9,20 3,18 Facet 0,05 ADKT -43
031463 | ADKT0903PDER-43 SP6519 6,35 9,20 3,18 Facet 0,05 —
015150 | ADKT0903PDER-43 X500 6,35 9,20 3,18 Facet 0,05 Ground wiper edges X 90° one face
pressed chip-breaker
027915 | ADKT12T3PDER-45 MP91M 787 12,70 3,76 Facet 0,05 ADKT -45
027916 | ADKT12T3PDER-45 SC3025 787 12,70 3,76 Facet 0,05 -
031514 | ADKT12T3PDER-45 SP6519 787 12,70 3,76 Facet 0,05 Groundw|peredgesxgoo one face
027913 | ADKT12T3PDER-45 X500 787 12,70 3,76 Facet 0,05 pressed chip-breaker
023082 | ADKT1505PDER-45 MP91M 9,65 16,05 5,56 Facet 0,06
031464 | ADKT1505PDER-45 SP6519 9,65 16,05 5,56 Facet 0,06
023083 | ADKT1505PDER-45 X500 9,65 16,05 5,56 Facet 0,06
033179 | APET160402TR-42 SP6519 9,52 16,66 4,76 0,20 0,10
033180 | APET160408TR-42 SP6519 9,52 16,66 4,76 0,80 0,10 APET_'42
033181 | APET160410TR-42 SP6519 9,52 16,66 4,76 1,00 0,10 .
. . : : : Ground circumference X 90° one
033182 | APET160415TR-42 SP6519 952 16,66 4,76 1,50 0,10 ; d chio-b >k(
033183 | APETL60420TR-42 SPE519 952 | 1666 | 4,76 2,00 0,10 ace pressed chip-breaker
033184 | APET160425TR-42 SP6519 9,52 16,66 4,76 2,50 0,10
033185 | APET160430TR-42 SP6519 9,52 16,66 4,76 3,00 0,10
033186 | APET160440TR-42 SP6519 9,52 16,66 4,76 4,00 0,10
033187 | APET160460TR-42 SP6519 9,52 16,66 4,76 6,00 0,10
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030861 | APET160408ER-48 SP6519 9,52 16,66 4,76 0,80 0,04
030860 | APET160408ER-48 X500 9,52 16,66 4,76 0,80 0,04
030799 | APET160412ER-48 SP6519 9,52 16,66 4,76 1,20 0,04
030812 | APET160412ER-48 X500 9,52 16,66 4,76 1,20 0,04
030774 | APET160416ER-48 SP6519 9,52 16,66 4,76 1,60 0,04
030813 | APET160416ER-48 X500 9,52 16,66 4,76 1,60 0,04
030915 | APET160420ER-48 SP6519 9,52 16,66 4,76 2,00 0,04
030914 | APET160420ER-48 X500 9,52 16,66 4,76 2,00 0,04
030917 | APET160424ER-48 SP6519 9,52 16,66 4,76 2,40 0,04
030916 | APET160424ER-48 X500 9,52 16,66 4,76 2,40 0,04
030919 | APET160430ER-48 SP6519 9,52 16,66 4,76 3,00 0,04
030918 | APET160430ER-48 X500 9,52 16,66 4,76 3,00 0,04
030775 | APET160432ER-48 SP6519 9,52 16,66 4,76 3,20 0,04
030814 | APET160432ER-48 X500 9,52 16,66 4,76 3,20 0,04
030906 | APET160440ER-48 SP6519 9,52 16,66 4,76 4,00 0,04
030907 | APET160440ER-48 X500 9,52 16,66 4,76 4,00 0,04
030921 | APET160450ER-48 SP6519 9,52 16,66 4,76 5,00 0,04
030920 | APET160450ER-48 X500 9,52 16,66 4,76 5,00 0,04
030923 | APET160460ER-48 SP6519 9,52 16,66 4,76 6,00 0,04
030922 | APET160460ER-48 X500 9,52 16,66 4,76 6,00 0,04
030925 | APET160464ER-48 SP6519 9,52 16,66 4,76 6,40 0,04
030924 | APET160464ER-48 X500 9,52 16,66 4,76 6,40 0,04
030773 | APET1604PDER-48 SP6519 9,52 16,66 4,76 Facet 0,04
030811 | APET1604PDER-48 X500 9,52 16,66 4,76 Facet 0,04
033188 | APEX1604PDER-701 SP6519 9,52 16,66 4,76 Facet 0,02
017624 | APEX1604PDFL-701 GH1 9,52 16,66 4,76 Facet 0,02
014066 | APEX1604PDFR-701 GH1 9,52 16,66 4,76 Facet 0,02
033189 | APEX1604PDFR-701 SP4019 9,52 16,66 4,76 Facet 0,02
017291 | APFW1604PDER MP91IM 9,52 16,66 4,76 Facet 0,04
017630 | APFW1604PDTL GH1 9,52 16,66 4,76 Facet 0,10
034692 | APFW1604PDTL SP4019 9,52 16,66 4,76 Facet 0,10
017628 | APFW1604PDTR GH1 9,52 16,66 4,76 Facet 0,10
027883 | APFW1604PDTR SC3025 9,52 16,66 4,76 Facet 0,10
033191 | APFW1604PDTR SP4019 9,52 16,66 4,76 Facet 0,10
033190 | APFW1604PDTR X400 9,52 16,66 4,76 Facet 0,10
033192 | APHT1604PDER SP4019 9,52 16,66 4,76 Facet 0,04
015154 | APHT1604PDFR GH1 9,52 16,66 4,76 Facet 0,02
017292 | APHT1604PDTL-42 MP91IM 9,52 16,66 4,76 Facet 0,10
031513 | APHT1604PDTL-42 SP6519 9,52 16,66 4,76 Facet 0,10
017635 | APHT1604PDTL-42 X500 9,52 16,66 4,76 Facet 0,10
017293 | APHT1604PDTR-42 MP91IM 9,52 16,66 4,76 Facet 0,10
031466 | APHT1604PDTR-42 SP6519 9,52 16,66 4,76 Facet 0,10
015155 | APHT1604PDTR-42 X500 9,52 16,66 4,76 Facet 0,10
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APET -48

Ground circumference X 90° one
face pressed chip-breaker

APEX_-701

Completely ground X 90° concave
cutting face

APFW_

Ground circumference X 90°
without chip-breaker

APHT_

Ground circumference X 90° one
face pressed chip-breaker

APHT_-42

Ground circumference X 90° one
face pressed chip-breaker
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031495 | APHT160408ER-46 SP6519 9,52 1666 | 476 0,80 0,10
027869 | APHT160408ER-46 X500 9,52 1666 | 476 0,80 0,10 APHT -46
031496 | APHT160416ER-46 SP6519 952 | 1666 | 4,76 1,60 0,10 -
027870 | APHT160416ER-46 X500 952 16,66 4,76 1,60 0,10 Ground circumference X 90° one
031497 | APHT160424ER-46 SP6519 9,52 16,66 4,76 2,40 010 face pressed chip-breaker
027871 | APHT160424ER-46 X500 952 | 1666 | 4,76 2,40 0,10
031397 | APHT160432ER-46 SP6519 952 | 1666 | 4,76 3,220 0,10
027872 | APHT160432ER-46 X500 952 | 1666 | 4,76 3,20 0,10
031542 | APHT160440ER-46 SP6519 952 | 1666 | 4,76 4,00 0,10
027873 | APHT160440ER-46 X500 952 | 1666 | 4,76 4,00 0,10
031498 | APHT160450ER-46 SP6519 952 | 1666 | 4,76 5,00 0,10
027874 | APHT160450ER-46 X500 9,52 1666 | 476 5,00 0,10
031541 | APHT160464ER-46 SP6519 9,52 1666 | 476 6,40 0,10
027875 | APHT160464ER-46 X500 9,52 1666 | 476 6,40 0,10
017861 | APKT1003PDFR-3M GH1 6,68 1050 | 318 Facet 0,05
APKT -3M
Ground wiper edges X 90° one face
pressed chip-breaker
017294 | APKT1604PDER-43 MP91M 9,52 1666 | 476 Facet 0,08
027887 | APKT1604PDER-43 SC3025 9,52 1666 | 476 Facet 0,08 APKT_-43
031468 | APKT1604PDER-43 SP6519 9,52 1666 | 476 Facet 0,08 Ground wiper edges % 90° one face
015156 | APKT1604PDER-43 X500 9,52 1666 | 476 Facet 0,08 .
pressed chip-breaker
023112 | APKT1003PDER-45 MP9IM 668 | 1050 | 318 Facet 0,05
031467 | APKT1003PDER-45 SP6519 6,68 10,50 3,18 Facet 0,05 APKT -45
023113 | APKT1003PDER-45 X500 668 | 1050 | 318 Facet 0,05 -
023114 | APKT1604PDER-45 MP9YIM 9,52 16,66 4,76 Facet 0,06 Ground wiper edges X 90° one face
031469 | APKT1604PDER-45 SP6519 952 | 1666 | 476 Facet 0,06 pressed chip-breaker
023115 | APKT1604PDER-45 X500 9,52 1666 | 476 Facet 0,06
024926 | MPEX0602PPFL-701 GH1 6,35 6,35 2,38 Facet 0,02 MPEX -701
024927 | MPEX0602PPFR-701 GH1 6,35 6,35 2,38 Facet 0,02 -
024928 | MPEX0803PPFL-701 GHL 794 | 194 | 318 Facet 0,02 Completely ground X 90° concave
017642 | MPEX0803PPFR-701 GH1 7,94 7,94 318 Facet 0,02 cutting face
034527 | MPEX0803PPFL-701 SP4019 7,94 7,94 318 Facet 0,02
034528 | MPEX0803PPFR-701 SP4019 7,94 7,94 318 Facet 0,02
017644 | MPEX1104PPFL-701 GH1 1111 | 1111 | 476 Facet 0,02
017643 | MPEX1104PPFR-701 GH1 1111 | 1111 | 476 Facet 0,02
034523 | MPFW0402PPTL SP4019 | 476 | 476 | 238 Facet 007 MPFW _
034524 | MPFW0402PPTR SP4019 4,76 4,76 2,38 Facet 0,07 . R
031508 | MPFW0402PPTL SP6519 476 | 476 | 238 Facet 0,07 Ground circumference X 90
031507 | MPFW0402PPTR SP6519 476 | 476 | 238 Facet 0,07 without chip-breaker
034525 | MPFW0B02PPTL SP4019 6,35 6,35 2,38 Facet 0,07
034526 | MPFW0B02PPTR SP4019 6,35 6,35 2,38 Facet 0,07
031571 | MPFW0B02PPTL SP6519 6,35 6,35 2,38 Facet 0,07
031570 | MPFW0B02PPTR SP6519 6,35 6,35 2,38 Facet 0,07
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017658 | MPFW0B03PPTL GHL 794 | 194 | 318 Facet 010 MPFW_
017655 | MPFWOB03PPTR GHL 794 | 794 | 318 Facel 0,10 Ground cireumt 90°
034529 | MPFW0B03PPTL SP4019 794 | 794 | 318 Facel 0,10 round circumference X
034530 | MPFW0B03PPTR SP4019 794 | 794 | 318 Facet 0,10 without chip-breaker
034532 | MPFW0B03PPTL X400 794 | 794 | 318 Facel 0,10
034531 | MPFWOB03PPTR X400 794 | 794 | 318 Facel 0,10
017439 | MPFWI104PPTL GHL I | 1111 | 476 Facel 0,15
017440 | MPFW1104PPTR GHL I | 1111 | 476 Facel 0,15
034533 | MPFWI104PPTL SP4019 | 1141 | 1111 | 476 Facel 0,15
034534 | MPFW1104PPTR SP4019 | 1141 | 1111 | 476 Facel 0,15
017296 | MPHT0803PPTL-42 MP91M 7,94 7,94 3,18 Facet 0,10 MPHT -42
017297 | MPHT0803PPTR-42 MP9IM 794 | 794 | 318 Facel 0,10 o~ .
031510 | MPHT0803PPTL-42 SP6519 794 | 794 | 318 Facet 0,10 Ground circumference X 90° one
031509 | MPHTO803PPTR-42 SP6519 7,94 7,94 318 Facet 0,10 face pressed chip-breaker
015138 | MPHT0803PPTL-42 X500 794 | 794 | 318 Facel 0,10
015140 | MPHT0803PPTR-42 X500 794 | 794 | 318 Facel 0,10
017298 | MPHTLL04PPTL-42 MPOIM | 1111 | 1111 | 476 Facel 0,10
017299 | MPHTLL04PPTR-42 MPOIM | 1111 | 1111 | 476 Facel 0,10
031512 | MPHTL104PPTL-42 SP6519 | 1141 | 1111 | 476 Facel 0,10
031511 | MPHTLL04PPTR-42 SP6519 | 1111 | 1111 | 476 Facel 0,10
015141 | MPHTLL04PPTL-42 X500 I | 1111 | 476 Facel 0,10
015142 | MPHTL104PPTR-42 X500 I | 1111 | 476 Facel 0,10
017667 | MPHWO402PPTL X500 476 | 476 | 238 Facet 007 MPHW_
017666 | MPHWO0402PPTR X500 476 | 476 | 238 Facel 0,07 d circumi .
017669 | MPHWO0602PPTL X500 635 | 635 | 238 Facet 0,07 Ground circumference X 90
017668 | MPHWO602PPTR X500 635 | 635 | 238 Facet 0,07 without chip-breaker
015180 | MPMTO0204EN-43 X500 635 | 635 | 238 040 004 MPMT_
As pressed circumference X 90° one
face pressed chip-breaker
022199 | ODETO404APEN-44 MPOIM | 1270 | 400 | 476 Facet 0,04 ODET_-44
cwon ooemourors o= | in [ o | ren [ o
- ’ ) ] acel A .
026591 | ODETOB0SAPEN-44 MPOIM | 1600 | 600 | 555 Facet 0,04 face pressed chip-reaker
034513 | ODETOBO0SAPEN-44 SP4019 | 1600 | 600 | 555 Facet 0,04
031501 | ODETOB0SAPEN-44 SP6519 | 1600 | 600 | 555 Facet 0,04
026592 | ODETOB0SAPEN-44 X500 1600 | 600 | 555 Facet 0,04
024911 | ODETO404APFN-441 GHL 1270 | 400 | 476 Facet 0,02 ODET_-441
026588 | ODETOB05APFN-441 GHL 1600 | 600 | 555 Facet 0,02 Ground circumference ¥ 42° one
face pressed chip-breaker
027834 |ODEWO4O4APTRRA  [SC3025 | 1270 | 400 | 476 Facet 019 ODEW _-RA
027885 | ODEWOBOSAPTR-RA SC3025 | 1600 | 600 | 555 Facet 0,19

Ground circumference X 42° without
chip-breaker
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017303 | ODMTO040408EN-41 MP91M 12,70 4,00 4,76 0,80 0,04
031471 | ODMTO040408EN-41 SP6519 12,70 4,00 4,76 0,80 0,04
015143 | ODMTO040408EN-41 X500 12,70 4,00 4,76 0,80 0,04
030330 | ODMTO40408EN-41 X700 12,70 4,00 4,76 0,80 0,04
017775 | ODMTO404APEN-41 MP91M 12,70 4,00 4,76 Facet 0,04
031472 | ODMTO404APEN-41 SP6519 12,70 4,00 4,76 Facet 0,04
022061 | ODMTO404APEN-41 X500 12,70 4,00 4,76 Facet 0,04
026589 | ODMTOB05APEN-41 MP91M 16,00 6,00 5,55 Facet 0,04
034514 | ODMTOB05APEN-41 SP4019 16,00 6,00 5,55 Facet 0,04
031502 | ODMTOB05APEN-41 SP6519 16,00 6,00 5,55 Facet 0,04
026590 | ODMTOB05APEN-41 X500 16,00 6,00 5,55 Facet 0,04
031540 | ODMTO040408EN-412 SP6519 12,70 4,00 4,76 0,80 0,06
030768 | ODMTO040408EN-412 X500 12,70 4,00 4,76 0,80 0,06
030769 | ODMTO040408EN-412 X700 12,70 4,00 4,76 0,80 0,06
017304 | ODMW040408SN MP91M 12,70 4,00 4,76 0,80 0,27
029096 | ODMWO040408SN SC3025 12,70 4,00 4,76 0,80 0,27
031462 | ODMWO040408SN SP6519 12,70 4,00 4,76 0,80 0,27
017672 | ODMW040408SN X500 12,70 4,00 4,76 0,80 0,27
025836 | ODMW060512SN MP91IM 16,00 6,00 5,55 1,20 0,27
029097 | ODMWO060512SN SC3025 16,00 6,00 5,55 1,20 0,27
031483 | ODMWO060512SN SP6519 16,00 6,00 5,55 1,20 0,27
025838 | ODMWO060512SN X500 16,00 6,00 5,55 1,20 0,27
026595 | ODMWO060512TN MP91IM 16,00 6,00 5,55 1,20 0,17
034515 | ODMWO060512TN SP4019 16,00 6,00 5,55 1,20 0,17
031503 | ODMWO060512TN SP6519 16,00 6,00 5,55 1,20 0,17
026596 | ODMWO060512TN X500 16,00 6,00 5,55 1,20 0,17
034556 | RDET0702MOE-701 SP4019 7,00 2,38 3,50 0,03
034558 | RDET1003MOE-701 SP4019 10,00 3,18 5,00 0,05
034560 | RDET12T3MOE-701-X6 SP4019 12,00 3,97 6,00 0,05
034563 | RDET1604MOE-701-X8 SP4019 16,00 4,76 8,00 0,05
031533 | RDHT2006MOE-42-X8 SP6519 20,00 6,35 10,00 0,08
029310 | RDHT2006MOE-42-X8 X500 20,00 6,35 10,00 0,08
034557 | RDHWO0702MOT SP4019 7,00 2,38 3,50 0,075
034559 | RDHW1003MOT SP4019 10,00 3,18 5,00 0,15
034561 | RDHW12T3MOT-20-X6 SP4019 12,00 3,97 6,00 0,20
031519 | RDHW12T3MOT-20-X6 SP5419 12,00 3,97 6,00 0,20
034562 | RDHW12T3MOT-X6 SP4019 12,00 3,97 6,00 0,15
034564 | RDHW1604MOT-30-X8 SP4019 16,00 4,76 8,00 0,30
031520 | RDHW1604MOT-30-X8 SP5419 16,00 4,76 8,00 0,30
034565 | RDHW1604MOT-X8 SP4019 16,00 4,76 8,00 0,15
031653 | RDHW1604MOT-X8 SP5419 16,00 4,76 8,00 0,15
029309 | RDHW2006MOE-X8 X500 20,00 6,35 10,00 0,10
031576 | RDHW2006M0S-25-X8 SP6519 20,00 6,35 10,00 0,25
031660 | RDHW2006M0S-25-X8 X500 20,00 6,35 10,00 0,25
031662 | RDHW2006M0S-X8 SP6519 20,00 6,35 10,00 0,12
031661 | RDHW2006M0S-X8 X500 20,00 6,35 10,00 0,12
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ODMT _-41

As pressed circumference X 42° one
face pressed chip-breaker

ODMT _-412

As pressed circumference X 42° one
face pressed chip-breaker

ODMW_-SN

As pressed circumference X 42°
without chip-breaker

ODMW_-TN

As pressed circumference X 42°
without chip-breaker

RDET_-701

Ground circumference one face pressed
chip-breaker with concave cutting face

RDHT -42

Ground circumference one face
pressed chip-breaker

RDHW_

Ground circumference without
chip-breaker
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031523 | RDMW12T3MOT-20-X6 SP5419 12,00 3,97 6,00 0,20
031524 | RDMW12T3MOT-X6 SP5419 12,00 3,97 6,00 0,15
031522 | RDMW1604MO0T-30-X8 SP5419 16,00 4,76 8,00 0,30
031521 | RDMW1604MOT-X8 SP5419 16,00 4,76 8,00 0,15
015183 | RDMW1606MO0S X500 16,00 6,35 8,00 0,30
031484 |RG08S SP1019 8,00 1,75 4,00 0,02
031485 |RG10S SP1019 10,00 2,00 5,00 0,02
031486 |RG12S SP1019 12,00 2,50 6,00 0,02
031487 |RG16S SP1019 16,00 3,00 8,00 0,02
031488 |RG20S SP1019 20,00 3,50 10,00 0,02
031489 |RG25S SP1019 25,00 4,00 12,50 0,02
034549 | RPET1204MOE-X4 SP4019 12,00 4,76 6,00 0,03
024755 | RPEW0602MOT X500 6,00 2,38 3,00 0,10
034540 | RPEX0602MOE-701 SP6519 6,00 2,38 3,00 0,02
023313 | RPEX0602MOF-701 GH2 6,00 2,38 3,00 0,02
034541 | RPEX0602MOF-701 SP4019 6,00 2,38 3,00 0,02
034543 | RPEX0803M3E-701 SP6519 8,00 318 4,00 0,02
031312 | RPEX0803M3E-701 X500 8,00 318 4,00 0,02
023315 | RPEX0803M3F-701 GH1 8,00 318 4,00 0,02
034544 | RPEX0803M3F-701 SP4019 8,00 318 4,00 0,02
034545 | RPEX10T3MOE-701-X4 SP6519 10,00 3,97 5,00 0,02
030456 | RPEX10T3MOF-701-X4 GH1 10,00 3,97 5,00 0,02
034546 | RPEX10T3MOF-701-X4 SP4019 10,00 3,97 5,00 0,02
029282 | RPEX1204MOE-701-X4 X500 12,00 4,76 6,00 0,02
029284 | RPEX1204MOF-701-X4 GH1 12,00 4,76 6,00 0,02
031555 | RPHT10T3MOT-X4 SP6519 10,00 3,97 5,00 0,075
030329 | RPHT10T3MOT-X4 X500 10,00 3,97 5,00 0,075
031516 | RPHT1204MOT-X4 SP6519 12,00 4,76 6,00 0,10
029034 | RPHT1204MO0T-X4 X500 12,00 4,76 6,00 0,10
029699 | RPHT1204MO0T-X4 X700 12,00 4,76 6,00 0,10
030390 | RPHT1606MO0S X400 16,00 6,35 8,00 0,15
034566 | RPHT1606MOT SP6519 16,00 6,35 8,00 0,10
017692 | RPHT1606MOT X500 16,00 6,35 8,00 0,10
030449 | RPHT10T3MOE-421-X4 X500 10,00 3,97 5,00 0,04
030410 | RPHT10T3MOE-421-X4 X700 10,00 3,97 5,00 0,04
029286 | RPHT1204MOE-421-X4 X500 12,00 4,76 6,00 0,04
029700 | RPHT1204MOE-421-X4 X700 12,00 4,76 6,00 0,04
A34 KZKENNAMETAL
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RDMW _

As pressed circumference without
chip-breaker

RG..S_
Completely ground

RPET

Ground circumference one face
pressed chip-breaker

RPEW_

Ground circumference without
chip-breaker

RPEX_-701

Completely ground concave cutting face

RPHT_

Ground circumference one face
pressed chip-breaker

RPHT_-421

Ground circumference one face
pressed chip-breaker
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031187 | RPHT0803M3E-422 SP6519 8,00 3,18 4,00 0,03
031186 | RPHT0803M3E-422 X500 8,00 3,18 4,00 0,03
031185 | RPHT0803M3E-422 X700 8,00 3,18 4,00 0,03
030862 | RPHT10T3MOE-422-X4 SP6519 10,00 3,97 5,00 0,03
030697 | RPHT10T3MOE-422-X4 X500 10,00 3,97 5,00 0,03
030767 | RPHT10T3MOE-422-X4 X700 10,00 3,97 5,00 0,03
032128 | RPHT1204MOE-442-X4 SP6519 12,00 4,76 6,00 0,04
032129 | RPHT1204MOE-442-X4 X500 12,00 4,76 6,00 0,04
032130 | RPHT1204MOE-442-X4 X700 12,00 4,76 6,00 0,04
030327 | RPMT10T3MOT-X4 X500 10,00 3,97 5,00 0,06
023327 | RPMTO602MOE-41 MP91M 6,00 2,38 3,00 0,03
034542 | RPMT0602MOE-41 SP6519 6,00 2,38 3,00 0,03
015219 | RPMT0602MOE-41 X500 6,00 2,38 3,00 0,03
017308 | RPMT0803M3E-41 MP91M 8,00 3,18 4,00 0,04
031473 | RPMT0803M3E-41 SP6519 8,00 3,18 4,00 0,04
015220 | RPMT0803M3E-41 X500 8,00 3,18 4,00 0,04
030451 | RPMT10T3MOE-41-X4 MP91M 10,00 3,97 5,00 0,04
031539 | RPMT10T3MOE-41-X4 SP6519 10,00 3,97 5,00 0,04
030452 | RPMT10T3MOE-41-X4 X500 10,00 3,97 5,00 0,04
029291 | RPMT1204MOE-41-X4 MP91M 12,00 4,76 6,00 0,05
031517 | RPMT1204MOE-41-X4 SP6519 12,00 4,76 6,00 0,05
029272 | RPMT1204MOE-41-X4 X500 12,00 4,76 6,00 0,05
017311 | RPMT1606MOE-41 MP91M 16,00 6,35 8,00 0,05
015223 | RPMT1606MOE-41 X500 16,00 6,35 8,00 0,05
030454 | RPMW10T3MOT-X4 X500 10,00 3,97 5,00 0,13
029294 | RPMW1204MOT-X4 MP91M 12,00 4,76 6,00 0,13
031518 | RPMW1204MOT-X4 SP6519 12,00 4,76 6,00 0,13
029295 | RPMW1204MOT-X4 X500 12,00 4,76 6,00 0,13
017312 | SCCT12MSACER MP91M 12,70 12,70 5,00 Facet 0,03
017695 | SCCT12MSACTR GH1 12,70 12,70 5,00 Facet 0,15
034552 | SCCT12MSACTR SP4019 12,70 12,70 5,00 Facet 0,15
034591 | SCCT12MSACTR X400 12,70 12,70 5,00 Facet 0,15
017313 | SCHT12M5ACTN MP91M 12,70 12,70 5,00 Facet 0,15
031504 | SCHT12M5ACTN SP6519 12,70 12,70 5,00 Facet 0,15
017698 | SCHT12M5ACTN X500 12,70 12,70 5,00 Facet 0,15
030671 | SCHT12M512EN-422 X700 12,70 12,70 5,00 1,20 0,12
www.kennametal.com ‘ZKENNAMETAL

Alphabetical Index
RP - SC Milling Style Inserts

O

a— -

Milling Introduction

RPHT_-422

Ground circumference one face
pressed chip-breaker

RPHT_-442

Ground circumference one face
pressed chip-breaker

RPMT _

As pressed circumference one face
pressed chip-breaker

RPMT_-41

As pressed circumference one face
pressed chip-breaker

RPMW._

As pressed circumference without
chip-breaker

SsccT_

Ground circumference X 45° one
face pressed chip-breaker

SCHT_

Ground circumference X 45° one
face pressed chip-breaker

SCHT_-422

Ground circumference X 45° or 90° one
face pressed chip-breaker
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017314 | SCKT12M5ACSN-41 MP9LM 1270 | 12,70 5,00 Facet 0,12 SCKT -41

031556 | SCKT12M5ACSN-41 SP6519 1270 | 12,70 5,00 Facet 0,12 -

015144 | SCKT12M5ACSN-41 X500 12,70 | 12,70 5,00 Facet 0,12 Ground wiper facet X 45° one face
pressed chip-breaker

034668 | SCMT09T304T SP6519 9,52 9,52 397 0,40 0,15 SCMT

034551 | SCMT09T308T SP4019 9,52 9,52 397 0,80 0,15 -

031568 | SCMT09T308T SP6519 9,52 9,52 3,97 0,80 0,15 As pressed circumference one face

034550 | SCMT09T308T X400 9,52 9,52 397 0,80 0,15 pressed chip-breaker

034669 | SCMT12M508E SP6519 1270 | 12,70 5,00 0,80 0,15

017316 | SCMT12M512T MP9LM 1270 | 12,70 5,00 1,20 0,15

034553 | SCMT12M512T SP4019 1270 | 12,70 5,00 1,20 0,15

034555 | SCMT12M512T SP6519 1270 | 12,70 5,00 1,20 0,15

034554 | SCMT12M512T X400 12,70 | 12,70 5,00 1,20 0,15

024129 | SCMT12M512T X500 12,70 | 12,70 5,00 1,20 015

017315 | SCMT09T308EN-41 MP91M 9,52 9,52 397 0,80 0,04

031474 | SCMT09T308EN-41 SP6519 9,52 9,52 397 0,80 0,04 SCMT_-41

015147 | SCMTO9T308EN-41 X500 9,52 9,52 3,97 0,80 0,04 As pressed circumference one

017317 | SCMT12M512EN-41 MP91M 12,70 | 12,70 5,00 1,20 0,05 face pressed chip-breaker

031475 | SCMTL12M512EN-41 SP6519 1270 | 12,70 5,00 1,20 0,05

015226 | SCMTL12M512EN-41 X500 1270 | 1270 5,00 1,20 0,05

031246 | SDCTO9T3AEEN SP4019 9,52 9,52 397 Facet 003 SDCT

017242 | SDCTO9T3AEFN GH1 9,52 9,52 397 Facet 0,02 -

017243 | SDCT1204AEFN GH1 12,70 12,70 4,76 Facet 0,02 Ground circumference X 45° one
face pressed chip-breaker

025843 | SDCWOIT3EEFR GHL 952 | 952 | 397 Facet 002 SDCW_-FR
Ground circumference X 75° without
chip-breaker

031404 | SDCW1204AETN SA9808 1270 | 12,70 476 Facet 017 Ground circumference X 45° without

034516 | SDCW1204AETN SP4019 1270 | 12,70 476 Facet 017 chip-breaker

034517 | SDCW1204AETN X400 1270 | 12,70 476 Facet 017

034520 | SDET09T308EN SP6519 9,52 9,52 397 0,80 0,03 SDET _

017725 | SDET09T308FN GH1 9,52 9,52 397 0,80 0,02 ) R
Ground circumference % 45° one
face chip-breaker

015148 | SDEX09T3AEFN-701 GH1 9,52 9,52 397 Facet 0,02 SDEX -701

034519 | SDEX09T3AEFN-701 SP4019 9,52 9,52 397 Facet 0,02 -

015149 | SDEX1204AEFN-701 GH1 12,70 | 12,70 4,76 Facet 0,02 Completely ground X 45° concave

034522 | SDEX1204AEFN-701 SP4019 12,70 | 12,70 4,76 Facet 0,02 cutting face

017322 | SDHT1204AETN-42 MP91M 1270 | 12,70 4,76 Facet 015 SDHT -42

031478 | SDHT1204AETN-42 SP6519 1270 | 12,70 4,76 Facet 0,15 - 3

017729 | SDHT1204AETN-42 X500 1270 | 1270 | 476 Facet 0,15 Ground circumference X 45° one

face pressed chip-breaker
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017320 | SDHTO9T3AEEN-421 MP91M 9,52 9,52 3,97 Facet 0,03
031476 | SDHTO9T3AEEN-421 SP6519 9,52 9,52 3,97 Facet 0,03
015186 | SDHTO9T3AEEN-421 X500 9,52 9,52 3,97 Facet 0,03
017321 | SDHT1204AEEN-421 MP91M 12,70 12,70 4,76 Facet 0,04
031477 | SDHT1204AEEN-421 SP6519 12,70 12,70 4,76 Facet 0,04
015187 | SDHT1204AEEN-421 X500 12,70 12,70 4,76 Facet 0,04
033075 | SDHT09T308EN-422 SP6519 9,52 9,52 3,97 0,80 0,05
031261 | SDHTO9T308EN-422 X500 9,52 9,52 3,97 0,80 0,05
030890 | SDHTO9T3AEEN-422 SP6519 9,52 9,52 3,97 Facet 0,05
030766 | SDHTO9T3AEEN-422 X500 9,52 9,52 3,97 Facet 0,05
030728 | SDHT120412EN-422 SP6519 12,70 12,70 4,76 1,20 0,06
030717 | SDHT120412EN-422 X500 12,70 12,70 4,76 1,20 0,06
033074 | SDHT09T308EN-423 SP6519 9,52 9,52 3,97 0,80 0,05
031260 | SDHT09T308EN-423 X500 9,52 9,52 3,97 0,80 0,05
031321 | SDHT120412EN-423 SP6519 12,70 12,70 4,76 1,20 0,06
031218 | SDHT120412EN-423 X500 12,70 12,70 4,76 1,20 0,06
017323 | SDHWO9T3AETN MP91M 9,52 9,52 3,97 Facet 0,10
031575 | SDHWO9T3AETN SP6519 9,52 9,52 3,97 Facet 0,10
015231 | SDHWO9T3AETN X500 9,52 9,52 3,97 Facet 0,10
017324 | SDHW1204AETN MP91M 12,70 12,70 4,76 Facet 0,15
017730 | SDHW1204AETN X500 12,70 12,70 4,76 Facet 0,15
017731 | SDHW1505AETN X500 15,88 15,88 5,56 Facet 0,15
026600 | SDKTO9T3AEEN-45 MP9IM 9,52 9,52 397 Facet 0,05
031481 | SDKTO9T3AEEN-45 SP6519 9,52 9,52 3,97 Facet 0,05
026602 | SDKTO9T3AEEN-45 X500 9,52 9,52 3,97 Facet 0,05
029456 | SDKT1204AEEN-45 MP91M 12,70 12,70 4,76 Facet 0,05
031532 | SDKT1204AEEN-45 SP6519 12,70 12,70 4,76 Facet 0,05
029457 | SDKT1204AEEN-45 X500 12,70 12,70 4,76 Facet 0,05
017325 | SDMTO09T308EN-41 MP9IM 9,52 9,52 3,97 0,80 0,04
031479 | SDMT09T308EN-41 SP6519 9,52 9,52 3,97 0,80 0,04
014410 | SDMT09T308EN-41 X500 9,52 9,52 3,97 0,80 0,04
017326 | SDMT120412EN-41 MP91M 12,70 12,70 4,76 1,20 0,05
031480 | SDMT120412EN-41 SP6519 12,70 12,70 4,76 1,20 0,05
014411 | SDMT120412EN-41 X500 12,70 12,70 4,76 1,20 0,05
017327 | SDMWO9T308TN MP9IM 9,52 9,52 3,97 0,80 0,15
031482 | SDMWO09T308TN SP6519 9,52 9,52 3,97 0,80 0,15
015232 | SDMWO09T308TN X500 9,52 9,52 3,97 0,80 0,15
034518 | SDMW120412TN SP6519 12,70 12,70 4,76 1,20 0,15
015233 | SDMW120412TN X500 12,70 12,70 4,76 1,20 0,15
012470 | SEHT1204AFER MP91M 12,70 12,70 4,76 Facet 012
034670 | SEHT1204AFER SP6519 12,70 12,70 4,76 Facet 012
012990 | SEHW1204AFER MP91M 12,70 12,70 4,76 Facet 012
012991 | SEHW1504AFER MP91M 15,88 15,88 4,76 Facet 012
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Milling Introduction

SDHT_-421

Ground circumference X 45° one
face pressed chip-breaker

SDHT_-422

Ground circumference X 45° or 90° one
face pressed chip-breaker

SDHT_-423

Ground circumference X 45° or 90° one
face pressed chip-breaker

SDHW._

Ground circumference X 45° without
chip-breaker

SDKT_-45

Ground wiper facet X 45° one face
pressed chip-breaker

SDMT _-41

As pressed circumference one face
pressed chip-breaker

SDMW._

As pressed circumference without
chip-breaker

SEHT_

Ground circumference X 45° one face
pressed chip-breaker

SEHW _

Ground circumference X 45° without
chip-breaker
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034699 | SEKN1203AFEN MP91M 12,70 | 12,70 3,18 Facet 0,12 SEKN
034671 | SEKN1203AFEN SP6519 12,70 | 12,70 3,18 Facet 0,12 —
034700 | SEKN1204AFEN MP91M 12,70 12,70 4,76 Facet 0,12 Ground Wiper facet X 45° one face
034701 | SEKN1504AFEN MP91M 1588 | 1588 476 Facet 0,12 pressed chip-breaker
034672 | SEKN1504AFEN SP6519 1588 | 1588 476 Facet 0,12
034702 | SEKR1203AFEN MP91M 12,70 | 12,70 3,18 Facet 0,12 SEKR
034673 | SEKR1203AFEN SP6519 12,70 | 12,70 3,18 Facet 012 -
017863 | SEKR1203AFFN GH1 12,70 | 1270 3,18 Facet 0,03 Ground wiper facet X 45° one face
031505 | SEKR1203AFTN SP6519 12,70 | 12,70 3,18 Facet 0,12 pressed chip-breaker
034703 | SEKR1204AFEN MP91M 12,70 | 12,70 476 Facet 0,12
034704 | SEKR1504AFEN MP91M 1588 | 1588 476 Facet 0,12
030387 |SEKT13T3AZEN-41 MP91M 1341 | 1341 3.96 Facet 0,04 SEKT -41
030386 | SEKT13T3AZEN-41 SC3025 1341 | 1341 3.96 Facet 0,04 As presseEcircumference with ground
031537 | SEKT13T3AZEN-41 SP6519 1341 | 1341 3.96 Facet 0,04 wiper facets X 45° with one face
030384 | SEKT13T3AZEN-41 X500 1341 | 1341 3.96 Facet 0,04 .
pressed chip-breaker
022114 | SEKT1204AFER-45 MP9IM 12,70 [ 12,70 4,76 Facet 0,05 SEKT -45
022113 | SEKT1204AFER-45 X500 12,70 | 12,70 4,76 Facet 0,05 As presseEcircumference with ground
wiper facets X 45° with one face
pressed chip-breaker
029693 | SEMN1203AFEN MP91M 12,70 | 12,70 3,18 Facet 0,10 SEMN
As pressed circumference without
chip-breaker
029694 | SEMR1203AFEN MP91M 12,70 | 12,70 3,18 Facet 0,10 SEMR
As pressed circumference one face
pressed chip-breaker
017329 | SOMT12M612SN-B MP91M 12,70 | 12,70 6,00 1,20 015 SOMT
031506 | SOMT12M612SN-B SP6519 12,70 | 12,70 6,00 1,20 015 -
015190 | SOMT12M612SN-B X500 12,70 12,70 6,00 1,20 0,15 As pressed circumference one face
017330 | SOMT15M612SN-B MP91M 1588 | 1588 6,00 1,20 015 pressed chip-breaker
031557 | SOMT15M612SN-B SP6519 1588 | 1588 6,00 1,20 015
015192 | SOMT15M612SN-B X500 1588 | 1588 6,00 1,20 015
014413 | SPEW060304SN X500 635 | 63 | 318 040 015 SPEW _
Ground circumference without
chip-breaker
034674 | SPGH120412E-2C SP6519 12,70 | 1210 4,76 1,20 0,04 SPGH -2C

Ground circumference without
chip-breaker
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011341 | SPGN090308E MP9IM 9,52 9,52 318 0,80 0,03 SPGN
011342 | SPGN120308E MP9IM 1270 | 12,70 318 0,80 0,03 -
011343 | SPGN120412E MP9IM 1270 | 12,70 476 1,20 0,03 Ground circumferenceone face
011641 | SPGN190412E MP9IM 1905 | 19,05 476 1,20 0,04 without chip-breaker
017237 | SPHX12M512EN GH1 1270 | 12,70 5,00 1,20 0,02 SPHX
031455 | SPHX12M512EN SA9608 1270 | 12,70 5,00 1,20 0,02 —
Ground circumference with ground
chip-breaker—special wiper insert
034675 | SPKN1203EDR SP6519 1270 | 12,70 318 Facet 0,10 SPKN
012476 | SPKN1203EDKR MP9IM 1270 | 12,70 318 Facet 0,20 —
As pressed circumference X 45° with
ground facet without chip-breaker
011770 | SPUN190412E MP9IM 1905 | 19,05 476 1,20 0,05 SPUN
As pressed circumference X 45°
without chip-breaker
017740 | TCHW2204PDTR GH1 1270 | 2200 4,76 Facet 0,10 TCHW
Ground circumference with ground
chip-breaker
034676 | TCLT16T3PPTR SP4019 9,52 16,50 397 Facet 0,15 TCLT
As pressed circumference one face
pressed chip-breaker
024139 | TCMT16T308E MP91M 9,52 16,50 397 0,80 0,05
031569 | TCMT16T308E SP6519 9,52 16,50 397 0,80 0,05 TCMT_
034536 | TCMT16T308E X400 9,52 16,50 397 0,80 0,05 As pressed circumference one face
024140 | TCMT16T308E X500 9,52 16,50 397 0,80 0,05 ressed chin-breaker
034537 | TCMT16T308T SP4019 9,52 16,50 397 0,80 0,15 P P
034539 | TCMT16T308T SP6519 9,52 16,50 397 0,80 0,15
034538 | TCMT16T308T X400 9,52 16,50 397 0,80 0,15
034535 | TCMX16T308E-ZR SP4019 9,52 16,50 397 0,80 0,05 TCMX_-ZR
Ground clearance X 45° especially
for 7745VT 16 WAO20R, with pressed
chip-breaker
011340 | TPGN160308E MP91M 9,52 16,50 3,18 0,80 0,05 TPGN

Ground circumference without
chip-breaker
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012499 | TPKN1603PDTR MP91M 9,52 16,50 3,18 Facet 0,05 TPKN

034681 | TPKN1603PDTR SP6519 9,52 16,50 3,18 Facet 0,05 —

012501 | TPKN2204PDTR MP91M 12,70 22,00 4,76 Facet 0,05 As pressed circumference X 60° with

034682 | TPKN2204PDTR SP6519 12,70 22,00 4,76 Facet 0,05 ground face and W|th0Ut Chip_breaker

024947 TPMT110204E-M X500 635 | 11,00 | 238 040 0,03 TPMT -M
As pressed circumference one face
pressed chip-breaker X 45° and X 60°.

012503 | TPUN220408E MP91M 12,70 | 22,00 4,76 0,80 0,05 TPUN
As pressed circumference without
chip-breaker

033067 | XDLTO90408ER-D41 SC6525 9,52 9,52 4,76 0,80 0,05 XDLT -D41

031535 | XDLT090408ER-D41 SP6519 9,52 9,52 476 0,80 0,05 -

029685 | XDLT090408ER-D41 X500 9,52 9,52 4,76 0,80 0,05 Ground circumference one face

033068 | XDLT120508ER-D41 SC6525 12,70 12,70 556 0,80 0,05 pressed chip-breaker

031534 | XDLT120508ER-D41 SP6519 12,70 12,70 556 0,80 0,05

029682 | XDLT120508ER-D41 X500 12,70 12,70 556 0,80 0,05

030854 | XDLT090412ER-D411 SP6519 952 952 4,76 1,20 0,05 XDLT -D411

030853 | XDLT090412ER-D411 X500 952 952 4,76 1,20 0,05 -

030792 | XDLT120512ER-D411 SP6519 1270 | 1270 | 556 1,20 0,05 Ground circumference one face

030783 | XDLT120512ER-D411 X500 12,70 | 12,70 5,56 1,20 0,05 pressed chip-breaker

029637 | XDLTO90408ER-D721 GH2 952 952 476 0,80 0,03 XDLT -D721

029638 | XDLT120508ER-D721 GH2 12,70 12,70 5,56 0,80 0,03 —
Ground circumference one face
pressed chip-breaker

029486 | XDLW090408SR-D SC3025 9,52 9,52 4,76 0,80 0,25 XDLW -D

029487 | XDLW090408SR-D X400 9,52 9,52 4,76 0,80 0,25 = )

029485 | XDLWO90408SR-D X500 9,52 9,52 4,76 0,80 0,25 Ground circumference without

029489 | XDLW120508SR-D SC3025 12,70 12,70 5,56 0,80 0,30 chip-breaker

029490 | XDLW120508SR-D X400 12,70 12,70 556 0,80 0,30

029488 | XDLW120508SR-D X500 12,70 12,70 556 0,80 0,30

033069 | XELT160512ER-DAL SC6525 16,80 16,80 556 1,20 0,10 _

031294 | XELT160512ER-DAL SP6519 16,80 16,80 556 1,20 0,10 XELT— D41

031293 | XELT160512ER-D41 X500 16,80 16,80 5,56 1,20 0,10 Ground circumference one face
pressed chip-breaker

031292 | XELW160512SR-D SC3025 16,80 16,80 5,56 1,20 0,30 _

031291 | XELW160512SR-D X400 16,80 | 16,80 5,56 1,20 0,30 XELW— D
Ground circumference without
chip-breaker
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033066 | XPLTOB0308ER-D41 SC6525 7,00 7,00 3,18 0,80 0,04
031538 | XPLTOB0308ER-D41 SP6519 7,00 7,00 3,18 0,80 0,04
030403 | XPLTOB0308ER-D41 X400 7,00 7,00 3,18 0,80 0,04
030402 | XPLTOB0308ER-D41 X500 7,00 7,00 3,18 0,80 0,04
030737 | XPNT16/160308.R-F SP6519 7,39 17,40 3,18 8,00 0,04
030743 | XPNT20/20T306.R-F SP6519 9,00 20,85 3,97 10,00 0,04
030746 | XPNT25/250408.R-F SP6519 11,00 26,00 4,76 12,50 0,04
030749 | XPNT32/320612.R-F SP6519 14,10 33,40 6,35 16,00 0,04
030755 | XPNT40/40T716.R-F SP6519 18,00 41,84 7,95 20,00 0,04
030758 | XPNT50/50T716.R-F SP6519 22,25 52,86 7,95 25,00 0,04
029028 | ZDCX140320FR-701 GH1 7,59 16,83 3,18 2,00 0,02
026019 | ZDCX140325FR-701 GH1 7,59 16,83 3,18 2,50 0,02
029029 | ZDCX140330FR-701 GH1 7,59 16,83 3,18 3,00 0,02
026020 | ZDCX140340FR-701 GH1 7,59 16,83 3,18 4,00 0,02
029027 | ZDCX1403PDFR-701 GH1 7,59 16,83 3,18 Facet 0,02
031384 | ZDET16M504FR-721 GH1 11,30 22,92 5,00 0,40 0,02
030928 | ZDET16M508FR-721 GH1 11,30 22,92 5,00 0,80 0,02
031385 |ZDET16M512FR-721 GH1 11,30 22,92 5,00 1,20 0,02
030929 |ZDET16M516FR-721 GH1 11,30 22,92 5,00 1,60 0,02
030930 |ZDET16M520FR-721 GH1 11,30 22,92 5,00 2,00 0,02
030931 |ZDET16M525FR-721 GH1 11,30 22,92 5,00 2,50 0,02
030932 | ZDET16M530FR-721 GH1 11,30 22,92 5,00 3,00 0,02
030933 | ZDET16M532FR-721 GH1 11,30 22,92 5,00 3,20 0,02
030934 | ZDET16M540FR-721 GH1 11,30 22,92 5,00 4,00 0,02
030935 | ZDET16M550FR-721 GH1 11,30 22,92 5,00 5,00 0,02
030936 | ZDET16M560FR-721 GH1 11,30 22,92 5,00 6,00 0,02
030927 | ZDET16M5PDFR-721 GH1 11,30 22,92 5,00 Facet 0,02
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XPLT_-D41

Ground circumference one face
pressed chip-breaker

XPNT_-F

Ground circumference one face
pressed chip-breaker

ZDCX_-701

Completely ground X 90° concave
cutting face

ZDET -721

Ground circumference X 90° one face
pressed chip-breaker

A41

Milling Introduction
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Nomenclature
Cutter KZKENNAMETAE

4 Examples (continued on next page)

5720
5505
7220
5230

Milling Introduction

- 16 C A
- 16 C A
11 - -
- 12 - A

<<
« (N < XN

4 6
1 Series Type 2 Insert Fixation 5 Insert Size
Series Number 5720 V = Screw Insert Edge Length | = (mm).
A

Q/ O

\H\ —l L

!
3 Insert Shape E A specia [:J

920°
A H o R
O <§ > O O
120° ) )
6 Body Fixation
S T
speC|aI — = Shell Mill
& Z:] C = Cylindrical Shank
90° 60° F = Caterpillar Vee Flange
G =1S0 50 Taper DIN 6987
H = HSK
S = Modular head
4 Insert Clearance Angle W= Weldon Shank
C D E F
A\,7° R \/1 50 | \/20o A‘ \/25"
N P G
] K B N 7 Coolant
o o 30°
Y \ 2 \ A = Through tool
Other normal clearances requiring coolant
SPECIAL specification Symbol O.

No “A” = without
through tool coolant

A42 KZKENNAMETN: www.kennametal.com
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‘Z Nomenclature
KENNAMETAL Cutter

- 025 Z03
20 / 016 =

- 160 -
- 063 Z04

10

75 - 8 -
30 - - -
18/20 - N
94 .-

12 13 14

Milling Introduction

-~ AU AN AU

8 Shank Diameter 9 Cutting Diameter 10 Teeth
or ISO 50 Taper DIN 69871

Z = number of teeth
—»| dp | «Taper

»{ D \«
or Taper size if
If different to the integral 1ISO Taper
cutting diameter D DIN 69871.
11 Position 12 Reach Length 13 Max. Insert Radius

In Metric

/

o W + Lr, |

R L N
Right Hand  Left Hand Neutral Hand

14 Assembly
R = Right hand
L = Left hand
N = Neutral

www.kennametal.com ‘ZKENNAMETN: A43
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KZKENNAMETAI:
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KZ Q 7690VA Series
KENNAMETAL Shoulder Milling Cutter

z%sm...mm @ @ @ @

Facing Shoulder/ Ramping Helical Pocketing Helical Spiral/ Trochoidal
Profiling/ Interpolation Interpolation Circular
Slotting with Bore Hole
90 DEGREE CUTTERS 7690VA
Kennametal offers a number of 90 degree cutters for shoulder milling, face milling and slotting.
7690VA09:
7690VA cutters are available in a wide range of depth-of-cut variations. Inserts are available Maximum aj, = 8,00mm
in 9mm, 12mm and 16mm sizes. An extensive range of geometries and grades are available Diameter Range = 10mm to 63mm
for all applications.
7690VA12:
Applications: Maximum ap, = 11,00mm
The 7690VA series are ideal for roughing, semi-finishing and finishing of Steel, Alloyed Steel, Diameter Range = 20mm to 80mm
Stainless Steel, Cast Iron, High Temperature Alloys and Aluminium Alloys.
The 7690VAP series are ideal for roughing, semi-finishing and finishing of Stainless Steel, 7690VA16:
High Temperature Alloys plus Low Carbon Steels. This cutter is designed to utilise one Maximum a. = 16.00mm
geometry of insert only - APET1604...ER-48 Diameter Rgnge = 25mm to 125mm

Note: Larger diameter Shell Mill Fixation

Note: When an approx. 90° shoulder is required then the following geometries need to cutters with interchangeable cartridges are

be used.

7690VAQ09: Geometry -42
7690VA12: Geometry -46
7690VA16: Geometry -42, -46
and the flat insert APFW...
7690VAP16: Geometry -48

See the 90° deviations charts on pages A59 - A62.

www.kennametal.com

‘ZKENNAMETAII

available. Please see page A112

7690VAP16:
Maximum ap = 15,80mm
Diameter Range = 40mm to 100mm

A45
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7690VA09
Shoulder Milling Cutter KZKENNAMETAE

End Mills & Face Mills

Q’ .
L ST
Q‘ ELLRAM

PSS SELSY

»‘ d; ‘«

L Product Dimensions (mm) Spares
Screw
L No. of | ;
| EDP Item Description D LH I1 dp | apmax Teeth EDP ﬁﬂ EDP Tlgtll\}ﬁ?mg
1
7690VA09 Weldon Shank
7${ D \1 021693 | 7690VAO9WAO10R 10 68 20 16 8,50 1 [ 015267 [ F2505TP [ 018488 | T7 0,80
021694 | 7690VAO9WAO12R 12 70 22 16 8,50 1 | 015267 | F2505TP | 018488 | T7 0,80
021695 | 7690VAO9WAO14R 14 73 25 16 8,50 1 | 015267 | F2505TP | 018488 | T7 0,80
Weldon Shank 021696 _| 7690VAO9WAOL6R 16 75 27 16| 850 2 | 015267 | F2505TP | 018488 | T7 0,80
021697 | 7690VAO9WAO18R 18 80 30 20 8,50 2 | 015267 | F2505TP | 018488 | T7 0,80
+‘ d, ‘« 021698 | 7690VAO9WAO20R 20 82 32 20 8,50 3 | 015267 | F2505TP | 018488 | T7 0,80
021699 | 7690VAO9WAO25R 25 % 40 25 8,50 4 | 015268 | F2506TP | 018488 | T7 0,80
023055 | 7690VAO9WAO32R 32 % 40 25 8,50 5 | 015268 | F2506TP | 018488 | T7 0,80
7690VAQ9 Cylindrical Shank - Medium and Fine Pitch
031084 | 7690VA09CA016Z2R30 16 150 30 16 8,50 2 | 015267 | F2505TP [ 018488 [ T7 0,80
L 031107 | 7690VA09CA020Z2R40 20 180 40 20 8,50 2 | 015267 | F2505TP | 018488 | T7 0,80
031108 | 7690VA09CA020Z3R40 20 180 40 20 8,50 3 | 015267 | F2505TP | 018488 | T7 0,80
B 031109 | 7690VA09CA025Z3R50 25 200 50 25 8,50 3 | 015268 | F2506TP | 018488 | T7 0,80
A 7690VA09 Shell Mill Fixation
Iy 021690 | 7690VA09-A032R 32 28 - 13 8,50 5 [ 015268 | F2506TP [ 018488 [ T7 0,80
017986 | 7690VA09-A040R 40 32 - 16 8,50 6 | 015268 | F2506TP | 018488 | T7 0,80
A 021691 | 7690VA09-A050R 50 40 - 22 8,50 7 | 015268 | F2506TP | 018488 | T7 0,80
+‘ D ‘¢ 021692 | 7690VA09-A063R 63 40 - 2 8,50 8 | 015268 | F2506TP | 018488 | T7 0,80
Cylindrical Shank Product Dimensions (mm) Spares
Screw
+‘ d; ‘« EDP Item Description D LH M d; | apmax ’#gét?]f EDP g,}ﬂ EDP Tigf;\ﬁtr?ing
T 7690VA09 Modular Head - Medium and Fine Pitch
031114 [7690VA09SA016Z2R25 16 25 M8 | 850 | 850 2 ] 015267 | F2505TP | 018488 T7 0,80
H 031115 | 7690VA09SA020Z3R35 20 35 M10 [ 1050 | 8,50 3 | 015267 | F2505TP | 018488 | T7 0,80
031116 | 7690VA09SA025Z3R35 25 35 M12 | 1250 | 850 3 | 015268 | F2506TP | 018488 | T7 0,80
031117 | 7690VA09SA025Z4R35 25 35 M12 | 1250 | 850 4 | 015268 | F2506TP | 018488 | T7 0,80
031118 | 7690VA09SA032Z5R35 32 35 M16 | 17,00 | 850 5 | 015268 | F2506TP | 018488 | T7 0,80
< D " Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.
Shell Mill Fixation Note: To use radius larger than 1,20mm the cutter body needs to be modified for additional clearance by the end user.
> M | ] ]
7690VA09 Technical Information (mm)
Product Dimensions =
=1 =)
dl EDP Item Description FaCing Ramping Helical Hole ap max Max
> - p Pitch | Angle® min. - max. Hﬁ“gg'r/ RPM
i Helical
021693 | 7690VAOSWAOLOR 10 9.60 9 18 1,00 | 85000 Intermolation
021694 | 7690VA09WAO12R 12 8.60 13 2 1,00 | 83000
021695 | 7690VA09WAOL4R 14 6.60 17 26 1,00 | 71000 Flat
L 021696 | 7690VA09WAQ16R 16 5.10 21 30 1,00 | 63500
021697 | 7690VA09WAQ18R 18 4.10 25 34 1,00 | 57500
021698 | 7690VA09WAO20R 20 3.40 29 38 1,00 | 53000
021699 | 7690VA09WAO25R 25 2.40 39 48 1,00 | 45500 Facing Pitch
D ‘ 023055 | 7690VA09WAO32R 32 1.70 53 62 1,00 | 38500
031084 | 7690VA09CA016Z2R30 16 5.10 21 30 1,00 | 63500 | Note: If using a insert with
Modular Head 031107 | 7690VA09CA020Z2R40 20 3.40 29 38 1,00 | 53000 | radius, then the facing
odular Hea 031108 | 7690VA09CA020Z3R40 20 340 29 38 1,00 | 53000 | pitch for all 7690VA series
031109 | 7690VA09CA025Z3R50 25 2.40 39 48 1,00 | 45500 | cutters is equal to the cutting
? 021690 | 7690VA09-A032R 32 1.70 53 62 1,00 | 38500 | diameter (D) minus 2 x
a 017986 | 7690VA09-A040R 40 1.25 69 78 1,00 | 34000 | chosen radius.
P 021691 | 7690VA09-A050R 50 1.00 89 98 1,00 | 29500
i 021692 | 7690VA09-A063R 63 0.80 115 124 1,00 | 26000
031114 | 7690VA09SA016Z2R25 16 5.10 21 30 1,00 [ 63500
031115 | 7690VA09SA020Z3R35 20 3.40 29 38 1,00 | 53000
031116 | 7690VA09SA025Z3R35 25 2.40 39 48 1,00 | 45500
Depth of Cut (ap) 031117 | 7690VA09SA025Z4R35 25 2.40 39 43 1,00 | 45500
031118 | 7690VA09SA032Z5R35 32 1.70 53 62 1,00 | 38500

A46 KZKENNAMETN: www.kennametal.com
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KZ @ 7690VA09
KENNAMETAL Milling Inserts & Recommended Feeds

‘\g‘v STELLRAM

‘\85"

f o
i@ 2
ADET09-42 ADKT09-441  ADKTO09-43 ¢ "‘ E
o
Product Application & Material Dimensions (mm) [
n
Roughing Semi-Finishing Finishing =
v \A4 vy =
EDP Item Description Grade Depth of Cut (mm) dacy| | S r | hpymin o
ap max ap min - max ap min - max
8,50 1,00 - 4,00 0,10-1,00

031076 | ADET090308SR-42 X500

>

[ | - 6,35 920|318 | 080 | 0,10

031075 | ADET090308SR-42 SP6519 u

318 1080 | 0,10

<o

<o
o
w
(32]
©
n
o

024913 | ADET090310SR-42 X500

635|920 | 3,18 | 1,00 | 0,10

031094 | ADET090310SR-42 SP6519 ]

6,35 920 | 318 | 1,00 | 0,10

031095 | ADET090312SR-42 X500

635|920 | 318 | 1,20 | 0,10

031096 | ADET090312SR-42 SP6519 ]

6,35 920|318 | 1,20 | 0,10

030942 | ADET090316SR-42 X500 635|920 | 318 | 1,60 | 0,10

030980 | ADET090316SR-42 SP6519 ]

6,35 920 | 318 | 1,60 | 0,10

031097 | ADET090320SR-42 X500

635|920 | 3,18 | 200 | 0,10

031098 | ADET090320SR-42 SP6519 ™ 635|920 | 3,18 | 2,00 | 0,10

031099 | ADET090324SR-42 X500

6,35 920 | 3,18 | 240 | 0,10

031100 | ADET090324SR-42 SP6519 u

318 | 240 | 0,10

031101 | ADET090330SR-42 X500

6,35 920 | 3,18 | 3,00 | 0,10

031102 | ADET090330SR-42 SP6519 u

635|920 | 3,18 | 3,00 | 0,10

031103 | ADET090332SR-42 X500

635|920 | 318 | 3,20 | 0,10

031104 | ADET090332SR-42 SP6519 ]

635|920 | 318 | 320 | 0,10

@ | @ @ @ @ @ e @
<o | e e e | e @ @

031092 | ADET0903PDSR-42 X500 6,35 | 9,20 | 3,18 |Facet| 0,10

[
> > > > > > > > >
> > > > > > > >
> > <> > > > > >

031093 | ADET0903PDSR-42 SP6519 ]

6,35 | 9,20 | 3,18 | Facet| 0,10

024916 | ADETO903PDFR-441 ‘GHl | ¢ ‘ ¢ ‘ ¢ | 6,35 ‘ 9,20 ‘ 318 ‘Facet‘ 003
015150 | ADKTOS03PDER43 | X500 3 o . 635 | 920 | 318 |Facet| 0,07
031463 | ADKTO03PDER-43  |SPesio| @ m YR . 635 | 920 | 318 |Facet| 0,07
017286 | ADKTOS03PDER43 | MPOIM né =é . 635 | 920 | 318 |Facet| 0,07

Machining Choice: ‘15‘ Choice ® 2" Choice ® 3 Choice | Material Guide Key descriptions found on page A5.

7690VA09 Feeds f, (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
SR-42 | X500 Facing - - 0,06-0,14 | 0,06-0,12 - - - - - 0,06-0,10 | 0,06-010 | 0,06-0,10 | 0,06-011
SR-42 \ SP6519 \ Facing 0,06-0,14 | 0,06-012 | 0,06- 0,12 | 0,06-0,10 - - - - - 0,06-0,10 | 0,06-0,10 | 0,06-0,10 | 0,06-0,11
FR441] GHL | Facng [ - [ - [ - [ - [ - T - [ - Jom-oss]om3-03] - [ - [ - [ - [ - ]
ER-43 | X500 Facing 0,05-0,14 | 0,05-0,12 - 0,05-0,10 - - -
ER-43 | SP6519 Facing 005-012 | 0,05-0,10 | 0,05-0,10 - 0,05-014 | 0,05-0,14 | 0,05-0,14
ER-43 | MP91M Facing 0,05-0,12 - - - 0,05-014 | 005-0,14 | 0,05-0,14

Note: HTA = High Temperature Alloys. | Speed recommendations can be found on page A58.

www.kennametal.com KZKENNAMETAE A4T
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7690VA12
Shoulder Milling Cutter KZKENNAMETAE

End Mills & Face Mills

Q’ .
L ST
Q‘ ELLRAM

LSS SELSY

L Product Dimensions (mm) Spares
I Screw
A EDP Item Description D LH l1 dp | apmax '#gé{?]f EDP &%ﬂ EDP Tightening
Il Nm
v 7690VA12 Weldon Shank - Medium and Fine Pitch
7+‘ D ‘ l— 027917 |7690VA12WA020Z02R032 20 82 32 20 | 11,00 2 [027860 ] F3007T [022157| T8 1,40
027918 | 7690VA12WA025Z02R040 25 % 40 25 | 11,00 2 | 027860 | F3007T |022157| T8 1,40
Weldon Shank 027921 | 7690VA12WA025Z03R040 25 % 40 25 | 11,00 3 [ 027860 | F3007T |022157| T8 1,40
027919 | 7690VA12WA032Z03R040 32 100 40 32 | 11,00 3 [ 027860 | F3007T |022157| T8 1,40
027922 | 7690VA12WA032Z04R040 32 100 40 32 | 11,00 4 [027860 | F3007T |022157| T8 1,40
»\ d; \« 027920 | 7690VA12WA040Z04R050 40 110 50 32 | 11,00 4 [027860 | F3007T |022157| T8 1,40
027923 | 7690VA12WA040Z05R050 40 110 50 32 | 11,00 5 [027860 | F3007T |022157| T8 1,40
7690VA12 Cylindrical Shank - Medium and Fine Pitch
031655 |7690VA12CA020Z02R032 | 20 204 32 20 | 11,00 2 [027860 | F3007T [022157| T8 1,40
031646 | 7690VA12CA020Z02R32-3 | 20 115 32 20 | 11,00 2 | 027860 | F3007T |022157| T8 1,40
L 031656 | 7690VA12CA025Z02R040 | 25 130 40 25 | 11,00 2 | 027860 | F3007T |022157| T8 1,40
031648 | 7690VA12CA025Z03R040 | 25 210 40 25 | 11,00 3 [ 027860 | F3007T |022157| T8 1,40
031647 |7690VA12CA025Z03R40-3 | 25 130 40 25 | 11,00 3 [ 027860 | F3007T |022157| T8 1,40
s 031649 | 7690VA12CA032Z03R040 | 32 250 40 32 | 11,00 3 [ 027860 | F3007T |022157| T8 1,40
Iy 031657 | 7690VA12CA032Z04R040 | 32 250 40 32 | 11,00 4 [027860 | F3007T |022157| T8 1,40
v 7690VA12 Shell Mill Fixation - Medium and Fine Pitch
$‘ D ‘ -— 027927 |7690VA12-A040Z04R 40 32 - 16 [ 11,00 4 [o027860 ] F3007T |022157| T8 1,40
027931 | 7690VA12-A040Z05R 40 32 - 16 | 11,00 5 [ 027860 | F3007T |022157| T8 1,40
Cylindrical Shank 027928 | 7690VA12-A050Z05R 50 40 - 22 | 11,00 5 [ 027860 | F3007T |022157| T8 1,40
027932 | 7690VA12-A050Z06R 50 40 - 22 | 11,00 6 | 027860 | F3007T |022157| T8 1,40
027929 | 7690VA12-A063Z06R 63 40 - 22 | 11,00 6 | 027860 | F3007T |022157| T8 1,40
*\ dy \* 027933 | 7690VA12-A063Z08R 63 40 - 22 | 11,00 8 [ 027860 | F3007T |022157| T8 1,40
027930 | 7690VA12-A080Z07R 80 50 - 27 | 11,00 7 |027860 | F3007T |022157| T8 1,40
027934 | 7690VA12-A080Z10R 80 50 - 27 | 11,00 | 10 | 027860 | F3007T |022157| T8 1,40
H
D>
Shell Mill Fixation Product Dimensions (mm) Spares
Screw
> M | EDP Item Description D LH M di | apmax ﬁgét‘;]' Eop | oM | EOP Tigf;\}ﬁ?ing
7690VA12 Modular Head - Medium and Fine Pitch
d 031105 | 7690VA12SA020Z2R35 20 35 M10 | 1050 | 11,00 2 |027860 | F3007T | 022157 | T8 1,40
1y - 031197 | 7690VA12SA025Z2R35 25 35 M12 | 1250 | 11,00 2 | 027860 | F3007T | 022157 | T8 1,40
031106 | 7690VA12SA025Z3R35 25 35 M12 | 1250 | 11,00 3 | 027860 | F3007T | 022157 | T8 1,40
031198 | 7690VA12SA032Z3R43 32 43 M16 | 17,00 | 11,00 3 | 027860 | F3007T | 022157 | T8 1,40
031199 | 7690VA12SA03274R43 32 43 M16 | 17,00 | 11,00 4 | 027860 | F3007T | 022157 | T8 1,40

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.

Note: To use radius larger than 1,60mm the cutter body needs to be modified for additional clearance by the end user.

‘4— r—»‘

DR

Modular Head

Depth of Cut (ap)

A48 KZKENNAMETN: www.kennametal.com
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7690VA12
‘ZKENNAMETAL Technical Data
4 Ay AaAay @
‘\‘QSTELLRAM”
L
=
3]
£
o
K]
7690VA12 Technical Information (mm) E
Product Dimensions = &
=
T | e e B
EDP Item Description Fgﬁgp}g Fj\anrglpelncg I-r|neilr|].cz_ilnlzlg)l(el3 HLglicall IgAF?K(/I
Inear Ramping Helical
027917 | 7690VA12WA020Z02R032 20 558 26 38 1,50 | 43000 Iterpolation
027918 | 7690VA12WA025Z02R040 25 3.67 36 48 1,50 36000
027921 | 7690VA12WA025Z03R040 25 3.67 36 48 1,50 36000
027919 | 7690VA12WA032Z03R040 32 2.30 50 62 1,50 30000 Flat
027922 | 7690VA12WA032Z04R040 32 2.30 50 62 1,50 30000
027920 | 7690VA12WA040Z04R050 40 1.60 66 78 1,50 26000
027923 | 7690VA12WA040Z05R050 40 1.60 66 78 1,50 26000 Facing Pitch
031655 | 7690VAL2CA020Z02R032 20 5.58 26 38 1,50 | 43000
031646 | 7690VAL2CA020Z02R32-3 | 20 5.58 26 38 150 | 43000
031656 | 7690VAL2CA025Z02R040 25 3.67 36 48 1,50 | 36000
031648 | 7690VAL2CA025Z03R040 25 3.67 36 48 1,50 | 36000
031647 | 7690VAL2CA025Z03R40-3 | 25 3.67 36 48 150 | 36000
031649 | 7690VA12CA032Z03R040 32 2.30 50 62 1,50 | 30000
031657 | 7690VA12CA032Z04R040 32 2.30 50 62 1,50 | 30000
027927 | 7690VA12-A040Z04R 40 1.60 66 78 1,50 [ 26000
027931 | 7690VA12-A040Z05R 40 1.60 66 78 1,50 | 26000
027928 | 7690VA12-A050Z05R 50 1.22 86 98 1,50 23000
027932 | 7690VA12-A050Z06R 50 1.22 86 98 1,50 23000
027929 | 7690VA12-A063Z06R 63 091 12 124 1,50 | 20000
027933 | 7690VA12-A063Z08R 63 0.91 112 124 1,50 20000
027930 | 7690VA12-A080Z07R 80 0.68 146 158 1,50 17500
027934 | 7690VA12-A080Z10R 80 0.68 146 158 1,50 17500
031105 |7690VA12SA020Z2R35 20 5.58 26 38 1,50 43000
031197 |7690VA12SA025Z2R35 25 3.67 36 48 1,50 36000
031106 |7690VA12SA025Z3R35 25 3.67 36 48 1,50 36000
031198 | 7690VA12SA032Z3R43 32 2.30 50 62 1,50 30000
031199 | 7690VA12SA032Z4R43 32 2.30 50 62 1,50 30000

Note: If using a insert with radius, then the facing pitch for all 7690VA series cutters is
equal to the cutting diameter (D) minus 2 x chosen radius.

www.kennametal.com KZKENNAMETN: A49
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End Mills & Face Mills

7690VA12

Milling Inserts KZKENNAMETAE
<XW, STELLRAM
=

9

ADET12-48 ADGT12-721 ADHT12-46

Product Application & Material Dimensions (mm) S
Roughing Semi-Finishing Finishing
v \AJ \AAJ

EDP Item Description Grade Depth of Cut (mm) d(cy| | S r | hmmin

ap max ap min - max ap min - max

11,00 1,50 - 5,00 0,10 - 1,50
030856 | ADET12T308ER-48 X500 - 787 (12,70 | 397 | 0,80 | 0,04
030857 | ADET12T308ER-48 SP6519 [ ] [ ] [} 7,87 112,70 | 3,97 | 0,80 | 0,04
030808 | ADET12T312ER-48 X500 - 787 (12,70 397 | 1,20 | 0,04
030800 | ADET12T312ER-48 SP6519 [J [ ] [ J 787 (12,70 397 | 1,20 | 0,04
030809 | ADET12T316ER-48 X500 - 787 112,70 | 397 | 1,60 | 0,04
030771 | ADET12T316ER-48 SP6519 [ J [ ] [ J 787 112,70 | 397 | 1,60 | 0,04
030908 | ADET12T320ER-48 X500 - 7,87 112,70 | 3,97 | 2,00 | 0,04
030909 | ADET12T320ER-48 SP6519 L] [} [ J 787 12,70 | 3,97 | 2,00 | 0,04
030858 | ADET12T324ER-48 X500 - 787 |12,70| 397 | 2,40 | 0,04
030859 | ADET12T324ER-48 SP6519 [ ] [ ] [ J 787 12,70 | 397 | 2,40 | 0,04
030910 | ADET12T330ER-48 X500 - 7,87 |12,70| 3,97 | 3,00 | 0,04
030911 | ADET12T330ER-48 SP6519 [ ] [ J [ ] 7,87 112,70 | 3,97 | 3,00 | 0,04
030810 | ADET12T332ER-48 X500 - 787 (12,70 | 397 | 3,20 | 0,04
030772 | ADET12T332ER-48 SP6519 [ ] [ ] [ 787 |12,70| 397 | 3,20 | 0,04
030912 | ADET12T340ER-48 X500 - 787 |12,70| 3,97 | 4,00 | 0,04
030913 | ADET12T340ER-48 SP6519 [ J [} [ J 787 (12,70 | 397 | 4,00 | 0,04
030807 | ADET12T3PDER-48 X500 - 7,87 | 12,70 | 3,97 | Facet| 0,04
030770 | ADET12T3PDER-48 SP6519 [ J [ ] [ J 7,87 |12,70 | 3,97 | Facet| 0,04
029098 | ADGT12T3PDFR-721 ‘GHl | ‘ ‘ ’ ‘ ‘ | 787 ‘12,70‘ 3,97 ‘Facet‘ 0,04
029329 | ADHT12T308ER-46 X500 - 7,87 112,70 | 3,97 | 0,80 | 0,05
030406 | ADHT12T308ER-46 X700 787 12,70 | 3,97 | 0,80 | 0,05
031526 | ADHT12T308ER-46 SP6519 | ] ’ ‘ 787 (12,70 | 397 | 0,80 | 0,05
029331 | ADHT12T316ER-46 X500 - 7,87 112,70 | 3,97 | 1,60 | 0,05
030407 | ADHT12T316ER-46 X700 787 112,70 | 397 | 1,60 | 0,05
031527 | ADHT12T316ER46 | SP6519 n 00 ¢ |re7|1270 397 | 160 | 005
029337 | ADHT12T320ER-46 X500 - 7,87 |12,70| 3,97 | 2,00 | 0,05
030408 | ADHT12T320ER-46 X700 7,87 |12,70| 397 | 2,00 | 0,05
031530 | ADHT12T320ER-46 SP6519 u ‘ ‘ 787 112,70 | 3,97 | 2,00 | 0,05

Machining Choice: ‘ 1%t Choice M 2" Choice @ 3" Choice | Material Guide Key descriptions found on page A5.

Note: Feed recommendations can be found on page A51. Speed recommendations can be found on page A58.
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KZ 7690VA12
KENNAMETAL Milling Inserts & Recommended Feeds
‘\:)QSTELLRAM”
5
ADHT12-46  ADKT12-45 B §
(-]
Product Application & Material Dimensions (mm) roe— 4" ‘?‘ e
Roughing Semi-Finishing Finishing %
v vv vy =
EDP Item Description Grade Depth of Cut (mm) d@cy| | S r | hmmin o
ap max ap min - max ap min - max
11,00 1,50 - 5,00 0,10 - 1,50
029333 | ADHT12T324ER-46 X500 u [ ] - 7,87 112,70 | 3,97 | 2,40 | 0,05
031528 | ADHT12T324ER-46 SP6519 n ‘ ‘ 7,87 112,70 3,97 | 2,40 | 0,05
029339 | ADHT12T330ER-46 X500 u [ ] - 7,87 112,70 3,97 | 3,00 | 0,05
031531 | ADHT12T330ER-46 SP6519 n ‘ ‘ 7,87 |12,70| 3,97 | 3,00 | 0,05
029036 | ADHT12T332ER-46 X500 n [ ] - 7,87 112,70 3,97 | 3,20 | 0,05
030409 | ADHT12T332ER-46 X700 | u 7,87 112,70 | 3,97 | 320 | 0,05
031515 | ADHT12T332ER-46 SP6519 n ‘ ‘ 7,87 112,70 3,97 | 3,20 | 0,05
029335 | ADHT12T340ER-46 X500 u [ ] - 7,87 112,70 | 3,97 | 400 | 0,05
031529 | ADHT12T340ER-46 SP6519 n ‘ ‘ 7,87 112,70 | 3,97 | 4,00 | 0,05
029327 | ADHT12T3PDER-46 X500 n [ ] - 7,87 112,70 | 3,97 | Facet| 0,05
031525 | ADHT12T3PDER-46 SP6519 u ‘ ‘ 7,87 | 12,70 | 3,97 | Facet| 0,05
027913 | ADKT12T3PDER-45 X500 [ ] [} - 7,87 112,70 | 3,97 | Facet| 0,08
031514 | ADKT12T3PDER-45 SP6519 ‘ ] ‘ | n 7,87 112,70 | 3,97 | Facet| 0,08
027915 | ADKT12T3PDER-45 MP91IM mee EEe [ ] 7,87 | 12,70 | 3,97 | Facet| 0,08
027916 | ADKT12T3PDER-45 SC3025 ‘ ‘ | ] 7,87 112,70 | 3,97 | Facet| 0,08

Machining Choice: 0 1t Choice M 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.

Note: ADKT12T3PDER-45 X500 should only be used in steel applications for difficult conditions.

7690VA12 Feeds f, (mm/tooth)

- s
=] 1%] U)Z,
s [ 8w

g o S 58 | =8 85
£ B < =0 s® 28
S = 5} [ £ &
o} [C) o S @
] O n o

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

ER48 | X500 | Facing - 0,04-018 | 0,04-0,14 - - - - - 0,04-0,10 | 0,04-010 | 0,04-010 | 004-0,14
ER-48 | SP6519 | Facing | 004-0.20 - 004-0,16 | 0,04-0,12 - - - - - 0,04-008 | 0,04-008 | 004-008 | 004-0,12
FR720] GH1 | Facng | - [ - [ - [ - [ - [ - [ - Joo4-020]o04-018] - [ - [ - [ - [ - ]
ER-46 | X500 | Facing - - 005-0,18 | 0,05-0,14 - - - - - 0,05-0,10 [ 0,05-010 | 0,05-010 | 005-0,14

ER-46 | X700 Facing - - 0,05-0,16 | 0,05-0,12 - - -
ER-46 | SP6519 | Facing 0,05-0,22 | 0,05-0,18 | 0,05-0,16 | 0,05-0,12 | 0,08-0,16 | 0,08-0,16 | 0,08-0,16
ER-45 | X500 Facing 0,08-0,25 | 0,08-022 | 0,05-0,18 - - -
ER-45 | SP6519 |  Facing 0,08-0,25 | 0,08-0,22 - - 0,08-0,16 | 0,08-0,16 | 0,08-0,16
ER-45 | MP9IM | Facing 0,08-0,25 | 0,08-0,22 - - 0,08-0,20 | 0,08-020 | 0,08-0,20
ER-45 | SC3025 | Facing - - 0,08-0,16 | 0,08-0,16 | 0,08-0,16

0,05-0,08 | 0,05-0,08 | 005-0,08 | 005-012

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A58.
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7690VA16
Shoulder Milling Cutter KZKENNAMETAE

End Mills & Face Mills

2§BQSTELLRAM“ @ @ @ @ @

»‘ d; ‘«

L Product Dimensions (mm) Spares
No. of Screw
EDP Item Description D L/H I1 dyp | apmax . EDP M EDP Tightening
| Teeth Nm
1
7690VA16 Weldon Shank
$‘ D ‘ - 021707 | 7690VA16WA025R 25 96 40 25 16,00 2 015260 | D4008T | 015240 | T15 3,10
021708 | 7690VA16WA032R 32 100 40 32 16,00 3 015262 | D4010T | 015240 | T15 3,10
Weldon Shank 021709 | 7690VA16WAO040R : ' 40 110 50' 32 %6,00 : 4 015262 | D4010T | 015240 | T15 3,10
7690VA16 Cylindrical Shank - Medium and Fine Pitch
+‘ dl ‘47 031168 | 7690VA16CA025Z2R50 25 200 50 25 16,00 2 015260 | D4008T | 015240 | T15 3,10
031169 | 7690VA16CA032Z2R70 32 250 70 32 16,00 2 015262 | D4010T | 015240 | T15 3,10
031170 | 7690VA16CA032Z3R70 32 250 70 32 16,00 3 015262 | D4010T | 015240 | T15 3,10
7690VA16 Shell Mill Fixation
017985 | 7690VA16-A040R 40 40 - 16 16,00 4 015262 | D4010T | 015240 | T15 3,10
L 021700 | 7690VA16-A050R 50 40 - 22 16,00 5 015262 | D4010T | 015240 | T15 3,10
021701 | 7690VA16-A063R 63 40 - 22 16,00 5 015262 | D4010T | 015240 | T15 3,10
_ 021702 | 7690VA16-A080R 80 50 - 27 16,00 6 015262 | D4010T | 015240 | T15 3,10
A 021703 | 7690VA16-A100R 100 50 - 32 16,00 7 015262 | D4010T | 015240 | T15 3,10
I 021704 | 7690VA16-A125R 125 63 - 40 16,00 8 015262 | D4010T | 015240 | T15 3,10
A
*‘ D ‘* Product Dimensions (mm) Spares
Cylindrical Shank - No. of _ Screw
EDP Item Description D L/H M dp @pmax | e EDP il EDP Tlg?\ﬁﬁ:“ng
> 4 e 7690VA16 Modular Head - Medium and Fine Pitch
031174 | 7690VA16SA025Z2R35 25 35 M12 12,50 | 16,00 2 015260 | D4008T | 015240 | T15 3,10
031175 | 7690VA16SA032Z2R43 32 43 M16 17,00 | 16,00 2 015262 | D4010T | 015240 | T15 3,10
H 031176 | 7690VA16SA032Z3R43 32 43 M16 17,00 | 16,00 3 015262 | D4010T | 015240 | T15 3,10
Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.
l Note: To use radius larger than 2,00mm the cutter body needs to be modified for additional clearance by the end user.
[+——D—»
Shell Mill Fixation
7690VA16 Technical Information (mm)
q Product Dimensions =
1 —=
> - . . _ ap max =\ /o)
- Facing | Ramping Helical Hole P Max . .
EDP Item Description Pitch Angle ° i, - max. HL?rI:gglr/ RPM ] [
021707 | 7690VAL6WAO25R 25 250 3 48 2,00 | 38000 -
021708 | 7690VA16WAO032R 32 150 47 62 2,00 31500
L 021709 | 7690VA16WA040R 40 1.00 63 78 2,00 27000 Flat
031168 | 7690VA16CA025Z2R50 25 2.50 33 48 2,00 38000
031169 | 7690VA16CA032Z2R70 25 1.50 47 62 2,00 31500
031170 | 7690VA16CA032Z3R70 32 150 47 62 2,00 | 31500 Facing Pitch
F D 4\ 017985 | 7690VA16-A040R 40 1.00 63 78 200 | 27000
Modular Head 021700 |7690VA16-A050R 50 0.70 83 98 2,00 23500
pauaifuea 021701 | 7690VA16-A063R 63 0.50 109 124 2,00 | 20500
021702 | 7690VA16-A080R 80 0.30 143 158 2,00 18000
021703 | 7690VA16-A100R 100 0.20 183 198 2,00 15500
a 021704 |7690VA16-A125R 125 0.10 233 248 2,00 14000
P
$ 031174 | 7690VA16SA025Z2R35 25 2.50 33 48 2,00 38000
031175 | 7690VA16SA032Z2R43 32 1.50 47 62 2,00 31500
031176 | 7690VA16SA032Z3R43 32 1.50 47 62 2,00 31500
Note: If using a insert with radius, then the facing pitch for all 7690VA series cutters is
Depth of Cut (ap) equal to the cutting diameter (D) minus 2 x chosen radius.
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‘Z 7690VA16
KENNAMETAL Milling Inserts
-4 Ay y <
‘\‘QSTELLRAM”
— jlsso
O 2
APET16-42 APHT16-42 APEX16-701 APFW16-TR APHT16-ER APHT16-FR %
(*]
(1~
Product Application & Material Dimensions (mm) r “7 ! 4" L_" ;
Roughing Semi-Finishing Finishing é
v vy \AA h §
EDP Item Description Grade Depth of Cut (mm) dacy| | s r min i
ap max ap min - max ap min - max
16,00 1,50 - 5,00 0,10- 1,50
033179 | APET160402TR-42 SP6519 [ J | | u 9,52 | 16,66 | 4,76 | 0,20 | 0,10
033180 | APET160408TR-42 SP6519 [ ] ] ] 9,52 | 16,66 | 4,76 | 0,80 | 0,10
033181 | APET160410TR-42 SP6519 [ J | | | | 9,52 | 16,66 | 4,76 | 1,00 | 0,10
033182 | APET160415TR-42 SPe519| @ [ [ 9,52 | 16,66 | 4,76 | 1,50 | 0,10
033183 | APET160420TR-42 SP6519 [ J | | u 9,52 | 16,66 | 4,76 | 2,00 | 0,10
033184 | APET160425TR-42 SP6519| @ [ [ 952 | 16,66 | 4,76 | 250 | 0,10
033185 | APET160430TR-42 SP6519 [ ] ] u 9,52 | 16,66 | 4,76 | 3,00 | 0,10
033186 | APET160440TR-42 SP6519 [ J | | ] 9,52 | 16,66 | 4,76 | 4,00 | 0,10
033187 | APET160460TR-42 SP6519 [ ] ] n 9,52 16,66 | 4,76 | 6,00 | 0,10
015155 | APHT1604PDTR-42 X500 - - 9,52 | 16,66 | 4,76 | Facet| 0,10
031466 | APHT1604PDTR-42 SP6519 [ J ] ] 9,52 | 16,66 | 4,76 | Facet| 0,10
017293 | APHT1604PDTR-42 MPOIM - [ m 9,52 | 16,66 | 4,76 | Facet| 0,10
033188 | APEX1604PDER-701 SP6519 - - 9,52 | 16,66 | 4,76 | Facet| 0,02
033189 | APEX1604PDFR-701 SP4019 [ ] [ ] [} 9,52 | 16,66 | 4,76 | Facet| 0,02
014066 | APEX1604PDFR-701 | GHL ¢ & ¢ 9,52 | 16,66 | 4,76 | Facet| 002
033190 | APFW1604PDTR X400 9,52 | 16,66 | 4,76 | Facet| 0,10
033191 | APFW1604PDTR SP4019 9,52 | 16,66 | 4,76 | Facet| 0,10
027883 | APFW1604PDTR SC3025 n ¢ ¢ 952 | 16,66 | 476 | Facet| 0,10
017628 | APFW1604PDTR GH1 - [ ] [} 9,52 | 16,66 | 4,76 | Facet| 0,10
033192 ‘APHT1604PDER ‘SP4019| - ‘ - ‘ | 9,52 |16,66‘ 4,76 ‘Facet‘ 0,05
015154 ‘APHT1604PDFR ‘GHl | [ ‘ [ ‘ [ | 9,52 ‘16,66‘ 476 ‘Facet‘ 0,02

Machining Choice: ’ 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

Note: APHT1604PDTR-42 X500 should be used for Stainless Steel with heavy scale
Note: APFW1604PDTR X400 should be used for Alloyed Steel with heavy scale
Note: APFW1604PDTR SP4019 should be used for High Temperature Alloys with heavy scale

Note: Feed recommendations can be found on page A55. Speed recommendations can be found on page A58.
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7690VA16
Milling Inserts KZKENNAMETAE
.,
<XW, STELLRAM
=

n
% APHT16-46 APET16-48 APKT16-43 APKT16-45
o
[ Product Application & Material Dimensions (mm) r
n
= Roughing Semi-Finishing Finishing
= v vy vy
P EDP Item Description Grade Depth of Cut (mm) d@cy| | S r | hmmin
ap max ap min - max ap min - max
16,00 1,50 - 5,00 0,10-1,50
027869 | APHT160408ER-46 X500 9,52 | 16,66 | 4,76 | 0,80 | 0,05
031495 | APHT160408ER-46 SP6519 ‘ 9,52 | 16,66 | 4,76 | 0,80 | 0,05
027870 | APHT160416ER-46 X500 9,52 | 16,66 | 4,76 | 1,60 | 0,05

031496 | APHT160416ER-46 SP6519 9,52 | 16,66 | 4,76 | 1,60 | 0,05

027871 | APHT160424ER-46 X500 9,52 | 16,66 | 4,76 | 2,40 | 0,05

031497 | APHT160424ER-46 SP6519 9,52 | 16,66 | 4,76 | 2,40 | 0,05

027872 | APHT160432ER-46 X500 9,52 | 16,66 | 4,76 | 3,20 | 0,05

031397 | APHT160432ER-46 SP6519 9,52 | 16,66 | 4,76 | 3,20 | 0,05

027873 | APHT160440ER-46 X500 16,66 | 4,76 | 4,00 | 0,05

031542 | APHT160440ER-46 SP6519 9,52 | 16,66 | 4,76 | 4,00 | 0,05

027874 | APHT160450ER-46 X500 9,52 | 16,66 | 4,76 | 500 | 0,05

031498 | APHT160450ER-46 SP6519 9,52 | 16,66 | 4,76 | 5,00 | 0,05

027875 | APHT160464ER-46 X500 9,52 | 16,66 | 4,76 | 6,40 | 0,05

S < > . < > > >
©
Y

031541 | APHT160464ER-46 SP6519 9,52 | 16,66 | 4,76 | 6,40 | 0,05

030811 | APET1604PDER-48 X500 9,52 | 16,66 | 4,76 | Facet| 0,04
030773 | APET1604PDER-48 SP6519 [ ] 9,52 | 16,66 | 4,76 | Facet| 0,04
030860 | APET160408ER-48 X500 9,52 | 16,66 | 4,76 | 0,80 | 0,04
030861 | APET160408ER-48 SP6519 ® 9,52 | 16,66 | 4,76 | 0,80 | 0,04
015156 | APKT1604PDER-43 X500 ® 9,52 | 16,66 | 4,76 | Facet| 0,08
031468 | APKT1604PDER-43 SP6519 ’ - - 9,52 | 16,66 | 4,76 | Facet| 0,08
017294 | APKT1604PDER-43 MP91IM ame - - 9,52 | 16,66 | 4,76 | Facet| 0,08
027887 | APKT1604PDER-43 SC3025 ‘ - - 9,52 | 16,66 | 4,76 | Facet| 0,08
023115 | APKT1604PDER-45 X500 - - 9,52 | 16,66 | 4,76 | Facet| 0,08
031469 | APKT1604PDER-45 SP6519 - ‘ - 9,52 | 16,66 | 4,76 | Facet| 0,08
023114 | APKT1604PDER-45 MP91IM - L] - 9,52 | 16,66 | 4,76 | Facet| 0,08

Machining Choice: ’ 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

Note: APKT1604PDER-43 X500 should be used for Steel with heavy scale.

Note: Feed recommendations can be found on page A55. Speed recommendations can be found on page A58.
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KZ @ 7690VA16
KENNAMETAL Recommended Feeds

2 STELLRAM

<H >

L
=
@
o
£
7690VA16 Feeds f, (mm/tooth) o3
L
T T —
2a =
= _ 3 _ &
£ g g =0 = <8 L
8 S 2 @ =]
[C] o hx
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.
TR-42 X500 Facing 0,0-0,25 | 0,10-0,22

TR-42 | SP6519 | Facing 010-0,28 | 0,0-023 | 0,10-0,22 | 0,10-0,20
TR-42 | MP9IM Facing - - - -

ER-701 | SP6519 Facing - - - - - - - - -
FR-701 | SP4019 | Facing - - - - - - - 0,03-020 | 003-0,18

0,08-0,25 | 0,08-0,20 | 0,08-0,20 - - - - - - 0,03-0,06 | 0,05-0,08
0,02-005 | 002-005 | 002-005 | 0,02-0,05

FR-701 | GH1 Facing - - - - - - - 0,03-020 | 0,03-0,18
TR X400 Facing - 0,10-0,25 - - - - 0,05-0,10 | 0,05-0,10
TR SP4019 | Facing - - - - - - - 0,08-0,10 | 0,08-0,10 | 0,08-0,10 | 008-012 | 0,05-0,10 | 0,05-0,10
TR SC3025 | Facing - - - - 0,10-0,22 | 0,10-0,22 | 0,10-0,22 - - - - - -
TR GH1 Facing - - - - 0,10-0,22 | 0,10-0,22 | 0,10-0,22

| N N |
003-020 [003-08 - [ - [ - [ - ]
|
|

ER | SP4019 [ Facing [

I

[ - [ - To04-010] 004-010 [ 004-010 | 0,04-0,14
- [ 1 T T

[

I

FR | GH1L [ Facing

[ [ - Toos-018]
I
ER-46 | X500 | Facing |
|
[
I

[ - [ - 1
- - [ 004-025 | 0,04-0.22
0,04-025 | 0,04-020 | 0,04-024 | 0,04-020

ER-46 | SP6519 | Facing

ER-48 | X500 [ Facing - - - -
ER-48 | SP6519 | Facing | 0,05-0,20 | 0,05-0,18 | 0,04-0,16 | 0,04 - 0,12

ER-43 | X500 Facing 0,08-0,30 -
ER-43 | SP6519 |  Facing 005-0,28 | 0,05-023 - - - - -
ER-43 | MP9IM |  Facing 0,06-0,27 | 0,06-0,22 - - 0,06-0,25 | 0,06-0,25 | 0,06-0,20
ER-43 | SC3025 | Facing - - 0,06-0,25 | 0,06-0,25 | 0,06-0,20
ER-45 | X500 Facing - 0,08-0,22
ER-45 | SP6519 |  Facing 0,06-0,25 | 0,06-0,20
ER-45 | MP91M Facing 0,08-0,25 -

|
[ - [o04-010] 004-010 [ 004-010 [ 004-04 |
| | 0,04-008 | 004-008 [ 0,04-008 | 004-012 |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A58.
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End Mills & Face Mills
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7690VAP16

Shoulder Milling Cutter

‘ d 1 -

£$
b

D

Shell Mill Fixation

‘_é\)

Depth of Cut (ap)

A56

‘\‘QSTELLRAM”
LT\
Product Dimensions (mm) Spares
ap No. of Screw
EDP Item Description D LH Ih dp . EDP | i EDP Tightening
max Teeth Nm
7690VAP16 Shell Mill Fixation

034573 | 7690VAP16-A040Z05R 40 40 16 158 5 015262 | D4010T | 015240 | T15 3,10
034574 | 7690VAP16-A050Z06R 50 40 22 158 6 015262 | D4010T | 015240 | T15 3,10
034575 | 7690VAP16-A063Z07R 63 40 22 15,8 7 015262 | D4010T | 015240 | T15 3,10
034576 | 7690VAP16-A080Z08R 80 50 27 158 8 015262 | D4010T | 015240 | T15 3,10
034584 | 7690VAP16-A100Z10R 100 55 32 15,8 10 015262 | D4010T | 015240 | T15 3,10

Note: To use radius larger than 2,00mm the cutter body needs to be modified for additional clearance by the end user.
The 7690VAP series are ideal for roughing, semi-finishing and finishing of Stainless Steel, High Temperature Alloys plus
Low Carbon Steels. This cutter is designed to utilise one geometry of insert only - APET1604...ER-48

7690VAP16 Technical Information (mm)

Note: If using a insert with radius, then the facing pitch for all 7690VA series cutters is
equal to the cutting diameter (D) minus 2 x chosen radius.

‘ZKENNAMETAE

Product Dimensions

- Facing | Ramping Helical Hole ap MaX | pay

EDP Item Description Pitch Angle ° N, - max. Helical / | rpm
Linear

034573 | 7690VAP16-A040Z05R 40 27000 -
034574 | 7690VAP16-A050Z06R 50 23500
034575 | 7690VAP16-A063Z07R 63 20500
034576 | 7690VAP16-A080Z08R 80 18000
034584 | 7690VAP16-A100Z10R 100 15500 Facing Pitch

www.kennametal.com
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KZ : 7690VAP16
KENNAMETAL Milling Inserts & Recommended Feeds

‘\g‘v STELLRAM

M

' N
! 7 =y 2
APET16-48 (I !@!‘ E
e T Y 8
Product Application & Material Dimensions (mm) /“ ‘ ‘ ‘ S
Roughing Semi-Finishing Finishing r I ‘:2
v \AJ \AAd =
=
EDP Item Description Grade Depth of Cut (mm) d(cy| |1 s r | hmmin -
ap max. ap min. - max. ap min. - max. &

15,80 1,50 - 5,00 0,10-1,50

030811 | APET1604PDER-48 X500

|
|
|
©
[
()

16,66 | 4,76 | Facet| 0,04

030733 | APET1604PDER-48 SP6519 9,52 16,66 | 4,76 |Facet| 0,04

030860 | APET160408ER-48 X500 9,52 | 16,66 | 4,76 | 0,80 | 0,04

030861 | APET160408ER-48 SP6519 9,52 16,66 | 4,76 | 0,80 | 0,04

030812 | APET160412ER-48 X500 9,52 | 16,66 | 4,76 | 1,20 | 0,04

030799 | APET160412ER-48 SP6519 9,52 116,66 | 4,76 | 1,20 | 0,04

030813 | APET160416ER-48 X500 9,52 16,66 | 4,76 | 1,60 | 0,04

030774 | APET160416ER-48 SP6519 9,52 | 16,66 | 4,76 | 1,60 | 0,04

030914 | APET160420ER-48 X500 9,52 16,66 | 4,76 | 2,00 | 0,04

030915 | APET160420ER-48 SP6519 9,52 | 16,66 | 4,76 | 2,00 | 0,04

030916 | APET160424ER-48 X500 9,52 16,66 | 4,76 | 2,40 | 0,04

030917 | APET160424ER-48 SP6519 16,66 | 4,76 | 2,40 | 0,04

030918 | APET160430ER-48 X500 9,52 | 16,66 | 4,76 | 3,00 | 0,04

030919 | APET160430ER-48 SP6519 9,52 16,66 | 4,76 | 3,00 | 0,04

030814 | APET160432ER-48 X500 9,52 | 16,66 | 4,76 | 3,20 | 0,04

030775 | APET160432ER-48 SP6519 9,52 16,66 | 4,76 | 3,20 | 0,04

030907 | APET160440ER-48 X500 9,52 16,66 | 4,76 | 4,00 | 0,04

030906 | APET160440ER-48 SP6519 9,52 | 16,66 | 4,76 | 4,00 | 0,04

030920 | APET160450ER-48 X500 9,52 16,66 | 4,76 | 5,00 | 0,04

030921 | APET160450ER-48 SP6519 9,52 | 16,66 | 4,76 | 500 | 0,04

030922 | APET160460ER-48 X500 9,52 16,66 | 4,76 | 6,00 | 0,04

030923 | APET160460ER-48 SP6519 9,52 | 16,66 | 4,76 | 6,00 | 0,04

S N BE SEEE S SRR SRR SRR SR SRS SRR e SRR o
5 o | & = & I & 1 & 1 & I & I & 1 ¢ 1 ¢ 1 e n
i <o | <o = <o 1 o 1 o 1 <o 1 <1 <1 o1 o n o
H <o 1 & 1 & 1 ¢ 1 & 1 & I ¢ 1 & 1 ¢ 1 ¢ 1 @&
i <o | <& = & 1 ¢ 1 & 1§ & 1 @& 1 & 1 <@ i <@ <@

030924 | APET160464ER-48 X500 9,52 | 16,66 | 4,76 | 6,40 | 0,04

¢ ¢ ¢ & |o52 1666|476 | 640 | 004

Machining Choice: ‘15‘ Choice m 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.

030925 | APET160464ER-48 SP6519

The 7690VAP series are ideal for roughing, semi-finishing and finishing of Stainless Steel, High Temperature Alloys plus
Low Carbon Steels. This cutter is designed to utilise one geometery of insert only - APET1604...ER-48

7690VAP16 Feeds f; (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
ER-48 | X500 Facing 0,05-0,25 - 005-0,25 | 0,05-0,20 - - - - - 0,05-0,10 | 005-0,10 | 0,05-013 | 0,05-0,18
ER-48 | SP6519 |  Facing 0,05-0,20 - 0,05-0,20 | 0,05-0,18 - - - - - 0,05-0,08 | 005-0,08 | 0,05-010 | 0,05-0,15

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A58.
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7690VA & 7690VAP
Recommended Speeds

‘ZKENNAMETAIZ

End Mills & Face Mills

z\gg STELLRAM

Speed v (m/min.)

Wear Resistance

7690VA & _ +
7690VAP Series
Speed min. - max.
Coolant Recommendation PVD o) PVD PVD PVD ) o) Uncoated
Recommended @ Possible ® X Grade X Grade X Grade Standard Standard Standard Standard Micrograin
) Rm and \ \ \ \
IS0 | Materials | =t |0 @] 00 [ @) xs00 | @] x700 | @) spesio| () @)|sPaore | () @ MPom | () @)|sc302s| () @) GHL
2
< 130- 270 130- 295 140 - 345
<950 N/mm? © e © e °
<280 HEN 115 - 240 115 - 260 120 - 305
X 2
TR0 95 - 200 100- 210 100- 230 105- 270
Alloyed 950-1200 N/mm2 ©e ©e ©e o
S TR 70 - 150 75 - 160 75-175 80 - 205
- 2
1200100 @ 45-95| |@|50-100 ® |50-110 ® 50-130
Austenitic + Ferritic
) 115 - 250 115 - 260 115- 270 120 - 280!
i 300 series
Stgg:'ss Martensitic ©e ©e ©e ©e
M 400 series 100 - 220 105 - 230 105 - 235 110 - 250
PHstainless | ReTctow ° 50-110 | @| [50-115| @ | |50-120
Grey
GG-Ft 140 - 295 145 - 365 150 - 395 135 - 290
Spheroidal-Ductile
GGG-FGS © | @ |110-240 @ [115-285 @ [120-335| ® | @ |120- 245
Malleable
GTS - MNIMP 100 - 220 105 - 260 105 - 275 115 - 200
Aluminium & Alloys
< 160 S1 116 HEN 400 - 2895 400 - 3050
| | [} ([ J
Aluminium + Silicon
> 16% Si 92 HBN 295 - 2320 295 - 2440
Iron Based 23-48 23-52 23-55 24-63
Cobalt Based 21-44 22-46 22-48 23-52
o ([ J o [}
Nickel Based 24-51 25-53 25-55 26 - 59
Titanium Based 35-73 36-75 36-79 37-84
Hard Steel
>1400 N/mm? 45 -95 50 - 100 50 - 105
>415 HBN
Chilled Cast Iron ° [ J [ J
>1400 N/mm? 35-80 40-90 40- 95
> 400 HBN

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f)

f,=hy x A/ ;

A58

€]

h,, = Average chip thickness
a, = Radial engagement

f, = Feed per tooth

d = Cutter diameter

KZKENNAMETAE

Formula: Average Chip Thickness (hp)
hy, =1, x e
d

www.kennametal.com
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KZ @ 7690VA
KENNAMETAL 90° Angle Deviation
- oY Ay
‘\‘QSTELI.RAM”
Y
2
=
g
7690VAQ9 90° Angle Deviation :
0
Cutter Diameter =
10mm 12mm 14mm 16mm 18mm 20mm E
90.5°
90.4°
o 903
o 90.2°
S 90.1° ‘
° 90.0°
o
o 89.9° g !g
s o < g
X 89.8 - <) 1 3
S | B : 2z : :
<
o  89.6°
< gose
89.4°
89.3°
89.2°

7690VA09 90° Angle Deviation

Cutter Diameter

25mm 32mm 40mm

90.5°
90.4°
90.3°

90.2°
90.1°
90.0°

89.9°
89.8°
89.7°
89.6°
89.5°
89.4°
89.3°
89.2°

441
12|
441

Approx. 90° angle

max angle_

4—geometry
min angle_

www.kennametal.com KZKENNAMETAE A59
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7690VA
90° Angle Deviation ‘ZKENNAMETAIZ

‘\’g STELLRAM

7690VA12 90° Angle Deviation

End Mills & Face Mills

Approx. 90° angle

90.0°
89.9°
89.8°
89.7°
89.6°
89.5°
89.4°
89.3°
89.2°
89.1°
89.0°
88.9°

Cutter Diameter

20mm

25mm

32mm

40mm

48 |

721

(46|

721

88.8°
88.7°

7690VA12 90° Angle Deviation

Cutter Diameter

50mm 63mm 80mm

90.0°
89.9°
89.8°
89.7°

89.6° g
89.5° O
89.4° Ni

89.3° &
89.2° -

89.1°
89.0°
88.9°

88.8°
88.7°

721
721

Approx. 90° angle

max angle_

4—geometry
min angle_

A60 ‘ZKENNAMETAE
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‘Z : 7690VA
KENNAMETAL 90° Angle Deviation

‘\‘u STELLRAM
24"

2
E
8
i
7690VA16 90° Angle Deviation o3
)
Cutter Diameter =
=
25mm 32mm 50mm &
90.5°
90.4°
o 9035 2
> 902° i |
g 90l I !
o 90.0°
& 8.9 I SN~ I g
X 89.8° - -
S 87 3 ! S @
<
o 89.6°
< gg5e
89.4°
89.3° N
89.2° >

7690VA16 90° Angle Deviation

Cutter Diameter

63mm 80mm 100mm 125mm

90.5°
90.4°
90.3°
90.2°

90.1° _ _

90.0° s L I o l . I

B CUEHE~H UESRES] HERSES |JEERES
: 2 g 2

89.7°
89.6°
89.5°
89.4°
89.3°
89.2°

Approx. 90° angle

max angle_

4—geometry
min angle_

www.kennametal.com ‘ZKENNAMETAE AG1
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7690VAP
90° Angle Deviation ‘ZKENNAMETAII

‘\’g STELLRAM

7690VAP16 90° Angle Deviation

Cutter Diameter

End Mills & Face Mills

40mm 50mm 63mm 80mm 100mm

90.3°
90.2°

90.1°

90.0°

89.9° !

89.8°

89.7°
89.6°
89.5°
89.4°
89.3°
89.2°

48
48 |

Approx. 90° angle

max angle_

4—geometry
min angle_
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‘ZKENNAMETAIZ

7792VX Series
High Feed Milling Cutter

‘\’Q STELLRAM

Facing Ramping Helical Pocketing

InterpolatioN

HIGH FEED CUTTERS

7792V X high feed milling cutters are capable of high metal removal in facing, plunging and
slotting applications. The patented insert design offers better performance than round insert
cutters.

The 7792VX high feed cutters are the best solution when specifically focusing on reducing
cycle times or removing the maximum volume of material in the shortest time.

Our high feed cutter has the capacity to achieve 5 times higher feed rate than other existing

cutters in the market. This is due to its unique design and insert positioning. 7792VX cutters

also has a tremendous advantage, when used in a long (extended) toolholder. These cutters
absorb vibration and greatly reduces the instability and deflection of the tool.

7792VX cutters are designed for a wide range of applications. Facing, pocketing, ramping,
helical interpolation and plunging. They are capable of machining all materials such as, Steel,
Stainless Steel, Cast Iron and High Temperature Alloys.

Also suitable for machining Aluminium Alloys.

KZKENNAMETAIi

www.kennametal.com

gog0vgue®

Plunging Helical Slotting / Spiral/Circular ~ Copy / 3D

Interpolation Shoulder
with Bore Hole

7792VX

7792VXPO06:
Maximum ap =0,90mm
Diameter Range = 16mm to 32mm

7792VXD09:
Maximum ap =1,50mm
Diameter Range = 25mm to 50mm

7792vXD12:
Maximum ap = 2,50mm
Diameter Range = 32mm to 160mm

Note: Larger diameter Shell Mill Fixation cutters
with interchangeable cartridges are available.
Please see page A118.

7792VXE16:
Maximum ap = 3,50mm
Diameter Range = 63mm to 160mm

Note: Larger diameter Shell Mill Fixation cutters
with interchangeable cartridges are available.
Please see page A120.

AB3
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7792VXP06 KZ
High Feed Milling Cutter KENNAMETAL
2, e
-_) Q‘STELLRAM / T i HH I = =
f | I | \/@ % % @ %
—»| dp |
2 —
-1}
[X]
i
o L Product Dimensions (mm) Spares
(2]
= Screw
= - No. of 1 ;
E EDP Item Description D L/H Ih dp ap max Tget?1 EDP ﬁﬁ EDP T|gr’1\§<;1n|ng
= A X .
w Iy 7792VXP06 Cylindrical Shank
Y 031644 | 7792VXPO6CA016Z2R140 16 188 25 16 0,90 2 | 031449 | FP2506T | 031452 | TP7 1,00
+{ D ‘ — 031629 |7792VXP06CA020Z3R154 20 204 32 20 0,90 3 031449 | FP2506T | 031452 | TP7 1,00
031630 | 7792VXPO6CA025Z4R154 25 210 40 25 0,90 4 | 031450 | FP2507T | 031452 | TP7 1,00
Cylindrical Shank 031631 |7792VXPOGCA032Z5R190 | 32 | 250 | 40 | 32 | 090 | 5 [031450 | FP2507T | 031452 | TP7 1,00
di —p - Product Dimensions (mm) Spares
Screw
T EDP Item Description D L/H M dp | apmax ’#gét?]f EDP @ﬁ EDP Tigi;\}%ning
L 7792VXP06 Modular Head - Medium and Fine Pitch
031632 | 7792VXP06SA016Z2R25 16 25 M8 850 | 090 2 | 031449 | FP2506T | 031452 | TP7 1,00
031633 | 7792VXP06SA020Z2R35 20 35 M10 10,50 0,90 2 031449 | FP2506T | 031452 | TP7 1,00
031634 |7792VXP06SA020Z3R35 20 35 M10 | 1050 | 0,90 3 | 031449 | FP2506T | 031452 | TP7 1,00
‘4— D—»{ 031636 | 7792VXP06SA025Z3R35 25 35 M12 12,50 0,90 3 031450 | FP2507T | 031452 | TP7 1,00
031637 | 7792VXP06SA025Z4R35 25 35 M12 | 1250 | 0,90 4 | 031450 | FP2507T | 031452 | TP7 1,00
Modular Head 031638 | 7792VXP06SA032Z5R43 32 43 M16 | 17,00 | 0,90 5 | 031450 | FP2507T | 031452 | TP7 1,00

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.

7792VXP06 Technical Information (mm) == HH
Product Dimensions [
& &

Ramping ap max
ot Facing Angle Helical Hole X agmax | Max Helical )
EDP ltem Description Pich | 4o | ge | min-max Heical /| piunging | RPM ierpolation Pnging

031644 | 7792VXPO6CA016Z2R140 760 [594]803| 22 30 0,60 3,00 65000

031629 | 7792VXP06CA020Z3R154 1160 |342 612 30 38 0,60 3,00 57000 Flat
031630 | 7792VXPO6CA025Z4R154 1660 | 223|424 | 40 48 0,60 3,00 49000
031631 | 7792VXP06CA032Z5R190 2360 |1.39 260 54 62 0,60 3,00 41500

Facing Pitch

031632 | 7792VXP06SA016Z2R25 760 |594]803| 22 30 0,60 3,00 65000
031633 | 7792VXP06SA020Z2R35 11,60 |342 612 | 30 38 0,60 3,00 57000 R EED A VEES G

031634 | 7792VXP06SA020Z3R35 1160 [342]612| 30 38 0,60 3,00 57000 | outside cutting edge only.
031636 | 7792VXP06SA025Z3R35 16,60 | 2.84 | 424 | 40 48 0,60 3,00 49000
031637 | 7792VXP06SA025Z4R35 16,60 | 223|424 | 40 48 0,60 3,00 49000 Ramp angle B uses

031638 | 7792VXP0BSA03225R43 | 23,60 | 139 | 2.60 | 54 | 62 | 060 | 300 | 41500 e

one inside edge).
A B

y
ap A = max ramp angle utilising full
A face contact

B = max ramp angle utilising full
contact + internal corner radius

Depth of Cut (ap)

AG4 KZKENNAMETN: www.kennametal.com
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KZ : 7792VXP06
KENNAMETAL Milling Inserts & Recommended Feeds

2\3‘7 STELLRAM

L

XPLT06-D41 g

<+

o

£

Product Application & Material Dimensions (mm) o3

Facing ‘ Slotting ‘ Plunging %

EDP Item Description Grade Depth of Cut (mm) d(IC) | s r hm min E

ap max. 0,90 ap max. 0,90 ae max. 3,00 o
030403 | XPLTOG030BER-D4L | X400 e (1) $00 | 700 700|318 080 | 004
030402 | XPLTO60308ER-D41 X500 ‘ ‘ ‘ 7,00 | 7,00 | 3,18 | 0,80 | 0,04
031538 |XPLTOB030BERD41  |SP6519| @@ mfm | @o  mfm | eo  m@m | 700|700 | 318 | 080 | 004
033066 | XPLTO60308ER-D41 SC6525 u ‘ n ‘ u ‘ 7,00 | 7,00 | 3,18 | 0,80 | 0,04

Machining Choice: ’ 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

7792VXPO06 Feeds f, (mm/tooth)

o T
s % 5%
> 15 oy} T
8 5] g @ =
0] o hx
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.
ER-D41 | X400 | Facing | 0,20-1,10 [ 0,20-0,90 - - - - - - - - - - - 0,20-0,60 | 0,20- 0,60
ER-D41 | X400 | Slotting | 0,20-0,90 | 0,20-0,80 - - - - - - - - - - - 0,20-0,50 | 0,20-0,50
ER-D41 | X400 | Plunging | 0,04-0,30 | 0,04-0,20 - - - - - - - - - - - 0,04-0,08 | 0,04-0,08
___|
ER-D41 | X500 Facing - - 0,15-1,00 | 0,15-0,90 - - - - - 0,15-0,50 | 0,15-0,50 | 0,15-0,50 | 0,15-0,60
ER-D41 | X500 Slotting - - 0,15-0,80 | 0,15-0,75 - - - - - 0,10-0,40 | 0,20-0,40 | 0,20-0,40 | 0,10-0,45
ER-D41 | X500 Plunging - - 0,04-0,20 | 0,04-0,15 - - - - - 0,04-0,06 | 0,04-0,06 | 0,04-0,06 [ 0,04-0,06
|
ER-D41 | SP6519 Facing 0,20-1,00 ( 0,20-0,80 | 0,15-0,90 | 0,15-0,80 | 0,20-1,20 | 0,20-1,00 | 0,20-0,90 | 0,20-0,70 - 0,15-0,50 | 0,15-0,50 | 0,15-0,50 | 0,15-0,60
ER-D41 | SP6519 | Slotting | 0,20-0,80 | 0,20-0,75 | 0,15-0,80 | 0,15-0,70 | 0,20-1,00 | 0,20-0,90 | 0,20-0,80 | 0,20 - 0,70 - 0,10-0,40 | 0,20-0,40 | 0,10-0,40 | 0,10-0,45
ER-D41 | SP6519 | Plunging | 0,04-0,25 | 0,04-0,18 | 0,04-0,20 | 0,04-0,14 | 0,04-0,25 | 0,04-0,20 | 0,04-0,18 | 0,04 - 0,25 - 0,04-0,06 | 0,04-0,06 | 0,04-0,06 | 0,04-0,06
]
ER-D41 | SC6525 Facing 0,20-0,95 | 0,20-0,78 - - 0,20-1,20 | 0,20-1,00
ER-D41 | SC6525 | Slotting | 0,20-0,78 | 0,20-0,72 - - 0,20-1,00 | 0,20-0,90
ER-D41 | SC6525 | Plunging [ 0,04-0,23 | 0,04-0,17 - - 0,04-0,25 | 0,04-0,20

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A72.

www.kennametal.com ‘ZKENNAMETAE AB5



3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

End Mills & Face Mills

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.

7792VXD09 KZ
High Feed Milling Cutter KENNAMETAL
A e
- Q‘STELLRAM 2 /\ HH I = =
- [ 1y 1§ | \/@ % % @ %
—| d |
L Product Dimensions (mm) Spares
- Screw
AI EDP Item Description D LH Iy di | apmax %)ét%f Eop | M | EDP Tigi;\t‘?ing
1
Y 7792V XD09 Weldon Shank
$‘ D ‘ . 029461 | 7792VXDO9WA025Z2R 25 96 40 25 1,50 2 | 015269 | F3508T | 015240 | T15 2,10
029462 | 7792VXD0IWA032Z3R 32 100 40 32 1,50 3 | 015064 | F3510T | 015240 | T15 2,10
Weldon Shank 7792VXD09 Cylindrical Shank
031191 | 7792VXDO9CA025Z2R50 25 200 50 25 1,50 2 |o015064 | F3510T |015240| TI15 2,10
»\ dy \« 031192 | 7792VXD09CA032Z3R70 32 250 70 32 1,50 3 | 015064 | F3510T | 015240 | T15 2,10
7792VXD09 Shell Mill Fixation - Coarse, Medium and Fine Pitch
029463 | 7792VXD09-A040Z3R 40 32 - 16 1,50 3 | 015064 | F3510T | 015240 | T15 2,10
029464 | 7792VXD09-A040Z4R 40 R - 16 1,50 4 | 015064 | F3510T | 015240 | T15 2,10
L 030434 | 7792VXD09-A040Z5R 40 32 - 16 1,50 5 | 015064 | F3510T | 015240 | T15 2,10
030435 | 7792VXD09-A050Z5R 50 40 - 2 1,50 5 [o015064 | F3510T | 015240 | Ti5 2,10
030436 | 7792VXD09-A050Z6R 50 40 - 2 1,50 6 | 015064 | F3510T | 015240 | TI15 2,10
A
Iy
\ 4
+‘ D ‘«
Cylindrical Shank Product Dimensions (mm) Spares
Screw
- No. of | ;
+‘ d; ‘¢ EDP Item Description D LH M dy apMaX | roath EDP &\ﬂ EDP Tlgf;\t‘ﬁ_ll'llng
T 7792VXD09 Modular Head
H 030613 | 7792VXD09SA02522R35 25 35 M12 | 1250 | 150 2 |o015269 | F3508T | 015240 | TI15 2,10
030614 | 7792VXD09SA032Z3R43 3R 43 M16 | 17,00 | 1,50 3 | 015064 | F3510T | 015240 | TI15 2,10

FD—»

Shell Mill Fixation

| ™M
7792VXD09 Technical Information (mm) = 1
dy Product _ Dimensions @
—» - Ramping ap max "
2 - Facing Angle Helical Hole X e Max ax !
EDP Item Description . i : .
T P Pitch | ao [ go | min.-max. HL?:]'S;L/ Plunging | RPM itorpoation P99
029461 | 7792VXD09WA02572R 11,75 [ 280630 34 | 48 | 1,00 6,00 | 48500
L 029462 | 7792VXD09WA032Z3R 18,75 | 150 [5.00 | 48 | 62 | 1,00 6,00 | 40500 Flat
031191 [7792VXD09CA025Z2R50 | 11,75 [2.80 [6.30 | 34 [ 48 | 1,00 [ 6,00 | 48500
031192 |7792VXD09CA032Z3R70 | 18,75 | 150 [500 | 48 | 62 | 1,00 | 6,00 | 40500
029463 | 7792VXD09-A040Z3R 26,75 (080270 64 | 78 | 100 6,00 | 34500 IFEBITE) (ATl
}k D%\ 029464 | 7792VXD09-A040Z4R 2675 | 080270 64 | 78 | 1,00 600 | 34500 | oo
030434 | 7792VXD09-A040Z5R 26,75 | 080270 64 | 78 | 1,00 6,00 | 34500 | otside cotting edge only.
Modular Head 030435 | 7792VXD09-A050Z5R 36,75 | 071231 84 | 98 | 1,00 6,00 | 30000 Ramp angle B uses
030436 | 7792VXD09-A050Z6R 36,75 |071]231] 84 | 98 | 1,00 6,00 | 29500 two Cutting edges
030613 |7792VXD09SA025Z2R35 | 11,75 [2.80[6.30 [ 34 [ 48 [ 1,00 | 6,00 [ 48500 gonn;ig;;;gg;;;
030614 |7792VXD09SA032Z3R43 | 18,75 | 1.50 [5.00 | 48 | 62 | 100 | 6,00 [ 40500

A = max ramp angle utilising full

Va
P
A face contact

B = max ramp angle utilising full
Depth of Cut (ap) contact + internal corner radius

ABB KZKENNAMETN: www.kennametal.com
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KZ @ 7792VXD09
KENNAMETAL Milling Inserts & Recommended Feeds
Ay
<, STELLRAM
e s

(7]

XDLWO09-D XDLT09-D41 XDLT09-D721 XDLTO09-D411 E

8

P

Product Application & Material Dimensions (mm) o3

Facing ‘ Slotting ‘ Plunging é

EDP Item Description Grade Depth of Cut (mm) d(IC) | s r hm min E

ap max. 1,50 ap max. 1,50 ae max. 6,00 P
020487 | XDLWO9040BSRD | X400 e e 000 |92 952 476 080 | 010
020485 | XDLWO9040BSRD | X500 952 | 952 | 476 | 080 | 0,10
020486 | XDLWO90408SRD | SC3025 O ¢ ¢ 952 | 952 | 476 | 080 | 0,10
029685 | XDLTO90408ER-DAL | X500 ¢ ¢ O |o52 952|476 080 005
031535 | XDLTOJ40BER-DAL  |SPE519| @@ ®m | @ em | ®o @m |95 |95 | 476|080 | 005
033067 | XDLTO9408ER-DAL  |SC6525| ~ mmm mem mem o [952 | 952 | 476 | 080 | 005
029637 ‘XDLT090408ER-D721 ‘GHZ | ¢ ‘ & ‘ ¢ | 9,52 ‘ 9,52 ‘ 476 ‘ 0,80 ‘ 0,04
030853 | XDLTO90412ER-DALL | X500 ¢ ¢ O |os2|952 476|120 005
030854 | XDLTO90412ER-DALL  |SPE519| @@ ®m | @ em | ®o @m |95 |95 | 476|120 | 005

Machining Choice: Q 1 Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

XDLW090408SR-D X500 should be used for Alloyed Steel and Stainless Steel with heavy scale.

XDLT090412ER-D411 is a more positive geometry than the -D-41 with a larger radius which increases performance during
smaller radial engagements or where chipping may occur when using the -D-41 geometry.

XDLT090412ER-D411 uses less power than the -D-41 geometry.

7792VXD09 Feeds f, (mm/tooth)

@ T
= % 5%
gl o | 28 | £3 | 38
g 8 g = g 8
8 & 8 @ =]
[C] o nx
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.
SR-D | X400 | Facing |030-2,00]030-190 - - - - - - - - - - - 0,30-1,00 | 0,30-1,00
SR-D | X400 | Slotting [030-150 [ 030-145 - - - - - - - - - - - 0,30-0,60 | 0,30-0,80
SR-D | X400 | Plunging |0,10-0,25]010-0,23 - - - - - - - - - - - 010-0,12 [ 0,10-0,12
SR-D X500 Facing - 0,30-1,90 | 0,30-1,20 | 0,30-1,00
SR-D X500 Slotting - 0,30-1,40 | 0,30-0,90 | 0,30-0,80
SR-D X500 Plunging - 0,10-0,22 | 0,10-0,20 | 0,10- 0,15
SR-D | SC3025 Facing - - - - 0,30-2,00 | 0,30-1,80 | 0,30-1,50
SR-D | SC3025 | Slotting - - - - 0,30-1,70 [ 0,30-1,50 | 0,30-1,30
SR-D | SC3025 | Plunging - - - - 0,10-0,25 | 0,10-0,22 | 0,10 - 0,20
ER-D41 | X500 Facing - - 0,20-1,00 | 0,20-0,80 - - - - - 0,20-0,60 | 0,20-0,60 | 0,20-0,60 | 0,20 - 0,80
ER-D41 | X500 Slotting - - 0,20-0,80 | 0,15-0,70 - - - - - 0,10-0,50 | 0,10-0,50 | 0,10-0,50 | 0,10-0,70
ER-D41 | X500 Plunging - - 0,10-0,16 | 0,08-0,12 - - - - - 0,05-0,08 | 0,05-0,08 | 0,05-0,08 | 0,05-0,10
ER-D41 | SP6519 Facing [ 0,30-1,50 [ 0,30-1,30 | 0,20-1,00 | 0,20-0,60 | 0,30-1,50 | 0,30 - 1,30 - - - 0,20-0,60 | 0,20-0,60 | 0,20-0,60 | 0,20-0,80
ER-D41 | SP6519 Slotting | 0,30-1,30 [ 0,30-1,00 | 0,20-0,80 | 0,15-0,50 | 0,30-1,30 | 0,30 -1,00 - - - 0,10-0,50 | 0,20-0,50 | 0,20-0,50 | 0,10-0,70
ER-D41 | SP6519 | Plunging |0,10-0,20 | 0,20-0,16 | 0,20-0,16 | 0,05-0,08 | 0,20-0,20 | 0,10-0,16 - - - 0,05-0,08 | 0,05-0,08 | 0,05-0,08 | 0,05-0,10
ER-D41 | SC6525 Facing [ 0,30-1,45 [ 0,30-1,30 - - 0,30-1,50 [0,30-1,30
ER-D41 | SC6525 Slotting ] 0,30-1,25 | 0,30 - 1,00 - - 0,30-1,30 | 0,30-1,00
ER-D41 | SC6525 | Plunging |0,10-0,18 | 0,10-0,16 - - 0,10-0,20 [ 0,10-0,16
ER-D721| GH2 Facing - - - - - - - 0,30-1,50 {0,30-1,30
ER-D721| GH2 Slotting - - - - - - - 0,30-1,30 | 0,30 - 1,00
ER-D721| GH2 Plunging - - - - - - - 0,10-0,20 | 0,10-0,16
ER-D411 | X500 Facing - - 0,20-1,00 | 0,20-0,80 - - - - - 0,20-0,60 | 0,20-0,60 | 0,20-0,60 | 0,20 -0,80
ER-D411 | X500 Slotting - - 0,20-0,80 | 0,15-0,70 - - - - - 0,10-0,50 | 0,20-0,50 | 0,10-0,50 | 0,10-0,70
ER-D411| X500 Plunging - - 0,10-0,16 | 0,08-0,12 - - - - - 0,05-0,08 | 0,05-0,08 | 0,05-0,08 | 0,05-0,10
ER-D411 | SP6519 Facing 0,30-1,50 ] 0,30-1,30 | 0,20-1,00 | 0,20-0,60 | 0,30-1,50 | 0,30 - 1,30 - - - 0,20-0,60 | 0,20-0,60 | 0,20-0,60 | 0,20 - 0,80
ER-D411 | SP6519 | Slotting | 0,30-1,30 | 0,30-1,00 | 0,20-0,80 | 0,15-0,50 | 0,30-1,30 | 0,30 - 1,00 - - - 0,10-0,50 | 0,20-0,50 | 0,10-0,50 | 0,10-0,70
ER-D411 | SP6519 | Plunging | 0,10-0,20 | 0,10-0,16 | 0,10-0,16 | 0,05-0,08 | 0,10-0,20 | 0,10- 0,16 - - - 0,05-0,08 | 0,05-0,08 | 0,05-0,08 | 0,05-0,10

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A72.

www.kennametal.com KZKENNAMETAt A67
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7792VXD12

High Feed Milling Cutter

4" dl ‘47

-

Yy
—| D |+

Cylindrical Shank

—»‘ dl ‘47

e D>

Shell Mill Fixation

M

«~ o

Modular Head

Y.
A’

Depth of Cut (ap)

AG8

‘\‘QSTELLRAM” S B Ay = =
eS¢ &) i) &) 5
\ J J \ <&
Product Dimensions (mm) Spares
Screw
EDP Item Description D LH I dy | apmax ’.}'.gét%f EDP M EDP Tightening
Nm
7792VXD12 Cylindrical Shank
031195 |7792VXD12CA03222R70 | 32 [ 250 | 70 | 32 [ 250 | 2 [o015262 | D4010T [015240 | T15 | 3,10
7792V XD12 Shell Mill Fixation - Coarse, Medium and Fine Pitch
029467 | 7792VXD12-A052Z3R 52 40 - 22 | 250 3 |015263 | D4012T | 015240 | T15 3,10
029468 | 7792VXD12-A052Z4R 52 40 - 2 | 250 4 |015263 | D4012T | 015240 | T15 3,10
030489 | 7792vVXD12-A052Z5R 52 40 - 2 | 250 5 |015262 | D4010T | 015240 | T15 3,10
029469 | 7792VXD12-A063Z4R 63 40 - 2 | 250 4 | 015263 | D4012T | 015240 | T15 3,10
029470 | 7792VXD12-A063Z5R 63 40 - 2 [ 250 5 | 015263 | D4012T 015240 | T15 3,10
031650 | 7792VXD12-A066Z4R 66 45 - 27| 250 4 | 015263 | D4012T | 015240 | T15 3,10
031651 | 7792VXD12-A066Z5R 66 45 - 27 | 250 5 |015263 | D4012T | 015240 | T15 3,10
029471 | 7792VXD12-A080Z5R 80 50 - 27 | 250 5 | 015263 | D4012T 015240 | T15 3,10
030490 | 7792vVXD12-A080Z8R 80 50 - 27 | 250 8 | 015263 | D4012T | 015240 | T15 3,10
030443 | 7792VXD12-A100Z6R 100 | 50 - 32 | 250 6 | 015263 | D4012T 015240 | T15 3,10
030444 | 7792VXD12-A100Z9R 100 | 50 - 2 | 250 9 |015263 | D4012T | 015240 | T15 3,10
030445 | 7792VXD12-A12578R 125 63 - 40 | 250 8 |015263 | D4012T | 015240 | T15 3,10
030446 | 7792VXD12-A125Z11R 125 63 - 40 | 250 11 | 015263 | D4012T | 015240 | T15 3,10
033216 | 7792VXD12-160Z07R 160 63 40 | 250 7 015263 | D4012T | 015240 | T15 3,10
Product Dimensions (mm) Spares
Screw
o No. of .; N N
EDP Item Description D LH M dp apmax | poan EDP M EDP Tlgf’l\}ﬁ?mg
7792VXD12 Modular Head
030994 [7792VXD12SA032z2R43 | 32 | 43 | m16 | 1700 | 250 | 2 [o15262] D4010T [015240] T15 | 310

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.

7792VXD12 Technical Information (mm)

mens S [k
Product Dimensions o

Facin Rampling i 8pMaxX | aomax | Max \) \)

EDP Item Description Pitchg ? npe . '.-‘“ei:f?ln:'g)lf Helical / Plﬁnging RPM Helical Plunging
A B Linear Interpolation
031195 |7792VXD12CA032Z2R70 | 10,60 | 180 [260] 42 | 62 [ 180 9,00 [ 31500
029467 | 7792VXD12-A052Z3R 3360 [080[270| 82 | 102 | 1,80 9,00 [ 22000 Flat
029468 | 7792VXD12-A052Z4R 3360 [080[270| 82 | 102 | 1,80 9,00 | 22000
030489 | 7792VXD12-A052Z5R 3360 [ 080270 82 | 102 | 1,80 9,00 | 22000
029469 | 7792VXD12-A063Z4R 44,60 | 0.60 | 1.80 | 104 | 124 | 1,80 9,00 | 19500 e
029470 | 7792VXD12-A063Z5R 44,60 |0.60 | 1.80 | 104 | 124 | 1,80 9,00 | 19500
031650 |7792VXD12-A066Z4R 47,60 | 045|180 | 110 | 130 | 1,80 9,00 | 19000 |
amp angle A uses one

031651 |7792VXD12-A066Z5R 47,60 |0.45|1.80 | 110 | 130 | 1,80 9,00 | 19000 | outside cutting edge only.
029471 | 7792VXD12-A080Z5R 61,60 | 045]090| 138 | 158 | 1,80 9,00 | 17000
030490 | 7792VXD12-A080Z8R 61,60 [045[000| 138 | 158 | 1,80 | 9,00 | 17000 e
030443 | 7792VXD12-A100Z6R 81,60 [032]145| 178 | 198 | 1,80 9,00 | 15000 (one outside and
030444 |7792VXD12-A100Z9R 81,60 |032|145] 178 | 198 | 180 9,00 | 15000 e (ST @)
030445 | 7792VXD12-A125Z8R 106,60 | 0.24 [ 1.06 | 228 | 248 [ 1,80 9,00 | 13000 A B
030446 | 7792VXD12-A125Z11R 106,60 | 0.24 | 1.06 | 228 | 248 [ 1,80 9,00 | 13000 B/
033216 | 7792VXD12-160Z07R 141,60 | 020 [0.86 | 298 | 318 [ 1,80 900 [ 11500 | @ T ———p
030994 [7792VXD12SA03272R43 | 10,60 [180 [260 ] 42 | 62 | 180 | 900 [ 31500 | A = max ramp ange utiizing full

face contact

B = max ramp angle utilizing full
contact + internal corner radius

KZKENNAMETAI:

www.kennametal.com
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KZ @ 7792VXD12
KENNAMETAL Milling Inserts & Recommended Feeds

‘\‘z‘v STELLRAM

(@)

(7]

XDLW12-D XDLT12-D41 XDLT12-D721 XDLT12-D411 E

8

£

Product Application & Material Dimensions (mm) [

[7/]

Facing ‘ Slotting ‘ Plunging E

EDP Item Description Grade Depth of Cut (mm) d(IC) | s r hm min -

ap max. 2,50 ap max. 2,00 ae max. 9,00 o
029490 | XDLW120508SR-D | X400 (1Y) (1) ¢00  |1270|1270] 556 | 080 | 010
029488 | XDLW120508SR-D X500 12,70 12,70 | 556 | 0,80 | 0,10
020489 | XDLW120508SRD | SC3025 ¢ ¢ ¢ 12,70 12,70 | 556 | 0,80 | 0,10
029682 | XDLT120508ER-D41 | X500 ¢ ¢ ¢ 12,70 12,70 | 556 | 0,80 | 005
031534 | XDLTI20508ER-D4L  |SPG519| ®e em | ®o em | eo em [1270|12,70| 556 | 080 | 0,05
033068 | XDLT120508ER-D41  |SC6525 mum (LT mnm 12,70 12,70 | 556 | 0,80 | 005
029638 ‘XDLT120508ER-D721 ‘GHZ | ¢ ‘ ¢ ‘ & |12,7o ‘ 12,70‘ 5,56 ‘ 080 ‘ 0,04
030783 | XDLT120512ER-D411 | X500 ¢ ¢ ¢ 12,70 12,70 | 556 | 1,20 | 005
030792 | XDLTI20512ERD4LL  |SPE519| ®e em | ®o em | eo em |[1270(1270| 556 | 120 | 0,05

Machining Choice: ‘ 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

XDLW120508SR-D X500 should be used for Alloyed Steel and Stainless Steel with heavy scale.

XDLT120512ER-D411 is a more positive geometry than the -D41 with a larger radius which increases performance during
smaller radial engagements or where chipping may occur when using the -D41 geometry.

XDLT120512ER-D411 uses less power than the -D41 geometry.

7792VXD12 Feeds f; (mm/tooth)

=
5 2 5%
£ | s £ & | =8 | 38
£ ] = 5 8
s | S z = » S5
[C] o [233
Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
SR-D X400 Facing [ 030-2,70 | 0,30-2,50 - - - - - - - - - - - 0,30-1,20 [ 0,30-1,50
SR-D X400 Slotting 0,30-2,50 | 0,30-2,40 - - - - - - - - - - - 0,30-0,80 | 0,30-1,00
SR-D X400 Plunging | 0,10-0,30 | 0,10- 0,25 - - - - - - - - - - - 0,10-0,13 | 0,10-0,15
SR-D X500 Facing - 0,30-2,50 | 0,20-1,70 | 0,20-1,20
SR-D X500 Slotting - 0,30-2,40 | 0,20-1,50 | 0,20 - 1,00
SR-D X500 Plunging - 0,10-0,24 | 0,10-0,25 | 0,10-0,18
SR-D | SC3025 | Facing - - - - 0,30-3,00 | 0,30-2,80 | 0,30 -2,50
SR-D | SC3025 | Slotting - - - - 0,30-2,50 | 0,30-2,30 | 0,30-2,10
SR-D | SC3025 | Plunging - - - - 0,10-0,30 | 0,10-0,28 | 0,10- 0,25
ER-D41 | X500 Facing - - 0,20- 1,40 | 0,20-0,90 - - - - - 0,20-0,850,20-0,85 | 0,20-0,85 | 0,20-1,00
ER-D41 | X500 Slotting - - 0,20-1,10 | 0,20-0,80 - - - - - 0,10-0,70 | 0,20-0,70 | 0,10-0,70 | 0,10 - 0,80
ER-D41 | X500 Plunging - - 0,10-0,20 | 0,08-0,14 - - - - - 0,05-0,10 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12
ER-D41 | SP6519 | Facing | 0,30-2,50 | 0,30-2,00 | 0,20 -1,20 | 0,20-0,75 | 0,30 - 2,50 | 0,30 - 2,30 - - - 0,20-0,850,20-0,85 | 0,20-0,85 | 0,20-1,00
ER-D41 | SP6519 Slotting 0,30-2,00 | 0,30-1,60 | 0,20-1,00 | 0,15-0,60 | 0,30-2,00 | 0,30-1,80 - - - 0,10-0,70 | 0,20-0,70 | 0,10-0,70 | 0,10 - 0,80
ER-D41 | SP6519 | Plunging | 0,10-0,22 | 0,10-0,18 | 0,10-0,18 | 0,05-0,10 | 0,10-0,22 | 0,10-0,18 - - - 0,05-0,10 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12
ER-D41 | SC6525 | Facing | 0,30 -2,40 | 0,30 - 2,00 - - 0,30-2,50 | 0,30-2,30
ER-D41 | SC6525 | Slotting 0,30-1,90 | 0,30-1,60 - - 0,30-2,00 | 0,30-1,80
ER-D41 | SC6525 | Plunging | 0,10-0,20 | 0,10-0,18 - - 0,10-0,22 | 0,10-0,18
ER-D721| GH2 Facing - - - - - - - 0,30-1,50 | 0,30-1,50
ER-D721| GH2 Slotting - - - - - - - 0,30-1,50 | 0,30 - 1,50
ER-D721| GH2 Plunging - - - - - - - 0,10-0,40 | 0,10- 0,40
ER-D411| X500 Facing - - 0,20-1,40 | 0,20-0,90 - - - - - 0,20-0,85 | 0,20-0,85 | 0,20-0,85 | 0,20 - 1,00
ER-D411| X500 Slotting - - 0,20-1,10 | 0,20- 0,80 - - - - - 0,10-0,70 | 0,10-0,70 | 0,10-0,70 | 0,10-0,80
ER-D411| X500 Plunging - - 0,10-0,20 | 0,08 -0,14 - - - - - 0,05-0,10 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12
ER-D411 | SP6519 Facing 0,30-2,50 | 0,30-2,30 | 0,20-1,20 | 0,20-0,75 | 0,30-2,50 | 0,30 -2,30 - - - 0,20-0,85 | 0,20-0,85 | 0,20-0,85 | 0,20 - 1,00
ER-D411 | SP6519 | Slotting | 0,30-2,00 | 0,30-1,80 | 0,20-1,00 | 0,15-0,60 | 0,30-2,00 | 0,30 - 1,80 - - - 0,10-0,70 | 0,10-0,70 | 0,10-0,70 | 0,10-0,80
ER-D411 | SP6519 | Plunging | 0,10-0,22 | 0,10-0,18 | 0,10-0,18 | 0,05-0,10 | 0,20-0,22 | 0,10-0,18 - - - 0,05-0,10 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A72.

www.kennametal.com KZKENNAMETAt AG9



End Mills & Face Mills

3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

7792VXE16
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Depth of Cut (ap)
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‘ I ‘ \) \) QQ)I @ @ @ %
Product Dimensions (mm) Spares
No. of Screw
EDP Item Description D LH I1 dp | apmax Teeth EDP | il EDP Tightening
Nm
7792VXE16 Cylindrcal Shank
034851 | 7792VXE16CA040Z2R102 40 172 102 40 3,50 2 031225 | DP5013T | 030819 | TP20 6,10
034852 | 7792VXE16CA050Z3R102 50 172 102 40 3,50 3 031225 | DP5013T | 030819 | TP20 6,10
7792VXE16 Shell Mill Fixation
031277 | 7792VXE16-A063Z5R 63 40 22 3,50 5 031225 | DP5013T | 030819 | TP20 6,10
031278 | 7792VXE16-A080Z6R 80 50 27 3,50 6 031225 | DP5013T | 030819 | TP20 6,10
031279 | 7792VXE16-A100Z8R 100 50 32 3,50 8 031225 | DP5013T | 030819 | TP20 6,10
031280 | 7792VXE16-A125Z10R 125 63 40 3,50 10 | 031225 | DP5013T | 030819 | TP20 6,10
031281 | 7792VXE16-160Z12 160 63 40 3,50 12 031225 | DP5013T | 030819 | TP20 6,10
7792VXE16 Technical Information (mm) = FH
Product Dimensions @
Ramping ap max
- Facing Angle Helical Hole X aemax | Max Helical Plunging
EDP Item Description Pitch A° Be min. - max. H‘?"Ca' / Plunging | RPM Interpolation
Linear
034851 |7792VXE16CA040Z2R102 | 16.10 | 2.55 | 3.35 | 50 | 78 2.50 13.00 | 33000 -
034852 | 7792VXE16CA050Z3R102 2583 | 136|285 ] 70 98 2.50 13.00 | 27500
031277 | 7792VXE16-A063Z5R 3745 1086 |1.00] 9 | 124 2.50 13,00 | 22000
031278 | 7792VXE16-A080Z6R 54,45 | 058 | 0.65 | 130 | 158 2.50 13,00 | 19000 . .
031279 | 7792VXE16-A100Z8R 74,45 [ 042 | 051 | 170 | 198 | 250 13,00 | 16500 eI (P
031280 | 7792VXE16-A125Z10R 9945 032 ]0.37 | 220 | 248 2.50 13,00 | 14500 R T A\ VS G
031281 | 7792VXE16-160Z212 134,50 | 0.23 | 0.27 | 290 | 318 2.50 13,00 | 12500 outsiﬂe cﬂmng edge only.

‘ZKENNAMETAE

Ramp angle B uses
two cutting edges
(one outside and
one inside edge).

i

A = max ramp angle utilising full
face contact

B = max ramp angle utilising full
contact + internal corner radius

www.kennametal.com
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KZ @ 7792VXE16
KENNAMETAL Milling Inserts & Recommended Feeds

2\3‘7 STELLRAM
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XELW16-D XELT16-D41 E

8

£

Product Application & Material Dimensions (mm) [

[7/]

Facing ‘ Slotting ‘ Plunging E

EDP Item Description Grade Depth of Cut (mm) d(cy| | S r | hmmin =

ap max. 3,50 ap max. 3,00 ae max.13,00 I.E
031291 | XELW160512SR-D X400 (1) (1) 006 |1680 1680 556 | 120 | 012
031292 | XELW160512SR-D SC3025 ‘ ‘ ‘ 16,80 | 16,80 | 5,56 | 1,20 | 0,12
031293 | XELT160512ER-D41 X500 ‘ ‘ ‘ 16,80 | 16,80 | 5,56 | 1,20 | 0,12
031294 | XELT160512ER-D41 SP6519 | @ on [ ] om [ ] em [16,80|16,80| 556 | 1,20 | 0,12
033069 | XELT160512ER-D41 SC6525 L ] ] [ ] | mEn 16,80 | 16,80 | 5,56 | 1,20 | 0,12

Machining Choice: Q 1%t Choice M 2" Choice @ 3" Choice | Material Guide Key descriptions found on page A5.

7792VXE16 Feeds f; (mm/tooth)

=
- 8 5%
£ B3 8 =0 [=K7} =
5] S <) @ =5
(O] o [233
Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
SR-D X400 Facing [ 0,30-2,00 | 0,30-1,80 - - - - - - - - - - - 0,30-0,80 | 0,30-1,00
SR-D X400 Slotting | 0,30-1,70 | 0,30 - 1,50 - - - - - - - - - - - 0,30- 0,50 | 0,30 - 0,60
SR-D X400 Plunging | 0,10-0,27 | 0,10-0,22 - - - - - - - - - - - 0,10-0,10 [ 0,10-0,12
SR-D | SC3025 | Facing - - - - 0,30-2,00 [ 0,30-1,80 | 0,30-1,50
SR-D | SC3025 | Slotting - - - - 0,30-1,50 [ 0,30-1,30 | 0,30-1,20
SR-D | SC3025 | Plunging - - - - 0,10-0,20  0,10-0,18 | 0,10-0,15
ER-D41 | X500 Facing - - 0,20-1,00 | 0,20-0,60 - - - - - 0,20-0,60 | 0,20-0,60 | 0,20-0,60 | 0,20-0,80
ER-D41 | X500 Slotting - - 0,20- 0,80 | 0,20- 0,50 - - - - - 0,10-0,40 | 0,10-0,40 | 0,10-0,40 | 0,10-0,50
ER-D41 | X500 Plunging - - 0,12-0,16 | 0,07-0,13 - - - - - 0,05-0,10 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12
ER-D41 | SP6519 | Facing | 0,30-1,50 | 0,30-1,30 | 0,20 -1,00 | 0,20-0,50 | 0,30-1,50 | 0,30 - 1,20 - - - 0,20-0,60 | 0,20-0,60 | 0,20-0,60 | 0,20-0,80
ER-D41 | SP6519 | Slotting | 0,30-1,30 | 0,30 -1,20 | 0,20 -0,80 | 0,20-0,45 | 0,30-1,20 | 0,30 - 1,10 - - - 0,10-0,40 | 0,10-0,40 | 0,10-0,40 | 0,10-0,50
ER-D41 | SP6519 | Plunging | 0,10-0,23 | 0,10-0,20 | 0,12-0,16 | 0,07-0,12 | 0,10-0,20 | 0,10- 0,16 - - - 0,05-0,10 | 0,05-0,10 | 0,05-0,10 | 0,05-0,12
ER-D41 | SC6525 | Facing | 0,30-1,40 | 0,30 -1,20 - - 0,30-1,50 | 0,30-1,20
ER-D41 | SC6525 | Slotting | 0,30-1,20 | 0,30 - 1,10 - - 0,30-1,20 | 0,30-1,10
ER-D41 | SC6525 | Plunging | 0,10-0,20 | 0,10-0,18 - - 0,10-0,20 [ 0,10-0,16

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A72.
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- ___________________________________________________________________

7792VX
Recommended Speeds

) @
WM STELLRAM
ﬂ/b‘

Speed V¢ (m/min)

Wear Resistance

7792VX Series - +
Speed min. - max.
Coolant Recommendation PVD cVD PVD Uncoated cVD cVD
Recommended @ Possible ® X Grade X Grade Standard Micrograin Standard Standard
ISO | Materials Hi%f]ggs O @ o |H @ X0 O @ e o @ o2 |O @ o () @) scaozs
600 N/i
2180 HBN 120 - 260 130- 295 140 - 370
[OAK J [OAK J ® e
950 N/mm?
8o LbN 105 - 230 115 - 260 120- 325
700-950 N/mm?
200280 HBN 95- 200 100- 210 100 - 230 105 - 290
Alloyed 950-1200 N/mm? © e © e © e © e
Stool 250.355 HBN 70- 150 75- 160 75-175 80 - 210
1200-1400 N/mmZ
ey ®| 5-% ® | 50-100 ®| 50-110 ® | 50-140
Austenitic + Ferritic
Stness 200 soros 115 - 250 115-270
Steel Martensitic © e © e
e 100-220 105-235
PHstainless | R ° 50-110 | @ 50- 120
G
o 140 - 295 145 - 390 150- 395
Spheroidal-Ductil
M ® | @] 110-240 ® | 115-305 | |@]120-3%
Malleabl
TS - NP 100 - 220 105- 275
e 305- 2130 400- 2745
p— o o
B 245- 1760 295-2135
Iron Based 23-48 23-55
Cobalt Based 21-44 22-48
[ ) [ ]
Nickel Based 24 -51 25-55
Titanium Based 35-73 36-79
Hard Steel
>1400 N/mm?2 45-95
>415 HBN
Chilled Cast Iron ®
>1400 N/mm? 35-80
> 400 HBN
A72 KZKENNAMETAL www.kennametal.com
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KZ : 7792VX
KENNAMETAL Technical Information

ﬁggSTELLRAM@

n
Plunging The scallop height is l I I =
Tool ; calculated in relation | S
r'4 pealopllioioht to the step over. @ i
o3
The maximum radial engagement is directly E
Stepover in relation to insert cutting edge length. S
/ i i For insert type: XP...06 the ag, max is 3mm.
Workpi
Insert oripiece For insert type: XD...09 the ag, max is 6mm.

The cutting edge should not be in contact with

the material face after machining to maintain
» the cutting edge quality. For insert type: XE...16 the ae, max is 13mm.

ae (Maximum)

For insert type: XD...12 the ae, max is 9mm.

Plunging Information (mm) tool definition-scallop height and step over

Tool definition (mm)
7792V XP06 7792V XD09 7792VXD12 7792VXE16
Diameter 16 20 25 32 25 32 40 50 32 52 63 66 80 100 | 125 | 160 63 80 100 | 125 | 160
Insert size 6 6 6 6 9 9 9 9 12 12 12 12 12 12 12 12 16 16 16 16 16
ae Max 3 3 3 3 6 6 6 6 9 9 9 9 9 9 9 9 13 13 13 13 13
Scallop height Step over (mm)
0,25 397 | 444 | 497 | 563 | 497 | 563 | 630 | 705 | 563 | 719 | 792 | 811 | 893 | 9,99 | 11,17 | 1264 | 7,92 | 893 | 999 | 11,17 | 12,64
0,50 557 | 624 | 700 | 794 | 7,00 | 794 | 889 | 995 | 794 | 10,15 | 11,18 | 11,44 | 12,61 | 1411 | 15,78 | 17,86 | 11,18 | 12,61 | 14,11 | 15,78 | 17,86
0,75 6,76 | 7,60 | 853 | 9,68 | 853 | 9,68 | 10,85 | 12,16 | 9,68 | 12,40 | 13,67 | 13,99 | 1542 | 17,26 | 19,31 | 21,86 | 13,67 | 1542 | 17,26 | 19,31 | 21,86
1,00 7,75 | 872 | 980 | 11,14 ) 9,80 | 11,14 | 1249 | 14,00 | 11,14 | 14,28 | 15,75 | 16,12 | 17,78 | 19,90 | 22,27 | 25,22 | 15,75 | 17,78 | 19,90 | 22,27 | 25,22
2,00 10,58 | 12,00 | 13,56 | 1549 | 13,56 | 1549 | 17,44 | 19,60 | 1549 | 20,00 | 22,09 | 22,63 | 24,98 | 28,00 | 31,37 | 35,55 | 22,09 | 24,98 | 28,00 | 31,37 | 35,55
3,00 12,49 | 14,28 | 16,25 | 18,65 | 16,25 | 18,65 | 21,07 | 23,75 | 18,65 | 24,25 | 26,83 | 27,49 | 30,40 | 34,12 | 38,26 | 43,41 | 26,83 | 30,40 | 34,12 | 38,26 | 4341
4,00 18,33 | 21,17 | 24,00 | 27,13 | 21,17 | 27,71 | 30,72 | 31,50 | 34,87 | 39,19 | 44,00 | 49,96 | 30,72 | 34,87 | 39,19 | 44,00 | 49,96
5,00 20,00 | 23,24 | 26,46 | 30,00 | 23,24 | 30,66 | 34,06 | 34,93 | 38,73 | 43,59 | 48,99 | 55,68 | 34,06 | 38,73 | 43,59 | 48,99 | 55,68
6,00 21,35 | 24,98 | 28,57 | 32,49 | 24,98 | 33,23 | 36,99 | 37,95 | 42,14 | 47,50 | 53,44 | 60,79 | 36,99 | 42,14 | 47,50 | 53,44 | 60,79
7,00 26,46 | 35,50 | 39,60 | 40,64 | 45,21 | 51,03 | 57,48 | 65,45 | 39,60 | 45,21 | 51,03 | 57,48 | 65,45
8,00 27,71 | 37,52 | 41,95 | 43,08 | 48,00 | 54,26 | 61,19 | 69,74 | 41,95 | 48,00 | 54,26 | 61,19 | 69,74
9,00 28,77 | 39,34 | 44,09 | 4530 | 50,56 | 57,24 | 64,62 | 73,73 | 44,09 | 50,56 | 57,24 | 64,62 | 73,73
10,00 46,04 | 52,92 | 60,00 | 67,82 | 77,46
11,00 47,83 | 5510 | 62,58 | 70,82 | 80,97
12,00 49,48 | 57,13 | 64,99 | 73,65 | 84,29
13,00 50,99 | 59,03 | 67,26 | 76,32 | 87,43
Max. flat surface (mm) Helical interpolation capacity for 7792VX (mm)
Insert size Cutter dia. Pitch Insert Size Cutter dia. Hole min. Hole max.
16 7,60 16 22 30
20 30 38
06 §§ iégg 06 25 40 48
32 23,60 & 32 54 62
25 11,75 25 34 48
32 18.75 32 48 62
09 40 26:75 — 09 40 64 78
50 36,75 _ _ 50 84 98
2 1060 Helical Interpolation 2 2 62
52 33,60 52 82 102
63 44,60 63 104 124
6 47,60 (At 66 110 130
12 80 6160 12 80 138 158
100 81,60 100 178 198
125 228 248
ﬁg ii?gg Facing Pitch 160 208 318
63 37,45 63 96 124
80 54,45 80 130 158
16 100 74,45 16 100 170 198
125 99,45 125 220 248
160 134,50 160 290 318
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Technical Information KZKENNAMETAE

End Mills & Face Mills

ﬂ‘\gg STELLRAM
i adyantagg§ el f"?‘ce il "fmd, 7792VX Round Insert Tools
producing cavities with Stellram’s high
feed face mill are numerous. » Cutting forces » Tangential
predominantly forces act
The unique design of the insert, approach axial around the b .
angle and the cutter body ensure the - Relationship radius
cutting forces are predominantly directed between cutting « Leads to vibration
in the axial direction. The example shown edge and work piece and damage of
with a round insert tool shows complex is at its most stable. the cutting edge
forces which result in high levels of « Results in high feed « Leads to reduced
vibration and damage to the cutting edge. rates and consistent feed and lower productivity
tool life.
The 7792VX machines with a
constant volume of chip throughout all 7792VX Centre clearance Side wall
aspects of producing cavities and . Constant cutting
produces a side wall that is close to section (chip volume)
profile. irrespective of
position in cavity.
Round insert tools have increasing chip « Producing a close
volume through the process. to profile side wall.

Round insert
« Near-square side walls

possible. « Greater surface contact.

« Increased chip section for side
wall machining.

« Vibration in corners.

« Undulating side wall cusps.
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KZ : 7792VX
KENNAMETAL Technical Information

‘\’QSTELLRAM”

]
=
[+
3
CNC Program - Corner Radius Definition - L
g Programming Data (mm) o3
The use of common CAD / CAM systems requires a Insert size (mm) | Radius R L %’
round insert dimension to be known for cavity machining. 06 0,80 1,37 0,40 E
This is available with 7792VX cutters as shown to the 0,80 2,01 0,73 5
right and in the reference table. ® 1,20 227 0,67
" 0,80 2,50 1,02
- o % L 120 273 0,97
For finish pass applications: I 120 218 146

Wiper Facet for finishing use max. feed 0,80mm/Revolution

Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f) h,, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Depth of cut

p
f=h x A/ ;i f, = Feed per tooth hy = f, X %

p d = Insert diameter 46mm d
Theoretical Diameter for all high feed insert sizes = 45mm

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f,) h,, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Radial engagement

f,=hy x A/ : f, = Feed per tooth hy =1, x ae

© d = Cutter diameter d
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Cylindrical Shank Extensions for Modular Heads KZ
Anti-Vibration Tungsten Alloy with Through Coolant KENNAMETAL
‘\‘QSTELLRAM”
@
=
8
$ —>| Dz = Product Dimensions (mm)
o3
= EDP Item Description L L1 Dy D D1 M
=
= 030624_| N-13-MB-CA16-090 W | % | 16 | 138 | 850 | ™8
5 S 030625 | M-13-M8-CAL6-110 10 | 60 | 16 | 13 | 850 | M8
030626 | M-13-M8-CA16-130 130 | 80 | 16 | 13 | 850 | M8
L 030627 | M-13-M8-CAL6-170 170 | 120 | 16 | 13 | 850 | Ms
030628 | N-18-M10-CA20-110 10 | 60 | 20 | 18 | 1050 | M0
Ly 030629 | M-18-M10-CA20-130 130 | 80 | 20 | 18 | 1050 | M10
030630 | M-18-M10-CA20-170 170 | 120 | 20 | 18 | 1050 | M10
030631 | M-18-M10-CA20-190 190 | 140 | 20 | 18 | 1050 | M10
030632 | M-21-M12-CA25-131 B | 75 | 25 [ 21 | 1250 | M12
030633 | M-21-M12-CA25-156 156 | 100 | 25 | 21 | 1250 | M12
—>Dyle 030634 | M-21-M12-CA25-181 181 | 125 | 25 | 21 | 1250 | M12
5 030635 | M-21-M12-CA25-206 206 | 150 | 25 | 21 | 1250 | w12
030636 | M-21-M12-CA25-231 231 | 15 | 25 | 21 | 1250 | w12
- 030637 | M-29-M16-CA32-160 160 | 100 | 32 | 29 | 1700 | M6
Shank Extension 030638 | M-29-M16-CA32-210 210 | 150 | 32 | 29 | 17,00 | Mm16
030639 | M-29-M16-CA32-260 260 | 200 | 3 | 29 | 1700 | M6
030640 | M-29-M16-CA32-310 30 | 250 | 32 | 29 | 1700 | M6

Note: Order example with cylindrical shank: M-13-M8-CA16-090

Cylindrical shank extensions can be used with all modular heads found in several product
family series within this catalogue.

These extensions have the industry standard of metric threads.

Technical Advice

M Modular adapter

13 Diameter in front of the modular shank (D)

M8 Metric Thread (M)

CAl6 Cylindrical shank diameter 16mm with through coolant
90 Total length of the body
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KZ @ 7745V0D Series
KENNAMETAL Face Milling Cutter

2§$STELLRAM° a8 5@ @ @ iéfj @

Facing Ramping Pocketing Helical Helical Spiral/Circular ~ Copy / 3D Chamfering Shoulder/
Interpolation  Interpolation Profiling/
with Bore Hole Slotting
42° LEAD ANGLE - FACE MILLS 7745V0D
7745V0D cutters are designed for machining most materials. Octagonal inserts offer up to
eight economical cutting edges. 7745V0D04:
Maximum ap = 3,50mm
These cutters are ideal for roughing, semi-finishing and finishing of Steel, Alloyed Steel, (apl max = 8mm)
. . - Y
Stainless Steel, High Temperature Alloys, Cast Iron and Aluminium Alloys. Diameter Range = 25mm to 160mm

Note: Larger diameter Shell Mill Fixation
cutters with interchangeable cartridges are
available. Please see page A126.

7745VO0D cutters are also very robust when machining with tool holder extensions.

They are one of the first choice tools for machining component surfaces with scale as well as
for machining of irregular stock.

. . . . . . . . 7745V0DO06:
Available in two insert sizes: OD..04 and OD..06. Both sizes are available in cutters with Maximum an = 4.50mm
medium and fine tooth pitch, giving maximum efficiency and performance in order to reduce (apl _ 10mr?1) )

cycle times. Diameter Range = 50mm to 160mm

Note: Larger diameter Shell Mill Fixation
cutters with interchangeable cartridges are
available. Please see page A130.
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7745V0D04
Face Milling Cutter

»‘ d; ‘«

|
k

|0

= Dy

42°

Weldon Shank

4" d]_ ‘47

D

l«—— D —»]

———Dg——»

Shell Mill Fixation

Depth of Cut (ap)

A78

‘ 87°

A

42°

2, :
- O‘STELLRAM = = = N =)
Product Dimensions (mm) Spares

Screw
EDP Item Description D | D | UH | 1 | di | ap |1 N0} epp | oy | EDP Tightening

Nm

7745V0D04 Weldon Shank
021758 | 7745VOD04WAO25R 25 [ 33 [ 90 | 40 [ 20 [350[800] 2 [015270] F4011T [015241[ T20 3,10
025379 | 7745V0D04WA025R095 25 | 33 [ 145 | 95 | 20 [ 350800 2 |015270| F4011T |015241| T20 3,10
021759 | 7745VOD04WA032R 32 | 40 [ 96 | 40 | 25 [ 350800 3 [015270 F4011T |015241| T20 3,10
025380 | 7745VOD04WA032R095 32 | 40 [ 151 | 95 | 25 [ 350800 3 [015270 F4011T |015241| T20 3,10
021760 | 7745VOD04WAQ40R 40 | 48 | 110 | 50 | 32 |350|800| 4 015270 F4011T |015241| T20 3,10
025381 | 7745VOD04WAQ40R095 40 | 48 | 165 | 95 | 32 | 350|800 | 4 015270 F4011T |015241| T20 3,10
7745V0D04 Shell Mill Fixation - Medium and Fine Pitch
021754 | 7745V0D04-A040R 40 | 48 [ 35 16 [350[800] 4 [015270 [ F4011T [015241[ T20 3,10
021755 | 7745V0D04-A050R 50 | 58 | 40 22 [350 (800 4 [015270| F4011T |015241| T20 3,10
030971 | 7745V0D04-A050Z5R 50 | 58 | 40 22 [ 350800 5 |015270| F4011T | 015241 T20 3,10
023058 | 7745V0D04-A050Z6R 50 | 58 | 40 22 350|800 | 6 015270 F4011T |015241| T20 3,10
021756 | 7745V0D04-A063R 63 | 71 | 40 22 350|800 | 5 015270 F4011T |015241| T20 3,10
023059 | 7745V0D04-A063Z7R 63 | 71 | 40 22 350|800 | 7 015270 F4011T |015241| T20 3,10
017907 | 7745V0D04-A080R 80 | 88 | 50 27 [ 350800 6 [015270| F4011T |015241| T20 3,10
023060 | 7745V0D04-A080Z9R 80 | 88 | 50 27 [ 350800 | 9 015270 F4011T 015241 T20 3,10
021757 | 7745V0D04-A100R 100 | 108 | 55 32 [ 350|800 | 7 |015270| F4011T |015241] T20 3,10
023061 | 7745V0D04-A100Z11R 100 | 108 | 55 32 [ 350|800 | 11 |015270 | F4011T |015241] T20 3,10
023062 | 7745VOD04-A125R 125 | 133 | 63 40 350|800 | 8 |015270 | F4011T |015241] T20 3,10
023063 | 7745V0D04-A125Z12R 125 | 133 | 63 40 | 350 [ 800 12 [015270| F4011T |015241| T20 3,10
025382 | 7745V0D04-160R 160 | 168 | 63 40 350|800 | 10 |015270 | F4011T |015241] T20 3,10
025383 | 7745V0D04-160Z15R 160 | 168 | 63 40 350|800 15 |015270 | F4011T |015241] T20 3,10
Da* = Outside Diameter
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KENNAMETAL Technical Data
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7745V0D04 Technical Information k%)
=\ e :
. . . ap max = 2
EDP Item Description F&%I:r;]g Fﬁ]rgﬂnog "rirﬁlr']lcffln'?:f Hglical / yg& o — -
Linear i Helical
021758 | 7745VOD04WAO25R 25 17.00 46 64 2,00 | 38500 Interpolation
025379 | 7745V0D04WA025R095 25 17.00 46 64 2,00 | 38500
021759 | 7745V0D04WAO32R 32 12.10 60 78 2,00 | 33200
025380 | 7745V0D04WA032R095 32 12.10 60 78 2,00 | 33200 Y 4 Flat RN
021760 | 7745VOD04WAO40R 40 8.50 76 % 2,00 | 29200 ,'
025381 | 7745V0D04WA040R095 40 8.50 76 9% 2,00 | 29200
021754 | 7745V0D04-A040R 40 8.50 76 % 2,00 | 29200 ——
021755 | 7745V0D04-A050R 50 6.10 % 114 2,00 | 25700
030971 | 7745V0D04-A050Z5R 50 6.10 % 114 2,00 | 25700
023058 | 7745V0D04-A050Z6R 50 6.10 9% 114 2,00 | 25700
021756 | 7745V0D04-A063R 63 4.30 122 140 2,00 | 22700
023059 | 7745V0D04-A063Z7R 63 4.30 122 140 2,00 | 22700
017907 | 7745V0D04-A080R 80 3.00 156 174 2,00 | 20000
023060 | 7745V0D04-A080Z9R 80 3.00 156 174 2,00 | 20000
021757 | 7745V0D04-A100R 100 2.40 196 214 2,00 | 17700
023061 | 7745V0D04-A100Z11R 100 2.40 196 214 2,00 | 17700
023062 | 7745V0D04-A125R 125 2.00 246 264 2,00 | 15700
023063 | 7745V0D04-A125712R 125 2.00 246 264 2,00 | 15700
025382 | 7745V0D04-160R 160 1.40 316 334 2,00 | 14000
025383 | 7745V0D04-160Z15R 160 1.40 316 334 2,00 | 14000
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d \f\lssc'
ODETO04-441 ODETO04-44 ODMTO04-41 ODMT04-412 ODEWO04-RA ODMWO04-SN g,@ @
L
|

Product Application & Material Dimensions (mm) L_J
Roughing Semi-Finishing Finishing
v \AJ \AAJ
EDP Item Description Grade Depth of Cut (mm) d(cy| | S r | hmmin
ap max. ap min. - max. ap min. - max.
3,50 1,00 - 2,00 0,20 - 1,00
024911 | ODETO404APFN-441 | GH1 ¢ ¢ ¢ 12,70 | 400 | 476 | Facet| 0,02
022198 | ODET0404APEN-44 X500 - - [ ] 12,70 | 4,00 | 4,76 | Facet| 0,04
031470 | ODETO404APEN-44 SP6519 - - n [} 12,70 | 4,00 | 4,76 | Facet| 0,04
022199 | ODET0404APEN-44 MP91M - - ‘ ] 12,70 | 4,00 | 4,76 | Facet| 0,04
022061 | ODMT0404APEN-41 X500 - [ ] 12,70 | 4,00 | 4,76 | Facet| 0,06
031472 | ODMT0404APEN-41 SP6519 - ‘ [ J 12,70 | 4,00 | 4,76 | Facet| 0,06
017775 | ODMT0404APEN-41 MP91IM - L ] | 12,70 | 4,00 | 4,76 | Facet| 0,06
030768 | ODMTO040408EN-412 X500 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
030769 | ODMT040408EN-412 X700 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
031540 | ODMT040408EN-412 SP6519 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
015143 | ODMTO040408EN-41 X500 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
030330 | ODMT040408EN-41 X700 - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
031471 | ODMT040408EN-41 SP6519 [ ] - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
017303 | ODMT040408EN-41 MP91IM ® - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
027884 | ODEWO0404APTR-RA ‘sc3025| - ‘ ¢ ‘ & |12,70‘ 4,00 ‘ 4,76 “é’;’gg{‘ 019
017672 | ODMW040408SN X500 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27
031462 | ODMW040408SN SP6519 u - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27
017304 | ODMW040408SN MP91IM ‘ u - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27
029096 | ODMWO040408SN SC3025 ’ - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27

-Machining Choice: ‘ 1t Choice M 2" Choice ® 3" Choice | Material Guide Key descriptions found on page A5.

ODMWO040408SN X500 should be generally used for heavy duty applications as well as Stainless Steel and
High Temperature Alloys with heavy scale.

ODMTO040408EN-41 X700 should be used for Stainless Steel and High Temperature Alloys when a stronger
cutting edge is required.

Note: Feed recommendations can be found on page A81. Speed recommendations can be found on page A85.
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KZ : 7745V0D04
KENNAMETAL Recommended Feeds

2\3‘7 STELLRAM

7745V0DO04 Feeds f; (mm/tooth)

End Mills & Face Mills

T T
5 2 &%,
2 2 S =0 =42 8
8 5} =3 @ 3T
O] O nx
Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
FN-441 | GH1 Facing - - - - - - - 0,04-0,30 | 0,04-0,25
EN-44 X500 Facing 0,06-030 | 0,06-027 [ 0,06-025 | 0,06-020 - - - - - 0,06-020 | 0,06-020 | 0,06-020 | 0,06-025
EN-44 | SP6519 Facing 0,06-030 [ 0,06-027 | 0,06-025 | 0,06-020 | 0,06-025 | 006-025 | 0,06-0,23 - - 0,06-020 | 0,06-020 | 0,06-020 | 0,06-025
EN-44 | MP91M Facing 0,06-0,30 | 0,06-027 - - 0,06-0,25 | 0,06-025 | 0,06-023 - - - -
APEN-41[ X500 | Facing [ 006-035 | 0,06-032 - - - - -
APEN-41| SP6519 Facing 0,06-0,35 [ 0,06-032 - - 0,06-025 | 0,06-025 | 0,06-023
APEN-41| MP9IM | Facing | 006-0,35 | 0,06-032 - - 006-025 | 0,06-025 | 006-0.23
EN-412 | X500 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-020 | 0,06-0,20 | 0,06-020 | 0,06-025
EN-412 | X700 Facing - - 0,06-035 | 0,06-0,30 - - - - - 0,06-020 | 0,06-020 | 0,06-020 | 0,06-025
EN-412 | SP6519 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-020 | 0,06-0,20 | 0,06-020 | 0,06-025
EN-41 X500 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-020 | 0,06-020 | 0,06-020 | 0,06-030
EN-41 X700 Facing - - 0,06-035 | 0,06-0,30 - - - - - 0,06-020 | 0,06-020 | 0,06-020 | 0,06-030
EN-41 | SP6519 Facing 0,06-0,35 - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-020 | 0,06-0,20 | 0,06-020 | 0,06-030
EN-41 | MP91IM Facing - - - - 0,06-035 [ 0,06-035 | 0,06-035 - - - -
TR-RA [sC3025] Facing [ - [ - [ - [ - J019-035]019-035 [ 019-035 [ - T T T |
SN X500 Facing - 0,32-050 | 0,30-040 - - - - - - 0,20-0,30 | 0,20-0,30 | 0,20-0,30 | 0,20-0,33
SN SP6519 Facing 032-055 | 032-050 - - - - - - - - - - -
SN MP9IM Facing 032-055 | 032-050 - - 032-050 | 032-050 | 0,32-0,50
SN SC3025 Facing - - - - 032-050 [ 032-050 | 0,32-050

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A85.
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7745V0D06
Face Milling Cutter KZKENNAMETAE

End Mills & Face Mills

<MWy STELLRAM

2 oeeé

Saan

A
e Ay e

!

\8 ° Product Dimensions (mm) Spares
Screw
; :\20 EDP Item Description D | Dot |UH | I | di | ap ?npa)l( ’#get"hf 0P | gfd | EOP Tighrfrenning
[«— D —>f
7745V0ODO06 Shell Mill Fixation - Medium and Fine Pitch
«—Da—>
026581 | 7745V0D06-A050R 50 | 60 | 40 | - | 22 [450] 10 | 4 [015270] F40L1T |015241] T20 3,10
— 026582 | 7745V0D06-A063R 63 | 78 | 40 | - | 22 [ 450 10 | 5 |015270| F4011T | 015241] T20 3,10
Shell Mill Fixation 026583 | 7745V0D06-A080R 80 | 90 | 50 | - | 27 [450] 10 | 6 |015270| F401LT | 015241] T20 3,10
027911 | 7745V0D06-A080Z08R 8 | 90 | 50 | - | 27 [450] 10 | 8 |015270| F401T | 015241] T20 3,10
026584 | 7745V0D06-AL00R 100 | 110 | 55 | - | 32 |450] 10 | 7  |015270] FAOLLT |015241] T20 3,10
027876 | 7745V0D06-A100Z09R 100 | 110 | 55 | - | 32 |450] 10 | 9 |015270] F40LLT |015241] T20 3,10
026585 | 7745V0D06-A125R 125 | 135 | 63 | - | 40 | 450 | 10 | 8 |015270] F40LLT |015241] T20 3,10
027877 | 7745V0D06-AL25211R 125 | 135 | 63 | - | 40 | 450 | 10 | 11 | 015270| F40LLT |015241] T20 3,10
026586 | 7745V0D06-160R 160 | 170 | 63 | - | 40 | 450 | 10 | 10 |015270| FA0LLT |015241] T20 3,10
027878 | 7745V0D06-160Z14R 160 | 170 | 63 | - | 40 | 450 | 10 | 14 |015270] F40LLT | 015241] T20 3,10
Da* = Outside Diameter
7745V0ODO06 Technical Information (mm)
Product Dimensions =
inti Facing | Ramping Helical Hole o MeX | Max
EDP Item Description Pitch Angle © i, - max. HL?rI:gglr/ RPM
026581 | 7745V0D06-A050R 50 6.00 9% 18 260 | 18000 -
026582 | 7745V0D06-A063R 63 4,60 120 144 260 | 15600
026583 | 7745V0D06-A080R 80 3.30 154 178 260 | 13700
027911 | 7745V0D06-A080Z08R 80 3.30 154 178 2,60 | 13700 Flat
026584 | 7745V0D06-AL00R 100 2.60 194 218 260 | 12100
027876 | 7745V0D06-AL00Z09R 100 2.60 194 218 2,60 | 12100 ft————»
026585 | 7745V0D06-ALZ5R 125 2.00 244 268 260 | 10700
SE— 027877 | 7745V0D06-AL125711R 125 2.00 244 268 260 | 10700 Facing Pitch
| ap 026586 | 7745V0D06-160R 160 1.50 314 338 260 | 9500
3, ™ 027878 | 7745V0D06-160Z14R 160 150 314 338 260 | 9500
f

Depth of Cut (ap)

A82 KZKENNAMETN: www.kennametal.com
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‘Z 7745V0D06
KENNAMETAL Milling Inserts
‘\‘QSTELLRAM”
/
d \ 135°
<o 2
ODET06-441 ODET06-44 ODMTO06-41 ODEWO06-RA ODMWO06-TN ODMWO06-SN / @ E
[+
(*]
Product Application & Material Dimensions (mm) ' L_J L__‘ s
Roughing Semi-Finishing Finishing I g
v \A/ \AA/ E
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin -
ap max. ap min. - max. ap min. - max. ui
4,50 1,00 - 2,00 0,20 - 1,00
026588 | ODETOG0SAPFN-441 | GHL & ¢ ¢ 16,00 | 6,00 | 555 |Facet| 0,02
026592 | ODET0605APEN-44 X500 - - [ ] 16,00 | 6,00 | 555 |Facet| 0,04
031501 | ODET0605APEN-44 SP6519 - - | | [ J 16,00 | 6,00 | 555 |Facet| 0,04
034513 | ODET0605APEN-44 SP4019 - - 16,00 | 6,00 | 555 |Facet| 0,04
026591 | ODET0605APEN-44 MP91M - - ‘ | | 16,00 | 6,00 | 555 |Facet| 0,04
026590 | ODMTO605APEN-41 X500 [ ] - 16,00 | 6,00 | 555 |Facet| 0,06
031502 | ODMTO605APEN-41 SP6519 ] [ ] - 16,00 | 6,00 | 555 |Facet| 0,06
034514 | ODMTO605APEN-41 SP4019 - 16,00 | 6,00 | 555 |Facet| 0,06
026589 | ODMTO605APEN-41 MP91M - ‘ | | - 16,00 | 6,00 | 555 | Facet| 0,06
027885 | ODEW0605APTR-RA ‘SC3025| ‘ ‘ ‘ ‘ |16,00‘ 6,00 ‘ 5,55 ‘Facet‘ 0,19
026596 | ODMWO060512TN X500 ° - - 16,00 | 6,00 | 555 | 1,20 | 0,17
031503 | ODMWO060512TN SP6519 ] - - 16,00 | 6,00 | 555 | 1,20 | 0,17
034515 | ODMWO060512TN SP4019 - 16,00 | 6,00 | 555 | 1,20 | 0,17
026595 | ODMWO060512TN MP91M ‘ [} - - 16,00 | 6,00 | 555 | 1,20 | 0,17
025838 | ODMW060512SN X500 [} - - 16,00 | 6,00 | 555 | 1,20 | 0,27
031483 | ODMWO060512SN SP6519 ] - - 16,00 | 6,00 | 555 | 1,20 | 0,27
025836 | ODMW060512SN MP91M ’ ] - - 16,00 | 6,00 | 555 | 1,20 | 0,27
029097 | ODMW060512SN SC3025 ’ - - 16,00 | 6,00 | 555 | 1,20 | 0,27

Machining Choice: ‘ 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

ODMWO060512SN should be generally used for heavy duty applications.
ODMWO060512TN X500 and SP4019 should be used in Stainless Steel and High Temperature Alloys with heavy scale.
ODMWO060512TN should also be used when the machine tool has less power available.

Note: Feed recommendations can be found on page A84. Speed recommendations can be found on page A85.
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7745V0D06
Recommended Feeds ‘ZKENNAMETAII

End Mills & Face Mills

ﬂ,tyg STELLRAM

7745V0DO06 Feeds f, (mm/tooth)

o T
= 2 &%
g g g 58 =8 8 s
g i e =8l fd = I
I S 23 @ =
o o B
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
FN-441 | GH1 Facing - - - - - - - 0,04-0,30 | 0,04-0,25
EN-44 | X500 Facing 0,06-0,35 | 0,06-030 | 0,06-0.27 | 0,06-0,20 - - - - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,25
EN-44 | SP6519 Facing 0,06-035 | 006-030 | 0,06-027 | 0,06-020 | 0,06-0,30 | 0,06-030 | 0,06-030 - - 0,06-0,20 | 0,06-020 | 0,06-0,20 | 0,06-0,25
EN-44 | SP4019 Facing - - 0,06-0,27 | 0,06-0,20 - - - - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,25
EN-44 | MP9IM Facing 0,06-0,35 | 0,06-0,27 - - 0,06-0,30 | 0,06-0,30 | 0,06-0,30 - - - -
EN-41 X500 Facing 0,06-038 | 006-035 | 0,06-035 | 0,06-0,30 - - - - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30
EN-41 | SP6519 Facing 0,06-0,38 | 0,06-035 | 0,06-035 | 0,06-030 | 0,06-0,38 | 0,06-038 | 0,06-035 - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30
EN-41 | SP4019 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-0,20 | 0,06-020 | 0,06-0,20 | 0,06-0,30
EN-41 | MP91IM Facing 0,06-0,38 | 0,06-0,35 - - 0,06-0,38 | 0,06-038 | 0,06-0,35 - - - - -
TR-RA [sC3025] Facing [ - [ - [ - [ - ]019-040 ] 0,19-040 [ 0,19-040 | [ [ [ [ [ [
N X500 Facing 0,24-055 | 024-050 | 0,24-040 | 024-0,32 - - - - - 017-025 | 017-0,25 | 0,17-0,25 | 0,20-0,28
N SP6519 Facing 0,24-055 | 0,24-0,50 - - - - - - - - - - - - -
N SP4019 Facing - - 0,24-040 | 024-0,32 - - - - - 017-025 | 017-025 | 0,17-0,25 | 0,20-0,28 | 0,05-0,10 | 0,05-0,12

™ MP91IM |  Facing 0,24-0,55 | 0,24-0,50

SN X500 Facing 0,32-0,60 | 0,32-0,5
SN | SP6519 | Facing 0,32-0,60 | 0,32-0,55 - - - - -
SN MP91IM |  Facing 0,32-0,55 | 0,32-0,5 - - 0,32-055 | 0,32-0,55 | 0,32-0,55
SN | SC3025| Facing - - - - 0,32-055 | 0,32-0,55 | 0,32-055

0,17-050 | 0,17-0,50 | 0,17-0,50

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A85.
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KZKENNAMETAL Recommended Speeds
‘\g‘v STELLRAM
£
E
8
Speed V¢ (m/min) s
o
Wear Resistance K]
i - =
7745V0D Series T3
Speed min. - max. w
Coolant Recommendation VD PVD PVD PVD ovo cvD Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Standard Micrograin
) Rm and . \ )
ISO | Materials Hardness O @ X500 ) ® X700 Q @ SP6519 ® ® SP4019 O ® MP91IM ® ® SC3025 O ® GH1
<600 N/mm?
S ERLEY ole 130- 270 ole 130- 295 o 140- 345
<950 Nimm?
<280 HBN 115 - 240 115 - 260 120- 205
700-950 N/mm?
wozmokeN | | 100- 210 ole 100 - 230 o 105- 270
Alloyed 950-1200 N/mm?
Steel 280355 HBN 75- 160 75-175 80 - 205
1200-1400 N/mm?
355-415 HBN ® | 50-100 @ | 50-110 ® | 50-130
Austenitic + Ferritic
S 300 sorics 115- 250 115- 260 115-270 120 - 280
Steel Martensitic © e © e ©e © e
400 series 100 - 220 105 - 230 105 - 235 110 - 250
Prstiniess| o™ | @ 50-10 | @ 50-115 | @ 50-120 | @ 50- 130
Grey
GGt 140 - 295 145 - 365 150 - 395
Spheroidal-Ductile
GGG-FGS © | @ | 110-240 @ | 115-285 @ | 120-335
Malleable
TS D 100 - 220 105 - 260 105 - 275
Aluminium & Alloys
<16% Si 116 HBN 400 - 3050
Aluminium + Sili >
uminium llicon
>16% Si 92 HBN 295-2440
Iron Based 23-48 23-52 23-55 24 -63
Cobalt Based 21-44 22-46 22-48 23-52
[ J [ J [ J [ J
Nickel Based 24-51 25-53 25-55 26 - 59
Titanium Based 35-73 36-75 36-79 37-84
Hard Steel
>1400 N/mm? 50 - 100 50 - 105
>415 HBN
Chilled Cast Iron L] L]
>1400 N/mm? 40- 90 40 - 95
> 400 HBN

www.kennametal.com KZKENNAMETAE A85
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7745V0D
Technical Information KZKENNAMETAE

2\:)@ STELLRAM

775VOD Technical Information

Feed rate compensation: For 42° cutting, divide the hy, value by the
sine of the approach angle (the sine of 42° = 0,669)

End Mills & Face Mills

i.e. hm or 0,08mm
0,669 0,669 = 0,12mm programmemed feed rate

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f;) h,, = Average chip thickness Formula: Average Chip Thickness (hpy)
a, = Radial engagement

f,=hy x / d f, = Feed per tooth hp =, x ae
a, d d

e = Cutter diameter

A86 KZKENNAMETN: www.kennametal.com
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‘ZKENNAMETAIZ

7745VS Series
Face Milling and Chamfering Cutter

‘\&7 STELLRAM
4

45° LEAD ANGLE - FACE MILLS

7745VS cutters are designed for machining Tool Steel and Cast Iron. They feature exceptionally
thick square inserts and are ideal for tough cutting conditions. The upper edge of the insert does
not rest against a pocket allowing for recessing operations.

Ideal for roughing, semi-finishing and finishing. These cutters are a very good choice for
machining surfaces with heavy scale and are also ideal for machining surfaces with

irregular stock.

This family is available in two different insert sizes: SC..09 and SC..12

7745 cutters using 12mm inserts with 5mm thickness are able to cover irregular surfaces up
to 7mm ap. With its 0° axial and a radial negative rake angle this cutter has an excellent chip

evacuation particularly when using the full depth of cut capacity.

The smaller cutter series with 9mm inserts are ideal for facing small areas and chamfering any
style component.

www.kennametal.com KZKENNAMETAE

Facing Chamfering

7745VS

7745VS09:
Maximum ap = 5mm
Diameter Range = 16mm to 25mm

7745VS12:

Maximum ag = 7mm

Diameter Range = 40mm to 125mm
Note: Larger diameter Shell Mill Fixation
cutters with interchangeable cartridges are
available. Please see page A136.

A87



End Mills & Face Mills
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7745VS09

Face Milling and Chamfering Cutter

-

45°

bl

Weldon Shank

o
Depth of Cut (ap)

A88

KZKENNAMETAIZ

< STELLRAM
4t O &)
s
Product Dimensions (mm) Spares
. a| No. of _Screw
EDP Item Description D Da* L/H I1 dy mgx Teeth | EDP | gl EDP Tightening
Nm.
7745VS09 Weldon Shank
021762 | 7745VS09WAO016R085 16 27 135 | 85 | 16 | 500 2 | 015262 | D4010T | 015240 | T15 3,10
021763 | 7745VS09WAO020R085 20 31 135 | 85 | 20 [ 500 2 | 015262 | D4010T | 015240 | T15 3,10
021764 | 7745VS09WA025R095 25 36 150 | 95 | 25 | 5,00 3 [015262 | D4010T | 015240| T15 3,10
Da* = Outside Diameter
7745VS09 Technical Information (mm)
Product Dimensions
Flat
e Facing | Ramping Helical Hole ap MaX 1 pay
EDP Item Description Pitch Angle ® i, - max. erl:gglrl RPM
021762 | 7745VS09WAQL6R085 16 56500 Facing Pitch
021763 | 7745VS09WA020R085 20 50500
021764 | 7745VS09WA025R095 25 45200

‘ZKENNAMETAE

www.kennametal.com
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KZ : 7745VS09
KENNAMETAL Milling Inserts & Recommended Feeds

‘\g‘v STELLRAM

O

n

SCMTO09-E SCMT09-41 SCMT09-T E

<+

Product Application & Material Dimensions (mm) ‘ ‘ E

Roughing Semi-Finishing Finishing s ‘:2

v \AJ \AAS E

EDP Item Description Grade Depth of Cut (mm) dacy| | s r | hmmin -

ap max ap min - max ap min - max i

5,00 1,00 - 2,50 -

018186 | SCMT09T308E GH1 - L] - 952 | 952 | 397 | 0,80 | 0,03
015147 | SCMTO9T308EN-41 X500 - ® - 952 | 952 | 397 | 0,80 | 0,04
031474 | SCMT09T308EN-41 SP6519 - ‘ ’ - 9,52 | 952 | 397 | 0,80 | 0,04
017315 | SCMT09T308EN-41 MP91IM - mEEme - 952 | 952 | 397 | 0,80 | 0,04
034550 | SCMT09T308T X400 ‘ ’ - 952 | 952 | 397 | 0,80 | 0,15
031568 | SCMT09T308T SP6519 u ‘ - - 9552 | 952 | 397 | 0,80 | 0,15
034551 | SCMT09T308T SP4019 u u - 952 | 952 | 397 | 0,80 | 0,15

Machining Choice: ‘ 1 Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

7745VS09 Feeds f, (mm/tooth)

T T
5 2 5%
£ 3 < =° sa <8
8 0] g @ I T
(O] o hx
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.
Facing /
E GH1 Chamfering 0,05-0,10 | 0,05-0,10
Facing /
EN-41 X500 Chamfering 012-030 | 012-025 | 012-0,26 | 0,12-023
Facing /
EN-41 | SP6519 Chamfering 012-030 | 012-025 | 012-026 | 0,12-023 | 0,12-0,30 | 0,12-0,30 | 0,12-0,25
Facing /
EN-41 | MP91M Chamfering 012-030 | 012-0,22 - - 012-030 | 012-030 | 0,12-025 - - - - - - 0,05-0,08 | 0,05-0,10
Facing /
T X400 Chamfering 012-033 | 0,12-0,30 - - - - - - - - - - - 0,05-0,08 | 0,05-0,10
Facing /
T SP6519 Chamfering 012-030 | 012-018 | 012-028 | 012-025 | 0,12-0,33 | 0,12-0,33 | 0,12-0,30
Facing /
T SP4019 Chamfering 012-028 | 0,12-0,25 | 0,12-0,33 | 0,12-0,33 | 0,12-0,30 - - - - - - 0,05-0,07 | 0,05-0,10

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A93.

www.kennametal.com KZKENNAMETAE A89
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End Mills & Face Mills

7745VS12 KZ
Face Milling Cutter KENNAMETAL
<, :
O‘STELLRAM
| I
| d |e
H o
L 45 Product Dimensions (mm) Spares
ap No. of Screw
EDP Item Description D Da* LH I1 dp . EDP | m EDP Tightenin
‘. D .‘ p max | Teeth i gNm. 9
——— Dar——»| 7745VS12 Shell Mill Fixation
hall Mill Bixati 021765 | 7745VS12-A040R 40 55 32 [ - [ 16 [700] 4 015266 | D5013T |015241] T20 6,00
Shell Mill Fixation 021766 | 7745VS12-A050R 50 65 40 | - | 22 [700| 4 [015266 | D5013T [015241] T20 6,00
021767 | 7745VS12-A063R 63 78 40 | - | 22 [700] 5 015266 | D5013T |015241| T20 6,00
021768 | 7745VS12-A080R 80 %5 50 | - | 27 | 700 6 |015266| D5013T | 015241] T20 6,00
021769 | 7745VS12-A100R 100 115 50 | - | 32 [700| 7 015266 | D5013T |015241| T20 6,00
021770 | 7745VS12-A125R 125 140 63 | - | 40 | 700 | 8 |015266 | D5013T |015241] T20 6,00
Da* = Outside Diameter
7745VS12 Technical Information (mm)
Product Dimensions
. . . ap max
. Facing | Ramping Helical Hole i Max
EDP Item Description Pitch Angle © i, - max. Helical / | rpm Elat
Linear
021765 | 7745VS12-A040R 40 - - - - 28100
021766 | 7745VS12-A050R 50 - - - - 25100
021767 | 7745VS12-A063R 63 - - - - 22300 Facing Pitch
021768 | 7745VS12-A080R 80 - - - - 20000
021769 | 7745VS12-A100R 100 - - - - 17700
021770 | 7745VS12-A125R 125 - - - - 16000

—

Depth of Cut (ap)
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‘Z : 7745VS12
KENNAMETAL Milling Inserts

‘\‘Q STELLRAM

n
SCCT12 SCHT12 SCKT12-41 SCMT12-41 SCMT12-T E
Product Application & Material Dimensions (mm) ‘ = ‘ ‘ ‘ E
e — _— e
2
EDP Item Description Grade Depth of Cut (mm) d@cy| | S r | hmmin §
ap max ap min - max ap min - max L
7,00 1,00 - 3,50 0,20 - 1,00
Insert selection with facet
017312 | SCCT12M5ACER ‘MP91M | - ‘ meoeo ‘ ‘ ‘ |12,70 ‘ 12,70‘ 5,00 ‘Facet‘ 0,03
034591 | SCCT12M5ACTR X400 ’ [ J 12,70 112,70 | 5,00 | Facet| 0,15
034552 | SCCT12M5ACTR SP4019 u 12,70 112,70 | 5,00 | Facet| 0,15
017695 | SCCT12M5ACTR GH1 - - L 12,70 112,70 | 5,00 | Facet| 0,15
017698 | SCHT12M5ACTN X500 12,70 112,70 | 5,00 | Facet| 0,15
031504 | SCHT12M5ACTN SP6519 aEe ‘ u 12,70 112,70 | 5,00 | Facet| 0,15
017313 | SCHT12M5ACTN MP91IM L ‘ (XY} 12,70 112,70 | 5,00 | Facet| 0,15
015144 | SCKT12M5ACSN-41 X500 - - 12,70 112,70 | 5,00 | Facet| 0,12
031556 | SCKT12M5ACSN-41 SP6519 [ J - - 12,70 112,70 | 5,00 | Facet| 0,12
017314 | SCKT12M5ACSN-41 MP91IM ‘ - - 12,70 112,70 | 5,00 | Facet| 0,12
Insert selection with corner radius
015226 | SCMT12M512EN-41 X500 - ° - 12,70|12,70 | 5,00 | 1,20 | 0,06
031475 | SCMT12M512EN-41 SP6519 - ‘ n - 12,70 112,70 | 5,00 | 1,20 | 0,06
017317 | SCMT12M512EN-41 MP91M - [ ] ‘ . 12,70|12,70| 5,00 | 1,20 | 0,06
034554 | SCMT12M512T X400 ‘ - - 12,70{12,70| 5,00 | 1,20 | 0,15
024129 | SCMT12M512T X500 - - 12,70 112,70 | 5,00 | 1,20 | 0,15
034555 | SCMT12M512T SP6519 u [ ] - - 12,70 112,70 | 5,00 | 1,20 | 0,15
034553 | SCMT12M512T SP4019 u 12,70 112,70 | 5,00 | 1,20 | 0,15
017316 | SCMT12M512T MP91M [ ] ‘ - - 12,70 112,70 | 5,00 | 1,20 | 0,15

Machining Choice: ‘ 1%t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.
SCMT12M512EN-41 and SCMT12M512T with radius are only for semi roughing application where a

finished surface is not required.
Note: Feed recommendations can be found on page A92. Speed recommendations can be found on page A93.
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7745VS12
Recommended Feeds ‘ZKENNAMETAII

2STELLRAM

7745VS12 Feeds f, (mm/tooth)

T T
« z
o _ 8 _

el 5 [ ) L @ mE‘
B k) = S 2 =) 23
£ ] g =0 50 23
53 o] I3 @3 3B
(O] O nx

Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

Insert selection with facet
ER [ MP9IM [ Facing [ 005-025 | 0,05-0,23

TR X400 Facing 0,15-0,50 | 0,12-0,45 - - - - - - - - - - - 0,06-0,10 | 0,08-0,10
TR SP4019 Facing - - 012-0,33 | 0,12-0,22 | 0,15-0,36 | 0,15-0,36 | 0,15-0,36 - - - - - - 0,06-0,10 | 0,08-0,10
TR GH1 Facing - - - - 0,15-0,30 | 0,15-0,30 | 0,5-0,25 - -

N X500 Facing - - 0,15-0,33 | 0,15-0,22 - - -
N SP6519 Facing 0,15-045 | 0,15-040 | 0,15-0,33 | 0,5-0,22 | 0,5-0,36 | 0,15-0,36 | 0,15-0,36 - - - - - -
N MP91M Facing 0,15-0,40 | 0,15-0,35 - - 012-0,40 | 0,12-0,40 | 0,12-0,40 - - - - - - 0,06-0,10 | 0,08-0,10

SN-41 | X500 Facing - - -
SN-41 | SP6519 Facing 012-040 | 0,12-038 | 0,12-0,33
SN-41 | MP91M Facing

Insert selection with corner radius
EN-41 X500 Facing - - 0,06-0,30 | 0,06-0,20 | 0,06-0,30 | 0,06-0,25 -
EN-41 | SP6519 Facing 0,06-0,30 | 0,06-0,28 | 0,06-0,30 | 0,06-0,20 | 0,06-0,30 | 0,06-0,25 | 0,06-0,25
EN-41 | MP91M Facing 0,06-0,30 | 0,06-0,28 - - 0,06-0,30 | 0,12-0,25 | 0,06-0,25

X400 Facing 0,15-0,38 | 0,15-0,35 - -
X500 Facing - - 0,15-0,30 | 0,15-0,20 - - -
SP6519 Facing 0,15-0,35 | 0,15-0,33 | 0,15-0,30 | 0,45-0,20 | 0,12-0,36 | 0,12-0,36 | 0,12-0,36
SP4019 Facing - - 012-0,30 | 0,12-0,20 | 0,12-0,36 | 0,12-0,36 | 0,12-0,36
MP91M Facing 0,12-0,38 | 0,12-0,32 - - 0,12-0,36 | 0,12-0,36 | 0,12-0,36

0,05-0,25 | 0,05-0,25 | 0,05-0,23

012-0,22

012-0,40 | 0,12-0,40 | 0,12-0,40

—| ===

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A93.
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KZ : 7745VS
KENNAMETAL Recommended Speeds

) w
VMW STELLRAM
ﬂ/O‘

Speed v; (m/min)

Wear Resistance
7745VS Series - +

Speed min. - max.

Coolant Recommendation PVD VD PVD PVD VD Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin

End Mills & Face Mills

150 | Materials | <m0 @ xa0 [O @ xs0 | @) sesio | @) spaowo | @) weom | @] o
B 120- 260 130-270 130- 295 140- 345
et °® 105 - 230 *® 115-240 ®® 115 - 260 ° 120-305
728:?80%"’5?2 95- 200 100- 210 100 - 230 1057
- EES °® 70- 150 °® 75- 160 °® 75-175 ¢ 80 - 205

1200-1400 N/mm?
Py e ®| 5% ® | 50-100 ® | 50-110 ® | 50-130

Austenitic + Ferritic
Stainless 300 series

115- 250 115-270 120 - 280

Steel Martensitic
M 400 series

PHstainless | ReTco ° 50-110 | @ 50-120 | @ 50- 130

o 120- 280 140 - 2905 145 - 330 145 - 365 135- 200

Spheroidal-Ductil
P ReGFES ©| @ 105205 |® @| 110-240 | |@|115-255 | | @ 115-285 |@® |@ | 120-245

Malleable
GTS - MN/MP 95-170 100 - 220 105 - 235 105 - 260 115 - 200

100 - 220 105 - 235 110 - 250

Aluminium & Alloys
<16% Si 116 HBN

Aluminium + Silicon
> 16% Si 92 HBN

Iron Based

Cobalt Based

Nickel Based

Titanium Based

Hard Steel

>1400 N/mm?2 45-95 50 - 100 50 - 105
>415 HBN

Chilled Cast Iron ® [ J o

>1400 N/mm? 35-80 40-90 40-95
> 400 HBN

www.kennametal.com KZKENNAMETAE A93
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7745VS
Technical Information KZKENNAMETAE

E\BQSTELLRAM’

7745VS Technical Information

Feed rate compensation: For 45° cutting, divide the hy, value by the
sine of the approach angle (the sine of 45° = 0,707)

End Mills & Face Mills

i.e.: hm or 0,08
0,707 0,707 = 0,11mm programmed feed rate

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f2) hm = Average chip thickness Formula: Average Chip Thickness (hpy)
a. = Radial engagement

f,=hmx A/_d f, = Feed per tooth hm=fz x 4/ 8
a

e d = Cutter diameter d

A94 KZKENNAMETN: www.kennametal.com
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KZKENNAMETAIZ

7745VSE Series
Face Milling Cutter

2\3‘7 STELLRAM

45° LEAD ANGLE - FACE MILLS
7745VSE cutters are designed for Stainless Steels and High Temperature Alloys. Square
inserts with a 15 degree clearance are used for reducing edge build-up.

7745V SE series are especially designed for roughing, semi-finishing and finishing of Stainless
Steel and High Temperature Alloys. Also suitable for machining Aluminium.

This cutter series has an excellent smooth cutting action and requires low power. They are
also perfect for unstable conditions.

Available in two different insert sizes: SD..09 and SD..12.

www.kennametal.com ‘ZKENNAMETAE

SR

Facing Ramping Spiral/Circular ~ Chamfering

7745VSE

7745VSE09:

Maximum ap = 5,00mm

Diameter Range = 16mm to 125mm
Available in medium and fine pitch.

7745VSE12:

Maximum ap = 7,00mm

Diameter Range = 50mm to 125mm
Available in medium pitch only.

Note: Larger diameter Shell Mill Fixation
cutters with interchangeable cartridges are
available. Please see page A142.

A95
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7745VSE09 KZ
Face Milling Cutter KENNAMETAL
<, :
O‘STELLRAM
| I
—»{ d; |
L%}
=
8
= Product Dimensions (mm) Spares
o3 L Max. Screw
2 EDP Item Description D | Da* | LH| I1 d1 ap plunging No. of EDP @ﬁ EDP Tightening
= - max Teeth
= A depth Nm
E Iy 45° 7745VSEQ9 Weldon Shank
Y 021783 | 7745VSE09WAOL6Z2R 16 [ 27 [ 75 [ 22 [ 16 [ 5,00 | 4,00 2 [015269 | F3508T [015240 | T15 2,10
‘ D 021784 | 7745VSE09WA020Z2R 20 | 31 | 82 [ 28 | 20 | 500 4,00 2 |015269 | F3508T | 015240 | T15 2,10
A 021785 | 7745VSE09WA025Z3R 25 | 36 | 96 | 35 | 25 | 5,00 4,00 3 |015269 | F3508T | 015240 | T15 2,10
€«Dar» 021786 | 7745VSE09WA032Z3R 32 | 43 | 100 | 35 | 32 [ 500 4,00 3 |015269 | F3508T [ 015240 | T15 2,10
TR — 7745VSEQ9 Shell Mill Fixation - Medium and Fine Pitch
eldon shan 021771 | 7745VSE09-A032Z4R 32 [ 43 ] 30 | - | 13 [500] 400 | 4 015064 F3510T |015240] Ti5 2,10
021772 | 7745VSE09-A040Z5R 40 | 51 | 40 | - | 16 [500] 4,00 5 |015064 | F3510T | 015240 | T15 2,10
021773 | 7745VSE09-A050Z5R 50 | 61 | 42 | - | 22 |500] 400 5 |015064 | F3510T | 015240 | T15 2,10
d 021774 | 7745VSE09-A050Z6R 50 | 61 | 42 | - | 22 [500] 4,00 6  |015064 | F3510T | 015240 | T15 2,10
}* 1*{ 021775 | 7745VSE09-A063Z5R 63 | 74 | 42 | - | 22 [500] 4,00 5 |015064 | F3510T | 015240 | T15 2,10
e 021776 | 7745VSE09-A063Z7R 63 | 74 | 42 | - | 22 [500] 400 7 | 015064 | F3510T |015240] T15 2,10
T 021777 | 7745VSE09-A080Z6R 80 | 91 | 52 | - | 27 [500] 400 6 |015064 | F3510T | 015240 | T15 2,10
H 021778 | 7745VSE09-A080Z9R 80 | 91 | 52 [ - | 27 |500] 400 9 [015064 | F3510T | 015240 | T15 2,10
, 021779 | 7745VSE09-AL00Z7R 100 | 111 [ 52 | - | 32 [ 500 4,00 7 |015064 | F3510T | 015240 | T15 2,10
45° 021780 | 7745VSE09-AL00Z1IR 100 | 111 [ 52 [ - [ 32 [ 500 400 | 11 015064 | F3510T 015240 | T15 2,10
021781 | 7745VSE09-A125Z8R 125 | 136 | 63 | - | 40 [ 5,00 | 4,00 8 |015064 | F3510T | 015240 | T15 2,10
‘ ‘ Da* = Outside Diameter
—— D —»|
Da*
Shell Mill Fixation
7745VSEQ9 Technical Information (mm)
Product Dimensions
EDP Item Description Facing | Ramping Helical Hole o —
p Pitch Angle ° min. - max. H‘?“Cal / RPM
Linear ’
021783 | 7745VSE09WAOL6Z2R 16 24.60 - - 3,00 | 50700 T
021784 | 7745VSE09WA020Z2R 20 17.90 - - 3,00 | 41600
021785 | 7745VSE09WA025Z3R 25 13.00 - - 3,00 | 41000 IRk
021786 | 7745VSE09WA032Z3R 32 8.90 - - 3,00 | 36400
021771 [ 7745VSE09-A032Z4R 32 8.90 - - 3,00 [ 36400
021772 | 7745VSE09-A040Z5R 40 6.75 - - 3,00 | 32500 Facing Pitch
021773 | 7745VSE09-A050Z5R 50 5.10 - - 3,00 | 29200
021774 | 7745VSE09-A050Z6R 50 5.10 - - 3,00 | 29200
021775 | 7745VSE09-A063Z5R 63 4.00 - - 3,00 | 26000
021776 | 7745VSE09-A063Z7R 63 4.00 - - 3,00 | 26000
a 021777 | 7745VSE09-A0B0Z6R 80 3.00 - - 3,00 | 23100
P 021778 | 7745VSE09-A080Z9R 80 3.00 - - 300 | 23100
021779 | 7745VSE09-A100Z7R 100 2.35 - - 3,00 | 20600
021780 | 7745VSE09-A100Z11R 100 2.35 - - 3,00 | 20600
021781 | 7745VSE09-A125Z8R 125 1.85 - - 300 | 18500

Depth of Cut (ap)
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‘Z : 7745VSEQ09
KENNAMETAL Milling Inserts

‘\‘Q STELLRAM

0 o

T

X L

SDEX09-701 SDCTO09 SDHT09-421 SDHT09-422 SDKT09-45 SDHW09 ) =

B @

Product Application & Material Dimensions (mm) ‘ | ‘ ‘ ‘ E

Roughing Semi-Finishing Finishing g

v \A/ \AAS =

EDP Item Description Grade Depth of Cut (mm) d(cy| | S r | hmmin E

ap max. ap min. - max. ap min. - max. &

5,00 1,00 - 2,50 0,20 - 1,00
Insert selection with facet

015148 | SDEX09T3AEFN-701 GH1 ‘ ‘ ’ 9,52 | 9,52 | 397 |Facet| 0,02
034519 | SDEX09T3AEFN-701 SP4019 [ ] [ J [ J 9,52 | 9,52 | 3,97 |Facet| 0,02
017242 ‘SDCT09T3AEFN ‘GHl | ] ‘ | ‘ u | 9,52 ‘ 9,52 ‘ 3,97 ‘Facet‘ 0,02
031246 ‘SDCTOQTSAEEN ‘SP4019| - ‘ ‘ ® | 9,52 ‘ 9,52 ‘ 3,97 ‘Facet‘ 0,04
015186 | SDHTO9T3AEEN-421 X500 - ® 9,52 | 9,52 | 397 |Facet| 0,03
031476 | SDHTO9T3AEEN-421 SP6519 - ‘ ] 9,52 | 9,52 | 3,97 |Facet| 0,03
017320 | SDHTO9T3AEEN-421 MP91IM - - [ ] ‘ 952 | 9,52 | 3,97 | Facet| 0,03
030766 | SDHTO9T3AEEN-422 X500 - - 9,52 | 9,52 | 397 |Facet| 0,05
030890 | SDHTO9T3AEEN-422 SP6519 - ] ‘ - 952 | 9,52 | 3,97 | Facet| 0,05
026602 | SDKTO9T3AEEN-45 X500 - - 952 | 9,52 | 3,97 | Facet| 0,05
031481 | SDKTO9T3AEEN-45 SP6519 [} ome 9,52 | 9,52 | 397 |Facet| 0,05
026600 | SDKTO9T3AEEN-45 MP91IM (] ‘ ] 9,52 | 9,52 | 397 | Facet| 0,05
015231 | SDHWO9T3AETN X500 - - 9,52 | 9,52 | 3,97 | Facet| 0,10
031575 | SDHWO9T3AETN SP6519 u [ ] - - 9,52 | 9,52 | 3,97 | Facet| 0,10
017323 | SDHWO9T3AETN MP91IM ‘ [ ] - 9,52 | 9,52 | 3,97 |Facet| 0,10

Machining Choice: 0 1t Choice M 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.
SDHWO9T3AETN should be used in Stainless Steel and High Temperature Alloys with heavy scale and generally
when the conditions are unstable.

Note: Feed recommendations can be found on page A99. Speed recommendations can be found on page A104.
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7745VSE09 KZ
Milling Inserts KENNAMETAL
‘EBQSTELLRAM’
2
E SDETO09 SDHT09-422 SDHT09-423 SDMT09-41 SDMWO09
[-£]
(X
= Product Application & Material Dimensions (mm) Li | H‘ ‘._S,‘
°g Roughing Semi-Finishing Finishing
E v \A/ \AA/
S EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
&S ap max. ap min. - max. ap min. - max.
5,00 1,00 - 2,50 0,20 - 1,00
Insert selection with corner radius

017725 ‘SDETOQTSOSFN ‘GHl | ‘ ‘ ‘ ‘ ‘ | 9,52 ‘ 9,52 ‘ 3,97 ‘ 0,80 ‘ 0,02

034520 ‘SDETOQTSOSEN ‘SP6519| - ‘ - ‘ ‘ ’ | 9,52 ‘ 9,52 ‘ 3,97 ‘ 0,80 ‘ 0,03

031261 | SDHTO9T308EN-422 X500 u 9,52 | 952 | 397 | 0,80 | 0,05

033075 | SDHTO9T308EN-422 SP6519 - 9,52 | 9,52 | 3,97 | 0,80 | 0,05

031260 | SDHTO9T308EN-423 X500 - 9,52 | 9,52 | 3,97 | 0,80 | 0,05

033074 | SDHTO9T308EN-423 SP6519 - 9,52 | 952 | 397 | 0,80 | 0,05

014410 | SDMTO9T308EN-41 X500 o [ - 952 | 952 | 397 | 0,80 | 0,04

031479 | SDMTO9T308EN-41 SP6519 | L] | - 9,52 | 9,52 | 3,97 | 0,80 | 0,04

017325 | SDMTO9T308EN-41 | MPIIM oo ¢ - 9,52 | 9,52 | 3,97 | 080 | 004

015232 | SDMWO09T308TN X500 - - 9,52 | 952 | 397 | 0,80 | 0,15

031482 | SDMWO9T308TN SP6519 | ] ] - 9,52 | 9,52 | 3,97 | 0,80 | 0,15

017327 | SDMWOIT308TN MPoIM | o d - 952 | 952 | 397 | 080 | 015

Machining Choice: ‘ 1 Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

SDHTO09T308EN-423 should be used for unstable conditions.

SDMWO09T308TN should be used in Stainless Steel and High Temperature Alloys with heavy scale and generally when the
conditions are unstable. Inserts with radius are only for semi roughing applications where a finished surface is not required.

Note: Feed recommendations can be found on page A99. Speed recommendations can be found on page A104.
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KZ : 7745VSEQ9
KENNAMETAL Recommended Feeds

2 STELLRAM

7745VSE09 Feeds f, (mm/tooth)

End Mills & Face Mills

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
Insert selection with facet
FN-701 | GH1 [ Facing | [ - I | [ 004-030 [ 004-0,30 | - - -] [
FN-701 | SP4019 | Facing | | [004-020 [o05-005 [ - [ - [ - ]o04-030 ] 004-030 | 004-012 | 004-012 | 004-0.12 | 0,04-0,5 | |
FN [ GHL [ Facng | - [ - [ - [ - ] [ - ] [oo4-030 [oos-030] - [ - [ - [ - [T - ]
EN [ SP4019 [ Facing | [ [ 0,05-020 [ 0,05-0415 [ 0,05-020 [ 0,05-020 [ 005-018 ] - [ - [o004-012 [ 004-012 [ 004-012 [ 004-015 | 0,04-006 |
EN-421 | X500 | Facing [ 0,05-020 [ 0,05-0.18 - 0,05-0,5 - - - - - 0,05-0,15 | 0,05-0.15 [ 0,05-0,15 [ 0,05-0,18
EN-421 | SP6519 | Facing | 0,05-020 | 005-0,18 | 005-0,20 | 0,05-0,15 | 0,05-020 | 0,05-020 | 005-0,18 - - 005-0,15 | 0,05-015 | 0,05-015 | 005-0.18 -
EN-421 | MP9IM | Facing | 0,05-020 | 0,05-0,8 - - 0,05-020 | 0,05-020 | 0,05-0,18 - - - - - - 0,04-0,6
EN-422 [ X500 | Facng | - [ - Joos-020]o0s-020] - [ - [ - [ - [ - T005-015]005-015] 005-015 [ 005-018 [ - |
EN-422 [ SP6519 | Facing | 005-020 | 005-018 | 005-0,8 | 005-06 | 005-020 | 005-020 [ 005-018 | - | - | 005-05 | 005-0,45 | 0,05-0,45 | 0,05-018 [ - |
EN-45 | X500 | Facing - - 0,07-0.22 | 0,07-0,20 - - - - - 0,07-0,18 | 0,07-0,18 | 0,07-0,18 | 0,07-0,20
EN-45 | SP6519 | Facing | 007-0,30 | 007-0,25 | 007-022 | 007-020 | 007-025 | 0,07-025 | 0,07-025 - - 0,07-0,18 | 0,07-0,18 | 0,07-0,18 | 0,07-0,20
EN-45 | MP9IM | Facing | 007-0,25 | 007-0,20 - - 007-025 | 0,07-025 | 0,07-025 - - - -
TN* | X500 | Facing - - 0,15-0.25 | 0,15-0,23 - - - - - 0,15-0,18 [ 0,15-048 [ 015-08 | 015-0,20
TN | SPe519| Facing | 0,15-033 | 0,15-028 | 0,15-025 | 0,15-0,23 | 007-0,25 | 007-0,25 | 007-0,25 - - - - - - - -
TN | MP9IM | Facing | 0,5-033 | 0,5-028 - - 0,15-028 | 0,15-0,28 | 0,15-0,28 - - - - - - 0,04-0,08 | 0,04-008
Insert selection with corner radius
PN | GHL | Facng | - | - | - | - [ - T - 1 - TJos-oz om0 ] - [ - [ - [ - ] [
EN [ SP6519 | Facing [ 0,05-020 | 005-018 [ 005-020 [ 005-015 [ 005-025 [ 005-025 [ 005-020 ] - [ - [o004-012 [ 004-012 [ 004-012 | 0,04-0,5 | [
EN-422 [ X500 | Facing [ 005-030 [ 005-025 [ 005-020 [005-015 | - [ - [ - ] [ [ 005-015 [ 005-015 [ 005-015 [ 005-016 | [
EN-422 | SP6519 | Facing - - Jo0s-020 005005 - [ - [ - ] | - ]o005-015] 005-015 | 0,05-015 | 0,05-016 | [
EN-423 | X500 [ Facng | - [ - Jo0s-020[005-015] - [ - [ - ] [ [ 005-0,15 [ 005-0,15 [ 005-0,15 [ 005-0,16 | [
EN-423 [ SP6519 | Facing | - | | 0,05-020 | 0,05-015 | ] | | 0,05-015 | 005-0415 [ 005-015 | 005-016 | |
EN-41 | X500 | Facing [ 005-0,30 | 005-0,5 | 005-022 | 005-020 | 005-025 | 0,05-025 | 0,05-025 - - 0,05-0,18 | 0,05-0,18 [ 0,05-0,18 [ 0,05-0,20
EN-41 | SP6519 | Facing | 0,05-0,30 | 005-0,%5 - - 005-025 | 0,05-025 | 0,05-025 - - - -
EN-41 | MP9IM | Facing | 005-0,30 | 005-0,%5 - - 0,05-025 | 0,05-025 | 0,05-0,25
TN | X500 [ Facing - - - 0,15-0.23 - - - - - 0,15-0,18 [ 015-0,18 [ 015-0,18 | 015-0,20
TN | SPe519 | Facing | 0,15-033 | 0,15-028 - - 015-0,28 | 0,15-028 | 0,15-028 - - - - - - - -
TN | MP9IM | Facing [ 0,15-033 | 0,15-028 - - 0,15-028 [ 0,15-028 | 0,15-0,28 - - - - - - 0,06-0,10 [ 0,06-0,10

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A104.
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7745VSE12
Face Milling Cutterc

L
L

~as

o

Shell Mill Fixation

-

-

Depth of Cut (ap)

A100

[

45°

ap

< STELLRAM =
= LEaad
) £
Product Dimensions (mm) Spares
Max. Screw
EDP Item Description D | Da*| H I1 d1 rr?gx plunging ’.\‘rgétohf EDP S@ EDP Tightening
depth Nm.
7745VSE12 Shell Mill Fixation
021788 | 7745VSE12-A050Z4R 50 65 45 22 | 7,00 | 6,00 4 015270 | F4011T | 015241 | T20 3,10
021789 | 7745VSE12-A063Z5R 63 78 45 22 17,00 6,00 5 015270 | F4011T | 015241 | T20 3,10
021790 | 7745VSE12-A080Z6R 80 95 50 27 | 7,00 | 6,00 6 015270 | F4011T | 015241 | T20 3,10
021791 | 7745VSE12-A100Z7R 100 | 115 | 55 32 7,00 6,00 7 015270 | F4011T | 015241 | T20 3,10
021792 | 7745VSE12-A125Z8R 125 | 140 | 63 40 | 7,00 | 6,00 8 015270 | F4011T | 015241 | T20 3,10
Da* = Outside Diameter
7745VSE12 Technical Information (mm)
Product Dimensions
s Facing Ramping Helical Hole ap max Max 1
EDP Item Description Pitch Angle © i, - max. Helical / | rpm
Linear ”
021788 | 7745VSE12-A050Z4R 50 7.60 4,00 | 21500 Ramping
021789 | 7745VSE12-A063Z5R 63 5.80 4,00 19100
021790 | 7745VSE12-A080Z6R 80 4.40 4,00 17000 (A
021791 | 7745VSE12-A100Z7R 100 3.50 4,00 15100
021792 | 7745VSE12-A125Z8R 125 2.70 4,00 13500
Facing Pitch

‘ZKENNAMETAE

www.kennametal.com
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‘Z : 7745VSE12
KENNAMETAL Milling Inserts

‘\‘Q STELLRAM

Lo e

(7]

SDEX12-701 SDCT12 SDHT12-421 SDKT12-45 SDHT12-42 SDCW12 SDHW12 j E

74 [+

(*]

Product Application & Material Dimensions (mm) ‘«— | H‘ L_J s

Roughing Semi-Finishing Finishing g

v A\A/ \AAS E

EDP Item Description Grade Depth of Cut (mm) d(Ic) | S r | hmmin =

ap max. ap min. - max. ap min. - max. G

7,00 1,00 - 3,00 0,20 - 1,00
Insert selection with facet

034522 | SDEX1204AEFN-701 SP4019 - - [ ] 12,70 12,70 | 4,76 | Facet| 0,02
015149 | SDEX1204AEFN-701 GH1 ‘ ‘ ‘ 12,70 | 12,70 | 4,76 | Facet| 0,02
017243 | SDCT1204AEFN ‘GHl | ] ‘ [ ] ‘ ] |12,7O ‘ 12,70‘ 4,76 ‘Facet‘ 0,02
015187 | SDHT1204AEEN-421 X500 - - 12,70 | 12,70 | 4,76 | Facet| 0,04
031477 | SDHT1204AEEN-421 SP6519 - - [ ] ] 12,70 12,70 | 4,76 | Facet| 0,04
017321 | SDHT1204AEEN-421 MP91M - - ] ’ 12,70 | 12,70 | 4,76 | Facet| 0,04
029457 | SDKT1204AEEN-45 X500 - - 12,70 | 12,70 | 4,76 | Facet| 0,05
031532 | SDKT1204AEEN-45 SP6519 - [ J - 12,70 | 12,70 | 4,76 | Facet| 0,05
029456 | SDKT1204AEEN-45 MP91M - [} - 12,70 | 12,70 | 4,76 | Facet| 0,05
017729 | SDHT1204AETN-42 X500 - 12,70 | 12,70 | 4,76 | Facet| 0,15
031478 | SDHT1204AETN-42 SP6519 [ ] ] ] - 12,70 12,70 | 4,76 | Facet| 0,15
017322 | SDHT1204AETN-42 MP91M [ ‘ ’ [ 12,70 | 12,70 | 4,76 | Facet| 0,15
034517 | SDCW1204AETN X400 ‘ - 12,70 | 12,70 | 4,76 | Facet| 0,15
034516 | SDCW1204AETN SP4019 ] - 12,701 12,70 | 4,76 | Facet| 0,10
031404 | SDCW1204AETN SA9808 - - ’ 12,70 | 12,70 | 4,76 | Facet| 0,17
017730 | SDHW1204AETN X500 - - 12,70 | 12,70 | 4,76 | Facet| 0,15
017324 | SDHW1204AETN MP91M | ‘ - - 12,701 12,70 | 4,76 | Facet| 0,15

Machining Choice: ‘ 1t Choice M 2" Choice ® 3 Choice | Material Guide Key descriptions found on page A5.

SDHW1204AETN X500 should be used in Stainless Steel and High Temperature Alloys with heavy scale and generally
when the conditions are unstable.

Note: Feed recommendations can be found on page A103. Speed recommendations can be found on page A104.
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7745VSE12 KZ
Milling Inserts KENNAMETAL
‘EBQSTELLRAM’
2
E SDHT12-422 SDHT12-423 SDHT12-41 SDMW12
[-£]
(X
= Product Application & Material Dimensions (mm) ‘R | H‘ L_,‘
:2 Roughing Semi-Finishing Finishing s
E v \A4 vy
= EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
|.|=J ap max. ap min. - max. ap min. - max.
7,00 1,00 - 3,00 0,20 - 1,00
Insert selection with corner radius

030717 | SDHT120412EN-422 X500 - 12,70 112,70 | 4,76 | 1,20 | 0,05

030728 | SDHT120412EN-422 SP6519 - 12,70 112,70 | 4,76 | 1,20 | 0,05

031218 | SDHT120412EN-423 X500 - 12,70 112,70 | 4,76 | 1,20 | 0,06

031321 | SDHT120412EN-423 SP6519 - 12,70 112,70 | 4,76 | 1,20 | 0,06

014411 | SDMT120412EN-41 X500 ° ° - 12,70 (12,70 | 4,76 | 1,20 | 0,05

031480 | SDMT120412EN-41 SP6519 Qe [ O | - 12,70 112,70 | 4,76 | 1,20 | 0,05

017326 | SDMT120412EN-41 MP91IM oom ‘ ‘ - 12,70 112,70 | 4,76 | 1,20 | 0,05

015233 | SDMW120412TN X500 - - 12,70 (12,70 | 4,76 | 1,20 | 0,15

034518 | SDMW120412TN SP6519 ‘ ‘ - - 12,70 112,70 | 4,76 | 1,20 | 0,15

Machining Choice: ‘15‘ Choice m2" Choice @3 Choice | Material Guide Key descriptions found on page A5.

SDHT120412EN-423 should be used for unstable conditions.

SDMW120412TN X500 should be used in Stainless Steel and High Temperature Alloys with heavy scale and generally when the
conditions are unstable. Inserts with radius are only for semi roughing applications where a finished surface is not required.

Note: Feed recommendations can be found on page A103. Speed recommendations can be found on page A104.
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KZ : 7745VSE12
KENNAMETAL Recommended Feeds

2 STELLRAM

7745VSE12 Feeds f; (mm/tooth)

End Mills & Face Mills

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.

Insert selection with facet

FN-701 [SP4019| Facing | - [ - Jo005-025Jo005-020] - [ - [ - [004-025 [ 004-025 [ 004-0,20 | 0,04-020 | 0,04-020 [ 0,04-020 [ - ]
FN-701 | GHL | Facng | - | - | - | - [ - 1 - [ - Jom-oz om0 | - | - [ - | - | - ]
PN [ GHL [ Facing | - [ - [ - [ - [ - T - [ - Jom-030fo04-030] - [ - [ - [ - [ - ]
EN-421 | X500 | Facing - - 0,05-022 | 0,05-0,20 - - - - - 0,05-020 | 0,05-020 [ 0,05-020 [ 0,05-0.22
EN-421 | SP6519 | Facing | 0,05-030 | 005-0,25 | 005-0,22 | 0,05-0,20 | 0,05-028 | 0,05-028 | 005-028 - - 0,05-0,20 | 0,05-020 | 0,05-020 | 005-022
EN-421 | MP9IM | Facing | 0,05-030 | 0,05-025 - - 005-028 | 0,05-028 | 0,05-0,28 - - - }
EN-45 | X500 | Facing - - 0,07-025 | 007-0.22 - - - - - 0,07-0.18 | 0,07-0.18 [ 0,07-0,18 [ 0,07-0,20
EN-45 | SP6519 | Facing | 0,07-0,35 | 0,07-030 - - - - - - - - -
EN-45 | MP9IM | Facing - - - - 0,07-030 | 0,07-030 | 0,07-0,30
TN-42 | X500 | Facing - - 0,15-027 [ 0,15-025 - - - - - 015-022 [ 0,15-022 [ 015-022 | 015-025
TN-42 | SP6519 | Facing | 0,15-0,35 | 0,15-030 | 0,15-027 | 015-0.25 | 015-0,30 | 0,15-0,30 | 0,15-0,30 - - 015-022 | 0,15-022 | 015-022 | 015-025 - -
TN-42 | MP9IM | Facing | 0,15-0,35 | 0,15-030 0,18-0,30 | 0,18-0,30 | 0,18-030 - - - - - - 0,08-0,12 | 0,08-0,12

™ X400 Facing 0,15-0,38 | 0,15-0,33 - - - - - - - - - -
™ X500 Facing - - - 0,15-0,27 - - - - - 0,15-020 | 0,15-0,20 | 0,15-0,20 | 015-0.25
™ SP4019 |  Facing - - 0,15-0,30 | 0,15-0,27 | 0,15-0,30 | 0,15-0,30 | 0,15-0,30 - - - - - - 008-012 | 0,08-0,12
™ MP91M Facing 0,15-0,38 | 0,15-0,33 - - 015-030 | 015-030 | 015-0,30 - - - - - - - -
™ SA9808 | Facing 0,17-0,25 | 0,17-0,23 - - - -

Insert selection with corner radius
EN-422 | X500 | Facing [ 005-0,25 [ 005-0,22 |
EN-422 | SP6519 | Facing | 005-025 | 005-022 |

EN-423 [ X500 | Facing [ 005-025 [ 005-022 | [ 005-018 [ 005-018 [ 005-018 [ 005-020 |
EN-423 | SP6519 | Facing | 005-025 | 005-022 | | 005-0,18 | 005-0,18 [ 005-0,18 | 0,05-0,20 |
EN-41 | X500 | Facing [ 005-0,35 | 005-0,30 [ 005-0,25 | 005-022 [ 005-030 | 0,05-030 | 0,05-030 - - 0,05-0,18 | 0,05-0,18 [ 0,05-0,18 | 0,05-0,20
EN-41 | SP6519 | Facing | 005-0,35 | 0,05-0,30 - - 0,05-030 [ 0,05-030 | 0,05-0,30 - - - -
EN-41 | MP9IM | Facing | 0,05-0,35 | 0,05-0,30 - - 0,05-030 | 0,05-030 | 0,05-0,30
TN [ X500 | Facing [ - - [o15-027 ] - - - - | - TJo015-018 [ 015-018 [ 015-018 [ 015-020 [ - ]
TN | SP6519 | Facing | 015-038 | 015-033 | - |o1s-030]015-03 [o1s-030 | - | - ] [ [ [ [

0,08-0,12 | 0,08-012

[ 005-0,18 [ 005-0,18 [ 0,05-0,18 [ 0,05-0,20 |
| 005-018 | 005-018 [ 005-018 | 005-020 |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A104.
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7745VSE
Recommended Speeds ‘ZKENNAMETAII

) w
VMW STELLRAM
ﬂ/b‘

2
S
8
i Speed v (m/min)
o3
K% Wear Resistance
= 7T45VSE Series - +
o
w Speed min. - max.
Coolant Recommendation PVD cvp PVD PVD o) Uncoated Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin Cermet
) Rm and \ \ . \
IS0 | Materials | 2ot 1O @ x40 O @ x00 |O @) speswo | @) sPaore | @) mPam | @] GHL | @) SA9sos
2
DY 120- 260 130-270 130-295 140- 345 240 - 345
T © e (ONN J ©e [ J [
TR 105 - 230 115 - 240 115 - 260 120 - 305 190 - 270
X 2
endvig 95- 200 100- 210 100- 230 105- 270 140- 205
Alloyed 950-1200 N/mm? © e ©e © e L4 o
= DT 70 - 150 75 - 160 75- 175 80 - 205 90- 130
1200-1400 N/mm?
S Y @® | 45-95 @® | 50-100 ® | 50-110 ® | 50-130 @ | 215-305
Austenitic + Ferritic 115 - 250 115- 270 200- 335
Stainless 300 series ®le ®le ® e
Steel Martensitic
P 100 - 220 105 - 235 180 - 305
PH Stainless Re‘;aﬁ“"y [ ) 50-110 | @ 50-120 | @ 85- 145
S 120 - 280 140 - 295 240 - 400 145 - 365
GG-Ft
S ©|®|105-205 |© | @| 110-240 | @ | @ | 185-340 | | @ | 115-285
Malleable B B B ~
TS NP 95 - 170 100 - 220 170 - 285 105 - 260
Aluminium & Alloys
S B EEN 400 - 2745 400 - 3050
[ [ J
Aluminium + Silicon
SR 295 - 2135 295 - 2440
Iron Based 23-48 23-55 40 - 67
Cobalt Based 21-44 22-48 37-63
[ J [ J [ J
Nickel Based 24-51 25-55 42-72
Titanium Based 35-73 36-79 61-103
Hard Steel
>1400 Nimm? 45-95 50 - 110 50 - 105
>415 HBN
Chilled Cast Iron L L L
>1400 Nimm? 35-80 45- 100 40-95
> 400 HBN

A104 KZKENNAMETAE www.kennametal.com
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‘Z : 7745VSE
KENNAMETAL Technical Information

2\BQSTELLRAM‘

775VSE Technical Information

Feed rate compensation: For 45° cutting, divide the hm, value by the
sine of the approach angle (the sine of 45° = 0,707)

End Mills & Face Mills

i.e.: hm or 0,08mm
0,707 0,707 = 0,11mm programmed feed rate

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f;) h,, = Average chip thickness Formula: Average Chip Thickness (hy)
a, = Radial engagement

fp=hmx A/_d f, = Feed per tooth hm=fz x 4/ 8
a

e d = Cutter diameter d

www.kennametal.com ‘ZKENNAMETN: A105
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8000V-8010V Face Milling Cutter Series

‘ZKENNAMETAIZ

Facing Shoulder/ Ramping Pocketing Helical Helical Spiral / Circular
Profiling/ Interpolation  Interpolation
Slotting with Bore Hole

— s, = =
2§BQSTELLRAM @ 5@ @ @

VERSATILE CARTRIDGE MILLING CUTTERS
The 8000V-8010V cutter series provides the opportunity to assemble the bodies with different
cartridges for a wide range of applications.

This clamping design allows the adjusting screws to work in opposition to each other, to allow
setting of each insert within 2-5 um.

All Stellram cartridge face mills feature a unique design that maintains the accuracy of the
cartridge location even after a collision.

www.kennametal.com KZKENNAMETN: A107
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8000V-8010V Face Milling Cutters

Applications
‘\’QSTELLRAM”
8000V Cutter
8010V Cutter
A108

KZKENNAMETAI:

PSS LSS

8000V CUTTERS WITH UNEQUAL PITCH

The cutters in the 8000V series (& 100 — 400mm) with interchangeable
cartridges have a medium pitch and an unequal division of teeth. This
design has been developed through extensive studies of their vibration
phenomena. They are especially recommended for surfacing cast
structures and all other parts with drilled holes or thin walled sections,

as well as for square shoulder face milling. For a given table feed, the
medium pitch allows a lower feed rate per tooth which avoids the risks of
damage to sides or recesses of the machined parts.

These are quick-change cartridges thanks to a heel which comes up
against a setting track. The runout achieved is in the order of 0,05mm.
If a greater degree of precision is required, they can easily be adjusted
individually with a runout of 2-5 um. In case of accidental shocks, the
heel disengages automatically from the track and the tool body remains
intact.

8010V CUTTERS WITH EQUAL PITCH

For machining High Temperature Alloys, we have modified our milling
cutters with cartridges. Available in @ 100 — 200mm, the bodies of the
8010V milling cutters have the same characteristics as the 8000V body
but the distribution of the teeth is regular. The number of teeth is equal
to that of the 8000V series.

The 8010V is best used for rough milling, semi-finishing and finishing of
Titanium and High Temperature Alloys.

Precautions

At speeds above 80 m/min., the differential pitch of the 8000V becomes

essential to reduce the possibility of vibration.

The capability of the 8000V-8010V series is dependent on the different
assembly options.

KZKENNAMETN: www.kennametal.com
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‘ZKENNAMETAL Cartridge Milling Cutter Bodies
<\ STELLRAM e, 2, =, =
\) \) \) — \) \) \)
 E—
Product Dimensions (mm) Cartridge Spares é
=
No. of M Weight incl. 8
- . . !
EDP Item Description D H d1 Teeth EDP Cartridge Canlzlgges 5
Screw 8,
8000V Bodies with Unequal Pitch ]
021921 |8000V100RBODY 100 68 32 6 022646 7065 2,29 =
021922 | 8000V125RBODY 125 63 40 8 022646 7065 3,04 o
021923 | 8000V160RBODY 160 63 40 10 022646 7065 543
021924 | 8000V200RBODY 200 63 60 12 022646 7065 8,77
021925 | 8000V250RBODY 250 63 60 16 022646 7065 15,48
021926 | 8000V315RBODY** 315 80 60 20 022646 7065 29,85
021927 | 8000V400RBODY** 400 80 60 24 022646 7065 57,60
8010V Bodies with Equal Pitch
023071 |8010V100RBODY** 100 68 32 6 022646 7065 2,29
021973 | 8010V125RBODY** 125 63 40 8 022646 7065 3,04
021974 |8010V160RBODY** 160 63 40 10 022646 7065 543
021975 | 8010V200RBODY** 200 63 60 12 022646 7065 8,77

Cutter Body ** Denotes non stock items.

Note: Mounting instructions refer to pages A161 - A164.

Note: D* is nominal diameter for most cutter assemblies except for 90 degree A-Style, 16mm & 20mm button and 12mm &
16mm High Feed assemblies.

For these mentioned assemblies the cutter diameter will change, please see assembly pages for diameter detail.

Product Spares

" A Insert Adjustment
EDP Item Description X Adjustment Screw M EDP Screw M Insert
Range (mm) EDP EDP Style

| Finishing Cartridge & Spares
014953 |81FS00R-12 [ 0,03-0,05 | 015266 | D5013T [ 105241 [ T20 | 016858 | 72.602 [ SPHX12...

These cartridges, have a fine adjusting set screw and are set according to the dimension (axial shift) “X”.
X =0,03-0,05mm
(X =0,02 mm with a pressed insert with a nose radius).

81 FS 00 Cartridge

The following series assemblies with a wiper insert are possible:

Cutter Inserts
8000VRO00... RP.. 16 + Wiper 8000VR 00
8000VOD45... OD..04 + Wiper
8000VOD45... OD..06 + Wiper
8000VS45... SC..12 + Wiper =7 )
8000VSE45... SD..12 + Wiper C O |
— X
The following series assemblies with a wiper inserts are not possible: 8000VS / VSE 45
Cutter Inserts
8000VXD92... Wiper not possible
8000VXE92... Wiper not possible )
8000VA90... Wiper not possible T X

8000VOD 45

Also, all 8010V cutter series are not possible to assemble with
a wiper insert.

www.kennametal.com KZKENNAMETN: A109
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8000V-8010V Milling Cutter Bodies KZ :
Mounting / Attachment KENNAMETAL

‘\’g STELLRAM
32mm
® 80.0V Cutters Mounting & Attachment Dimensions (mm)
@ Cutter Fixation
§ D Bore / Pilot di H7 D2 f f1 d2 d3 da ds b1 t
d T—
- TIIH: s 3100 @32mm 2 53 : : : : : — [ 1% | 8
> @125 240 mm 40 77 i i i - - - 16,40 9
i ,
2 Ja| g 2 160 240 mm 40 100 | 66,70 - 14 20 - - 16,40 9
T @200 @60 mm 60 136 | 10160 | - 18 26 - - 2570 | 14
o ; Jj , 2 250 260 mm 60 180 | 10160 | - 18 26 - - 2570 | 14
ol | le. o] & [ o35 260 mm 60 240 | 10160 | 1778 | 18 2 2 32 | 2570 | 14
< f = @ 400 60 mm 60 320 | 10160 | 1778 | 18 2 2 32 | 2570 | 14

§ l) Locate Directly to Milling Arbor
—
__ E\ For cutter @ 100, 125 & 160mm.
=]

Locate Directly to Spindle Nose 7/24 with Centreing Arbor

Spindle 7/24 No. 40 for cutter @ 160mm.
Spindle 7/24 No. 50 for cutter @ 200mm to 400mm.
Spindle 7/24 No. 60 for cutter @ 315mm to 400mm.

A110 KZKENNAMETN: www.kennametal.com
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‘Z @ 80.0VA90-_R-16 Series
KENNAMETAL Cartridge Shoulder Milling Cutter

EEEQSTELLRAM' > &ﬁg

Facing Shoulder/
Profiling/
Slotting
90° CARTRIDGE SHOULDER MILLING ASSEMBLIES 80.0VA90- R-16
Applications: 8000VA90-_R-16:
80.0VA9O cutters series are assembled with cartridges for AP..16 milling inserts for face and Maximum an = 16mm
shoulder milling applications. Effective Cutting Diameter
Range = 106mm to 406mm
This cutter series is available in two different versions, both with medium pitch. * Denotes non stock items diameter

321mm - 406mm
The cutters series 8000VA90 has an unequal medium pitch for reducing vibration and is
suitable for roughing, semi-finishing and finishing of Steel, Steel Alloys, Stainless Steel, Cast

Iron and Aluminium Alloys. 8010VA90- R-16:

Maximum ap =16mm
The 8010VA90 series has an equal medium pitch and is especially recommended for Effective Cutting Diameter
roughing, semi-finishing and finishing of High Temperature Alloys such as Iron Based Alloys, Range = 106*mm to 206*mm
Cobalt Based A||OyS, Nickel Based A”OyS and Titaniums. * Denotes non stock items.

Note: The 80.0VA90 series when mounted with cartridge 80VA90R-16 using
AP..1604.. A-Style inserts cannot utilise the wiper cartridge for finishing when a fine
finished surface is required.

Note: When using inserts with a radius larger than 2,00mm the cartridges need to be modified
for additional clearance by the end user.
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80.0VA90-_R-16 KZ :
Shoulder Milling Cutter Assemblies KENNAMETAL

Cartridge Face Mills

‘\‘u STELLRAM

ﬂ‘
7 @

4" dl ‘47
H
L Product Dimensions (mm) Spares
o D
EDP Item Description Effective H d ap | No.of | ppp EDP Tighionn
p Cutting 1 max Teeth gNm 9
Diameter
8000VA90-_ R-16 Bodies with Unequal Medium Pitch & Cartridges
021817 | 8000VA90-100R-16 106 68 32 16 6
021819 | 8000VA90-125R-16 131 63 40 16 8
021821 | 8000VA90-160R-16 166 63 40 16 10
021823 | 8000VA90-200R-16 206 63 60 16 12 015262 | D4010T | 015240 | T15 3,10
021825 | 8000VA90-250R-16 256 63 60 16 16
021827 | 8000VA90-315R-16* 321 80 60 16 20
021829 | 8000VA90-400R-16* 406 80 60 16 24
8010VA90-_R-16 Bodies with Equal Medium Pitch & Cartridges
Cutter Body & Cartridges 021929 [8010VA90-100R-16* 106 68 32 16 6
021931 | 8010VA90-125R-16* 131 63 40 16 8
021933 | 8010VA90-160R-16* 166 63 40 16 10 015262 | DA010T | 015240 | T15 3.10
021935 | 8010VA90-200R-16* 206 63 60 16 12
* Denotes non stock items.
Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP EDP Tightening Screw Screw
Nm EDP EDP
Cartridge & Spares
015390 | 80VA9OR-16 [ 015262 | D4010T [ 015240 [ T15 | 310 | 022646 | 7065 | - \
80VA9OR-16 Note: AP..1604.. A-Syle cutter assemblies cannot utilise the wiper cartridges.
Note: When using inserts with a radius larger than 2,0mm the cartridges need to be modified for additional clearance
by the end user.
Note: Mounting instructions refer to pages A161 - A164.
80.VA90-_R-16 Technical Information (mm)
Product Dimensions
. i i " ap max
EDP Item Description FF?i?c?]g I?Aanrgllgnug ';'neilr'fzfln';'gf Helical / F’;ﬁjl
Linear
021817 |8000VA90-100R-16 106 - - - - 10800 i
021819 |8000VA90-125R-16 131 - - - - 9200
021821 |8000VA90-160R-16 166 - - - - 7800
021823 |8000VA90-200R-16 206 - - - - 6200
021825 | 8000VA90-250R-16 256 - - - - 5900 Facing Pitch
021827 |8000VA90-315R-16* 321 - - - - 5200
021829 |8000VA90-400R-16* 406 - - - - 4500
N * 021929 |8010VA90-100R-16* 106 - - - - 10800
90° @ 021931 | 8010VA90-125R-16* 131 - - - - 9200
021933 |8010VA90-160R-16* 166 - - - - 7800
021935 |8010VA90-200R-16* 206 - - - - 6200
N )
D—» Denotes non stock items.

Depth of Cut (ap)
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‘Z : 80.0VA90-_R-16
KENNAMETAL Milling Inserts

‘\’Q STELLRAM

APET16-42 APHT16-42 APEX16-701 APFW16-TR APHT16-ER APHT16-FR

Product Application & Material Dimensions (mm) 2

Roughing Semi-Finishing Finishing %

v \Ad yvv e

EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin ::

ap max. ap min. - max. ap min. - max. '5’

16,00 1,50 - 5,00 0,10-1,50 -E

033179 | APET160402TR-42 SP6519 ° | | 9,52 16,66 | 4,76 | 0,20 | 0,10 S
033180 | APET160408TR-42 SP6519 ° [ ] | 9,52 16,66 | 4,76 | 0,80 | 0,10
033181 | APET160410TR-42 SP6519 ° | | 9,52 16,66 | 4,76 | 1,00 | 0,10
033182 | APET160415TR-42 SP6519 (] [ ] u 952 16,66 | 4,76 | 1,50 | 0,10
033183 | APET160420TR-42 SP6519 ° [ ] | 9,52 16,66 | 4,76 | 2,00 | 0,10
033184 | APET160425TR-42 SP6519 ° | u 9,52 16,66 | 4,76 | 2,50 | 0,10
033185 | APET160430TR-42 SP6519 ° [ ] | 9,52 16,66 | 4,76 | 3,00 | 0,10
033186 | APET160440TR-42 SP6519 [ J ] u 9,52 |16,66 | 4,76 | 400 | 0,10
033187 | APET160460TR-42 SP6519 (] ] | 9,52 16,66 | 4,76 | 6,00 | 0,10
015155 | APHT1604PDTR-42 X500 - - 9,52 | 16,66 | 4,76 | Facet| 0,10
031466 | APHT1604PDTR-42 SP6519 [ J ] u 9,52 |16,66 | 4,76 | Facet| 0,10
017293 | APHT1604PDTR-42 MP91IM - me L 1 9,52 16,66 | 4,76 | Facet| 0,10
033188 | APEX1604PDER-701 SP6519 L] 9,52 | 16,66 | 4,76 | Facet| 0,02
033189 | APEX1604PDFR-701 SP4019 [ ] [ ] [ ] 9,52 |16,66 | 4,76 | Facet| 0,02
014066 | APEX1604PDFR-701 GH1 ‘ ‘ ‘ 9,52 16,66 | 4,76 | Facet| 0,02
033190 | APFW1604PDTR X400 ‘ ° 9,52 | 16,66 | 4,76 | Facet| 0,10
033191 | APFW1604PDTR SP4019 [ ] n ’ 9,52 |16,66 | 4,76 | Facet| 0,10
027883 | APFW1604PDTR SC3025 | ‘ ‘ 9,52 16,66 | 4,76 | Facet| 0,10
017628 | APFW1604PDTR GH1 [ ] [ ] 9,52 16,66 | 4,76 |Facet| 0,10
033192 ‘APHT1604PDER ‘SP4019 | - ‘ - ‘ | 9,52 | 16,66 ‘ 4,76 ‘ Facet ‘ 0,05
015154 ‘APHT1604PDFR ‘GHl | | ‘ | ‘ | | 9,52 ‘16,66‘ 4,76 ‘Facet‘ 0,02

Machining Choice: ‘ 1t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

Note: APHT1604PDTR-42 X500 should be used for Stainless Steel with heavy scale.
Note: APFW1604PDTR X400 should be used for Alloyed Steel with heavy scale.
Note: APFW1604PDTR SP4019 should be used for High Temperature Alloys with heavy scale.

Note: Feed recommendations can be found on page A115. Speed recommendations can be found on page A116
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80.0VA90-_R-16
Milling Inserts KZKENNAMETAE

‘\‘QSTELLRAM“

APHT16-46 APET16-48 APKT16-43 APKT16-45

§ Product Application & Material Dimensions (mm)

© Roughing Semi-Finishing Finishing

] v vy vy

[

e EDP [tem Description Grade Depth of Cut (mm) d@cy| | S r | hmmin

2 ap max ap min - max ap min - max

E 16,00 1,50 - 5,00 0,10-1,50

]
027869 | APHT160408ER-46 X500 n ] 9,52 | 16,66 | 4,76 | 0,80 | 0,05
031495 | APHT160408ER-46 SP6519 ‘ 9,52 | 16,66 | 4,76 | 0,80 | 0,05
027870 | APHT160416ER-46 X500 n ] 9,52 | 16,66 | 4,76 | 1,60 | 0,05

031496 | APHT160416ER-46 SP6519 9,52 | 16,66 | 4,76 | 1,60 | 0,05

027871 | APHT160424ER-46 X500 u ] 9,52 | 16,66 | 4,76 | 2,40 | 0,05

031497 | APHT160424ER-46 SP6519 9,52 |16,66 | 4,76 | 2,40 | 0,05

027872 | APHT160432ER-46 X500 ] u 9,52 | 16,66 | 4,76 | 3,20 | 0,05

031397 | APHT160432ER-46 SP6519 16,66 | 4,76 | 3,20 | 0,05

027873 | APHT160440ER-46 X500 ] ] 9,52 | 16,66 | 4,76 | 4,00 | 0,05

031542 | APHT160440ER-46 SP6519 9,52 | 16,66 | 4,76 | 4,00 | 0,05

027874 | APHT160450ER-46 X500 ] ] 9,52 | 16,66 | 4,76 | 500 | 0,05

031498 | APHT160450ER-46 SP6519 9,52 | 16,66 | 4,76 | 500 | 0,05

027875 | APHT160464ER-46 X500 ] ] 9,52 | 16,66 | 4,76 | 6,40 | 0,05

031541 | APHT160464ER-46 SP6519 9,52 | 16,66 | 4,76 | 6,40 | 0,05

< S < S < > > < . <
g

030811 | APET1604PDER-48 X500 ] 9,52 | 16,66 | 4,76 | Facet| 0,04

030773 | APET1604PDER-48 SP6519

[ ]
L 2
©
()]
N

16,66 | 4,76 | Facet| 0,04

030860 | APET160408ER-48 X500 ] 9,52 | 16,66 | 4,76 | 0,80 | 0,04

[ e 2 WE 2
[ N e 2

030861 | APET160408ER-48 SP6519 ® ‘ 9,52 | 16,66 | 4,76 | 0,80 | 0,04

015156 | APKT1604PDER-43 X500 [ ] - - 9,52 | 16,66 | 4,76 | Facet| 0,08
031468 | APKT1604PDER-43 SP6519 ‘ - - 9,52 | 16,66 | 4,76 | Facet| 0,08
017294 | APKT1604PDER-43 MP91IM mme - - 9,52 | 16,66 | 4,76 | Facet| 0,08
027887 | APKT1604PDER-43 SC3025 ‘ - - 9,52 | 16,66 | 4,76 | Facet| 0,08
023115 | APKT1604PDER-45 X500 - - 9,52 | 16,66 | 4,76 | Facet| 0,08
031469 | APKT1604PDER-45 SP6519 - ‘ - 9,52 | 16,66 | 4,76 | Facet| 0,08
023114 | APKT1604PDER-45 MP91IM - L] - 9,52 | 16,66 | 4,76 | Facet| 0,08

Machining Choice: ‘ 1%t Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

Note: APKT1604PDER-43 X500 should be used for Steel with heavy scale.
Note: Feed recommendations can be found on page A115. Speed recommendations can be found on page A116.
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KZ @ 80.0VA90-_R-16
KENNAMETAL Recommended Feeds

2\:? STELLRAM

80.0VA90-_R-16 Feeds f; (mm/tooth) 2
=
@ T <+
Lo o
o _ 8 _ &

gl g | B 52 | -z | 3¢ &
£ 8 I =9 fol) 23 1)
5] S <3 @ 3 'S (=]
o o hx =]
£
Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. S

TR-42 | X500 Facing 0,10-0,25 | 0,10-0,22

TR-42 | SP6519 |  Facing 010-0,28 | 010-023 | 0,10-022 | 0,10-0,20
TR-42 | MP91IM Facing - - - -

ER-701 | SP6519 | Facing - - - - - - - R R
FR-701 | SP4019 | Facing - - - - - - - 0,03-020 | 0,03-0,18

0,08-0,25 | 0,08-0,20 | 0,08-0,20 - - - - - - 0,03-0,06 | 0,05-0,08
0,02-005 | 002-005 | 002-005 | 0,02-0,05

FR-701 | GH1 Facing - - - - - - - 0,03-0,20 | 0,03-0,18
TR X400 Facing - 0,10-0,25 - - - - 0,05-0,10 | 0,05-0,10
TR SP4019 |  Facing - - - - - - - 0,08-0,10 | 0,08-0,0 | 0,08-0,10 | 0,08-0,12 | 0,05-0,10 | 0,05-0,10
TR SC3025 | Facing - - - - 0,10-0,22 | 0,10-0,22 | 0,10-0,22 - - - - - -
TR GH1 Facing - - - - 0,10-0,22 | 0,10-0,22 | 0,10-0,22

[ - [ - [ - [ - |
003-020 [003-018 [ - [ - [ -

ER | SP4019 | Facing [ |
I I
[ - [ - o04-010] 004-010 [ 004-010 | 004-0.14 |
[ - - - -]
[ [
I I

FR_ | GHL | Facing

[ [ - TJoos-018 |
I
ER-46 | X500 | Facing |
|
I
|

[ - [ - |
- - [ 004-025 | 004-022
0,04-025 | 0,04-020 | 0,04-024 | 0,04-020

ER-46 | SP6519 | Facing
ER-48 | X500 | Facing - - - -
ER-48 | SP6519 | Facing | 0,05-0,20 | 0,05-0,18 | 0,04-0,16 | 0,04 - 0,12
ER-43 | X500 | Facing [ 0,08-030 -
ER-43 | SP6519 | Facing | 0,05-0,28 | 0,05-0,23 - - - - -
ER-43 | MP9IM | Facing | 006-0,27 | 0,06-0,22 - - 0,06-0,25 | 0,06-0,25 | 0,06-0,20
ER-43 | SC3025 | Facing - - - - 0,06-0,25 | 0,06-0,25 | 0,06-0,20
ER-45 | X500 Facing - 0,08-0,22
ER-45 | SP6519 | Facing | 0,06-0,25 | 0,06-0,20
ER-45 | MPOIM | Facing | 0,08-025 -

|
[ - Jo04-010] 004-010 [ 004-010 [ 0,04-014
| | 0,04-008 | 004-008 [ 004-008 | 004-012

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A116.
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80.0VA90-_R-16
Recommended Speeds

‘ZKENNAMETAIZ

Cartridge Face Mills

‘\’a STELLRAM
A4

Speed v (m/min)

80.0VA90- R-16
Series

Wear Resistance

Speed min. - max.

Coolant Recommendation
Recommended @ Possible ®

PVD
X Grade

CvD
X Grade

PVD
Standard

PVD
Standard

CvD
Standard

CvD
Standard

Uncoated
Micrograin

Rm and

ISO | Materials Hardness

v®

X400

X500 spes19 | () @) spa019 | @] weam | @) scaozs () @) GHI

<600 N/mm?
<180 HBN

130- 270 130 - 295 140 - 345

<950 N/mm?
<280 HBN

115 - 240 115 - 260 120 - 305

700-950 N/mm?
200-280 HBN

95 - 200

100 - 210 100 - 230 105 - 270

950-1200 N/mm?
280-355 HBN

Alloyed
Steel

70 - 150

75-160 75-175 80 - 205

1200-1400 N/mm?
355-415 HBN

45-95

50 - 100 @ | 50-110 @® | 50-130

Austenitic + Ferritic

Stainless 300 series

115 - 250 115-270 120 - 280

Martensitic
400 series

Steel
M

100 - 220 105 - 235 110 - 250

Refractory
PH.

PH Stainless

50-110 | @ 50-120

Grey
GG-Ft

145 - 365 150 - 395 135-290

Spheroidal-Ductile
GGG-FGS

@ | 115-285 @ | 120-335 | © | @ | 120-245

Malleable
GTS - MN/MP

105 - 260 105 - 275 115- 200

Aluminium & Alloys
< 16% Si 116 HBN

400 - 2895 400 - 3050

Aluminium + Silicon
> 16% Si 92 HBN

295 -2320 295 - 2440

Iron Based

23-48 23-55 24- 63

Cobalt Based

21-44 22-48 23-52

Nickel Based

24-51 25-55 26-59

Titanium Based

35-73 36-79 37-84

Hard Steel
>1400 NImm?
>415 HBN

45-95

50 - 100 50-105

Chilled Cast Iron
>1400 N/mm?
> 400 HBN

35-80

40 - 90 40 - 95

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f)

A/ d
1 = [y %% a

A116

@

h,, = Average chip thickness
a. = Radial engagement

f, = Feed per tooth hy =1, x ae
d = Cutter diameter d

Formula: Average Chip Thickness (hp)

KZKENNAMETAE

www.kennametal.com
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80.0VX.92-_R-12 & -16 Series
Cartridge High Feed Milling Cutter

‘ZKENNAMETAIZ

[ e T

Facing Ramping

/ e, =, = =
2§BQSTELLRAM” S 5@ @ @ @

CARTRIDGE HIGH FEED MILLING ASSEMBLIES
80.0VX.92 high feed milling cutters are capable of high metal removal in facing applications.
The patented insert design offers better performance than round insert cutters.

The 80.0VX.92 high feed cutters are the best solution when specifically focusing on reducing
cycle time or removing a maximum volume of material in the shortest time.

Our high feed cutter has the capacity to achieve 5 times higher feed rate than other existing
cutters in the market. This is due to its unique design and insert positioning. 80.0VX.92 cutters
also have a tremendous advantage, when used in a long (extended) toolholder.

These cutters absorb vibration and generally reduces the instability and deflection of the tool.

Applications:

The 80.0VX.92 cutters are assembled with cartridges for XD...or XE... high feed milling inserts
and are ideal for a wide range of applications. Facing, slotting pocketing, ramping and helical
interpolation. Available with medium pitch.

The cutter series 8000V X.92 has an unequal medium pitch for reducing vibration and is
suitable for roughing and semi-finishing of Steel, Steel Alloys, Stainless Steel, Cast Iron and
Aluminium Alloys.

The cutters series 8010VX.92 has an equal medium pitch and is especially recommended for
roughing and semi-finishing of High Temperature Alloys, such as Iron Based alloys, Cobalt
Based Alloys, Nickel Based Alloys and Titanium.

NOTE: The 80.0VX.92 series when mounted with high feed cartridges 80VX.92R-12 or
80VX.92R-16 using XD... or XE... inserts cannot utilise the wiper cartridge for finishing when a
fine finished surface is required.

KZKENNAMETAII

www.kennametal.com

Pocketing Helical Helical

Interpolation  Interpolation

with Bore Hole

Slotting /
Shoulder

80_0VX_92- R-12&-16

8000VXD92-_R-12:
Maximum ap= 2,50mm
Diameter Range =
106mm to 256mm

8010VXD92-_R-12:
Maximum a, = 2,50mm
**Diameter E{ange =
106mm to 206mm

8000VXE92-_R-16:
Maximum ap = 3,50mm
Diameter Range =
106mm to 256mm

8010VXE92-_R-16:
Maximum a, = 3,50mm
**Diameter F{ange =
106mm to 206mm

**Denotes non stock

Spiral / Circular

A117
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80.0VXD92- R-12 KZ :
Cartridge High Feed Milling Cutter Assemblies KENNAMETAL

‘\‘u STELLRAM

> L

Soldds

4" d 1 ‘47
H
L Product Dimensions (mm) Spares
‘ D ‘ D Screw
«—Dg EDP Item Description E(?S[([;it:]\ée Da* H d1 rﬁgx "\‘I'gétohf EDP M EDP Tigl;\zening
Diameter m
8000VXD92-_ R-12 Bodies with Unequal Medium Pitch & Cartridges
033161 |8000VXD92-100R-12 87,95 106 68 32 25 6
033162 |8000VXD92-125R-12 112,95 131 63 40 25 8
033163 |8000VXD92-160R-12 147,95 166 63 40 25 10 | 015263 | D4012T | 015240 | T15 3,10
033164 | 8000VXD92-200R-12 187,95 206 63 60 25 12
033165 |8000VXD92-250R-12 237,95 256 63 60 25 16
8010VXD92-_ R-12 Bodies with Equal Medium Pitch & Cartridges
033166 |8010VXD92-100R-12** 87,95 106 68 32 25 6
033167 |8010VXD92-125R-12** 112,95 131 63 40 25 8
Cutter Body & Cartridaes 033168 |8010VXD92-160R-12** 147,95 166 63 40 25 10 015263| DA012T | 015240 T15 310
y 9 033169 |8010VXD92-200R-12** 187,95 206 63 60 2,5 12
* Denotes non stock items.
Da* = Outside Diameter
Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP M EDP Tightening Screw M Screw
Nm EDP EDP
Cartridge & Spares
030378 [80VX92R-12 | 015263 | D4012T | 015240 [ 715 | 310 | 022646 [ 7065 | - [
80VX92-R12 Note: Mounting instructions refer to pages A161 - A164.
Note: XD..1205.., X-Style cutter assemblies cannot utilise the finishing wiper cartridges.
80.0VXD92-_R-12 Technical Information (mm =)
= on (mm S\ [/S)
Product Dimensions ] ]
Ramping an max
inti Facing Angle Helical Hole P Max Ramping Helical
EDP Item Description ) . Helical / i
Pitch Ae Be min. - max. Linear RPM Interpolation
033161 |8000VXD92-100R-12 8795 | 0,31 | 047 192 210 1,80 10800 Flat
033162 | 8000VXD92-125R-12 112,95 | 0,24 | 0,36 242 260 1,80 9200
033163 | 8000VXD92-160R-12 147,95 | 0,18 | 0,28 312 330 1,80 7800
033164 | 8000VXD92-200R-12 187,95 [ 0,14 | 0,21 392 410 1,80 6800 EECTeIEC
033165 | 8000VXD92-250R-12 237,95 | 0,11 | 0,17 | 492 510 1,80 5900 Y
033166 | 8010VXD92-100R-12** 87,95 | 031 | 047 192 210 1,80 10800 Ramp angle A uses one
033167 | 8010VXD92-125R-12** 112,95 | 0,24 | 0,36 242 260 1,80 9200 outside cutting edge only.
033168 | 8010VXD92-160R-12* 147,95 | 0,18 | 0,28 312 330 1,80 7800 Ramp angle B uses
033169 | 8010VXD92-200R-12** 187,95 [ 0,14 | 0,21 392 410 1,80 6800 two cutting edges
(one outside and
** Denotes non stock items. one inside edge).
+ A B
4 i
A = max ramp angle utilizing full
D —»| face contact
Da*—» B = max ramp angle utilizing full

contact + internal corner radius

Depth of Cut (ap)

A118 ‘Z KENNAMETAL www.kennametal.com
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KZ @ 80.0VXD92-_R-12
KENNAMETAL Milling Inserts & Recommended Feeds

‘\‘a STELLRAM

"

XDLW12-D XDLT12-D41 XDLT12-D721 XDLT12-D411

Product Application & Material Dimensions (mm) 2

Facing ‘ Slotting ‘ Plunging %

EDP Item Description Grade Depth of Cut (mm) d(cy| | s r | hmmin r S

[T

ap max. 2,50 ap max. 2,00 ae max. 9,00 ®

=

029490 | XDLW120508SR-D X400 (1Y) e $0¢  |1270|1270| 556 | 080 | 0.10 2

£

029488 | XDLW120508SR-D X500 12,70|12,70| 556 | 0,80 | 0,10 3
029489 | XDLW120508SR-D SC3025 ¢ ¢ ¢ 12,70|12,70| 556 | 0,80 | 0,10
029682 | XDLT120508ER-D41 | X500 ¢ ¢ ¢ 12,70|12,70| 556 | 0,80 | 0,05
031534 | XDLT120508ER-DA1  |SP6519| ® om | o om | o em |1270]1270| 556 | 0,80 | 0,05
033068 | XDLT120508ER-D41 | SC6525 mEm mEm EEm 12,70 12,70| 556 | 0,80 | 0,05
029638 ‘XDLT120508ER-D721 IGHz | ¢ I ¢ I & |12,7o I 12,70‘ 5,56 I 080 I 004

030783 | XDLT120512ER-DALL | X500 ¢ ¢ O |1270]1270) 556 | 120 | 005

030792 | XDLT120512ER-D411 SP6519 | @ on [ ] on ® @l |12,70|12,70| 556 | 1,20 | 0,05

Machining Choice: ‘ 1 Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

XDLW120508SR-D X500 should be used for Alloyed Steel and Stainless Steel with heavy scale.

XDLT120512ER-D411 is a more positive geometry than the -D41 with a larger radius which increases performance during smaller
radial engagements or where chipping may occur when using the -D41 geometry.

XDLT120512ER-D411 uses less power than -D41.

80.0VXD92_R12 Feeds f; (mm/tooth)

ER-D411] X500 | Facing [ - Jo2-140]020-090 |
ER-D411] X500 | Slotting [ - Jo02-110]02-08 |
ER-D411] SP6519 | Facing [ 030-2,50 | 030-2,30 [ 0,20-1,20 [ 0,20-0,75 [ 030-250 [ 0,30-230
ER-D411] SP6519 | Slotting | 0,30-2,00 | 030-180 | 020-1,00 | 0.15-0,60 | 0,30-2,00 | 0,30-1,80

[ - [o2-08 [020-085 [020-085 [ 020-100 |

|
I
[ | 010-0,70 | 0,10-0,70 | 0,10-0,70 | 0,10-0,80 |

|
[ - T020-085 [ 020-085 [ 020-085 [ 020-1,00
| | 010-0,70 | 0,10-0,70 | 0,10-0,70 | 0,10-0,80 |

o T
o 2 5%
£l g | £ 28 | £3 | 35
15 @ S = s £8
8 (0] 2 @ ST
] o nx
Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
SRD | X400 | Facing | 0,30-270 | 0,30-250 - - - - - - - - - - - 0,30-120 | 0,30-150
SRD | X400 | Slotting | 0,30-250 | 0,30-2,40 - - - - - - - - - - - 0,30-080 | 0,30-1,00
SR-D | X500 | Facing | [030-250[020-1,70[020-120] - [ - ] [ [ [ - T - ] [ [
SR-D | X500 | Slotting | [030-240]020-150 020-200] - | - ] | | | [ | | |
SR-D [SC3025] Facing | [ - T - T - 1030-300]030-28 [ 030-250 | [ [ - 1T - ] [ [
SR-D | SC3025| Slotting | [ - | - [ - [o3-250]03-230 | 030-210 | | | [ | |
ER-DAL| X500 [ Facing | [ - Jo-14]020-000] - [ - ] [ [ [ 020-085 [ 020-085 [ 0,20-085 [ 020-100 | [
ER-D41 | X500 | Slotting | [ - Jo2-110fo02-080] - | - ] [ [ | 010-0,70 | 0,10-0,70 | 0,10-0,70 | 0,10-0,80 | [
ER-D41 [ SP6519 | Facing [ 0,30-250 | 0,30-230 [ 0,20-120 | 0,20-075 | 0,30-250 [ 030-230 [ - | [ [ 020-0,85 [ 020-0,85 [ 0,20-0,85 [ 0,20-1,00 | [
ER-D41 | SP6519 | Slotting | 0,30-2,00 | 0,30-1,80 | 020-1,00 | 015-060 | 030-200 [ 030-180 [ - | | | 010-070 [ 010-070 | 010-070 | 010-080 | |
ER-D41 | SC6525 [ Facing | 0,20-200 [ 020-165 [ - [ - [030-250 [ 030-230 | [ [ [ - T - ] [ [
ER-D41 | SC6525 | Slotting | 0,20-1,75 | 020-155 | - | - ] 030-200 | 0,30-180 | [ [ [ | [ [
ER-D721] GH2 [ Facing | [ T [030-150 Jo30-150 [ - [ - [ - ] [ [
ER-D721] GH2 | Slotting | [ T [030-150 [o030-250 [ - [ - | - ] | |
I I I
| | |
[ [
| |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A122.
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80.0VXE92-_R-16 KZ :
Face Milling Cutter Assemblies KENNAMETAL

Cartridge Face Mills

BQSTELLRAM*

=

Sg8dods

»‘ dy ‘«
H
y Product Dimensions (mm) Spares
‘47 D 44 D
- Effective ay No. of screw
«—Dg EDP Item Description Cutting Da* H dy mgx Teeth | EPP M EDP Tightening
Diameter Nm
8000VXE92-_ R-16 Bodies with Unequal Medium Pitch & Cartridges
033207 | 8000VXE92-100R-16 82,15 106 68 32 35 6
033208 | 8000VXE92-125R-16 107,15 131 63 40 35 8
033209 | 8000VXE92-160R-16 142,15 166 63 40 35 10 | 031225 | DP5013T | 030819 | TP20 6,10
033210 | 8000VXE92-200R-16 182,15 206 63 60 35 12
033211 | 8000VXE92-250R-16 232,15 256 63 60 35 16
8010VXE92-_R-16 Bodies with Equal Medium Pitch & Cartridges
033212 | 8010VXE92-100R-16** 82,15 106 68 32 35 6
033213 | 8010VXE92-125R-16* 107,15 131 63 40 35 8
Cutter Body & Cartridges 033214 | 8010VXE92-160R-16* 142,15 166 63 40 35 10| 031225 | DPSOIST | 030819 | TP20 6,10
y 9 033215 | 8010VXE92-200R-16* 182,15 206 63 60 35 12

* Denotes non stock items.
Da* = Outside Diameter

Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP M EDP Tightening Screw M Screw
Nm EDP EDP

Cartridge & Spares
031308 [ 80VX92R-16 | 031225 [DP5013T| 030819 | TP20 | 610 | 022646 [ 7065 | - [

80VX92R-16 Note: Mounting instructions refer to pages A161 - A164.
Note: XE..1605.., X-Style cutter assemblies cannot utilise the finishing wiper cartridges.
. . =
80.0VXE92-_R-16 Technical Information (mm) I
Product Dimensions —
. Ramping ap max Ramping Helical
EDP Item Description Fgﬁg&g Angle Helical Hole | /P F’z"m Interpolation
A° B° min. - max. Linear o
033207 | 8000VXE92-100R-16 82,15 | 0.39 | 047 186 210 2,50 10800
033208 | 8000VXE92-125R-16 107,15 | 0.29 | 0.36 | 236 260 2,50 9200
033209 |8000VXE92-160R-16 142,15 | 0.22 | 0.27 | 306 330 2,50 7800
033210 |8000VXE92-200R-16 182,15 | 0.17 | 0.20 | 386 410 2,50 6800 Facing Pitch
033211 | 8000VXE92-250R-16 232,15 | 0.13 | 0.16 486 510 2,50 5900
Ramp angle A uses one
033212 | 8010VXE92-100R-16** 82,15 | 0.39 | 047 186 210 2,50 10800 outside cutting edge only.
033213 | 8010VXE92-125R-16** 107,15 | 0.29 | 0.36 | 236 260 2,50 9200
033214 | 8010VXE92-160R-16* 142,15 | 022 | 027 | 306 | 330 | 250 7800 e T
033215 | 8010VXE92-200R-16** 182,15 | 0.17 | 0.20 | 386 410 2,50 6800 (one outside and
. one inside edge).
+ ** Denotes non stock items. A B
4 i
A = max ramp angle utilizing full
D —»| face contact
Da*—» B = max ramp angle utilizing full

contact + internal corner radius

Depth of Cut (ap)
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KZ @ 80.0VXE92-_R-16
KENNAMETAL Milling Inserts & Recommended Feeds

‘\g‘v STELLRAM

XELW16-D XELT16-D41
Product Application & Material Dimensions (mm) 2
Facing I Slotting I Plunging %
EDP Item Description Grade Depth of Cut (mm) d(cy| |1 S r | hmmin E
ap max. 3,50 ap max. 3,00 ae max. - ®
{=2]
031291 | XELW160512SR-D X400 (1Y) e - 16,80 | 16,80 | 556 | 1,20 | 0,12 2
k=
031292 | XELW160512SR-D SC3025 ‘ ‘ - 16,80 | 16,80 | 5,56 | 1,20 | 0,12 8
031293 | XELT160512ER-D41 X500 ‘ ’ - 16,80 | 16,80 | 5,56 | 1,20 | 0,12
031294 | XELT160512ER-D41 SP6519 | @ 1] [ ] [ 1] - 16,80 | 16,80 | 556 | 1,20 | 0,12
033069 | XELT160512ER-D41 SC6525 aEe ame - 16,80 | 16,80 | 5,56 | 1,20 | 0,12

Machining Choice: ‘15‘ Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

80.0VXE92-_R-16 Feeds f; (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.

| | [
[ - T - T - To03-200]030-180 | 030-15
| | 0,30-1550 | 0,30-1,30 | 0,30- 1,21

B

Facing
SR-D | X400 | Sloting |
SR-D [SC3025| Facing [ -
SRD [SC3025] Shting | - [ - ]
[
I

030-050 | 030-080

030-1,70 | 030-150 |

0
0

[ 030-1,40 [ 020-1,00 [ 020-060 [ - [ - ]

I I I I

I I I I

| | | | |
ER-D41 [ X500 | Facing [ [ [ 020-0,60 [ 0,20-0,60 [ 0,20-0,60 [ 0,20-0,80 | [
ER-D4L | X500 | Slotting [ 030-100 [ 020-080 [ 020-050 [ - | - ] | | | 010-040 [ 010-040 | 00-040 | 010-050 | |
ER-D41 | SP6519 | Facing | 0,30-1,50 [ 0,30-1,20 | 0,20-1,00 | 0,20-050 [ 0,30-150 [ 0,30-1,20 | [ [ [ 0,20-060 [ 0,20-0,60 [ 0,20-0,60 [ 0,20-0,80 | |
ER-D41 | SP6519 | Slotting | 0,30-1,20 | 0,30-110 | 0,20-080 | 0,20-045 | 0,30-120 | 0,30-110 | [ [ | 010-0,40 | 0,10-0.40 | 0,10-0,40 | 0,10-050 | [
ER-D41 [ SC6525| Facing [ 020-120 [ 020-200 [ - [ - ] 030-150 | 0,30-120 | [ [ [ - 1T - ] [ [
ER-D41 | SC6525 | Slotting | 0,20-115 | 020-090 | - | - ] 030-120 [ 0,30-110 | | | | - 1 - | |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A122.
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‘ZKENNAMETAIZ

80.0VX.92

Recommended Speeds

‘\&7 STELLRAM

P

Speed V¢ (m/min)

Wear Resistance

Cartridge Face Mills

80.0VX.92 Series | - +
Speed min. - max.
Coolant Recommendation PVD cvD PVD Uncoated cvD cvD
Recommended @ Possible ® X Grade X Grade Standard Micrograin Standard Standard
. Rm and \ \ \
ISO | Materials Hardness | © @] x00 |0 @ x00 | @) sres19 | @ oH2 [O @) scess () @) scaos
2
<G00 120- 260 130- 295 140-370
<950 N/mm? © e o o
<280 HBN 105 - 230 115 - 260 120 - 325
X 2
[hndvig 95 - 200 100 - 210 100 - 230 105 - 290
Aloed [ ssooonme | © | ® 70- 150 ©® 75- 160 ©® 75-175 ©® 80- 210
Steel 280-355 HBN ) ) ) )
1200-1400 N/mm?
T Y @ 45-95 @ | 50-100 @® | 50-110 @ | 50-140
Austenitic + Ferritic
Stainless e ole 115 - 250 ole 115- 270
M| Martensitc 100- 220 105- 235
400 series ) )
PHStainless | oo ° 50-110 | @ 50-120
Grey
GG-Ft 140 - 295 145 - 390 150 - 395
Spheroidal-Ductile
GGG-FGS © | @ | 110-240 @ | 115-305 @ | 120-335
Malleable
GTS - MN/MP 100 - 220 105 - 275
Aluminium & Alloys
<16% Si 116 HBN ~ Wo-2E
Aluminium + Silicon
>16% Si 92 HBN 2= 2%
Iron Based 23-48 23-55
Cobalt Based 21-44 22-48
o o
Nickel Based 24 -51 25-55
Titanium Based 35-73 36-79
Hard Steel
>1400 NImm? 45-95
>415 HBN
Chilled Cast Iron b
>1400 N/mm? 35-80
> 400 HBN

A122
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‘Z : 80.0VX.92
KENNAMETAL Technical Information

‘\BQSTELLRAM”
L2

The advantages of face milling and 80.0VX.92 Round Insert Tools E
producing cavities with Stellram’s high ) ) ®
feed face milling are numerous. « Cutting forces + Tangential E

predominantly forces act P
The unique design of the insert, approach axial. ?égﬁjnsd the \ '§
angle and the cutter body ensure the » Relationship ' \ E
cutting forces are predominantly directed between cutting * Leads to vibration o
in the axial direction. The example shown edge and work piece and damage of
with a round insert tool shows complex is at its most stable. the cutting edge.
forces which result in high levels of « Results in high feed rates « Leads to reduced
vibration and damage to the cutting edge. and consistent tool life. feed and lower productivity.
The 80.0VX.92 (12mm & 16mm) high feed Centre clearance Side wall
face mill machines with a constant 80.0VX.92
volume of chip throughout all aspects of « Constant cutting
producing cavities and produces a side section (chip volume)
wall that is close to profile. irrespective of

position in cavity.
Round insert tools have increasing chip - Producing a close
volume through the process. to profile side wall. Round insert

« Near-square side « Greater surface contact.

walls possible.
« Increased chip section for side
wall machining.

« Vibration in corners.

« Undulating side wall cusps.

CNC Programme - Corner Radius Definition

80.0VX.92 Programming Data (mm)

. Insert size (mm) | Radius R L
The use of common CAD / CAM systems requires a round 08 250 102
insert dimension to be known for cavity machining. This is 12 12 273 0,97
available with 80.0VX92 cutters as shown to the right and ] 16 12 418 146
in the reference table. R

For finish pass applications:

Wiper Facet for finishing use max. feed 0,8 mm/revolution

www.kennametal.com ‘ZKENNAMETN: A123
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80.0VX.92
Technical Information KZKENNAMETAE

z\BQSTELLRAM”

Calculation of the average chip thickness in relation with the D.O.C. (Axial)
Formula: Programme Feed Rate (f) h,, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Depth of cut

P
f,=h x A/ ;1 f, = Feed per tooth hoy =1, x &

P d = Insert diameter (45mm) d
Theoretical Diameter for all high feed insert sizes = 45mm

Cartridge Face Mills

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f,) h, = Average chip thickness Formula: Average Chip Thickness (hy)
a, = Radial engagement

f,=hy x / 6(11 f, = Feed per tooth hy =f, X ae

e d = Cutter diameter d

Facing Pitch, Ramp Angle, Helical Interpolation and Max RPM Capacity for 80.0VX.92 Series (mm)

Product Dimensions =
D Rarmping =1\ BVE
. i i Anale . ap max I —
Insert tem Description Effective D.* Facing ng Helical Hole lical Max
Size P Cutting a Pich | po | 5o min. - max. HL‘? ica RPM
Diameter near Ramping Helical
8000VXD92-100R-12 87,95 106,00 | 87,95 | 031 | 047 | 192 210 1,80 10800 Interpolation
8000VXD92-125R-12 112,95 131,00 | 112,95 | 0.24 | 0.36 | 242 260 1,80 9200
12mm | 8000VXD92-160R-12 147,95 166,00 | 147,95 | 018 | 0.28 | 312 330 1,80 7800 e
8000VXD92-200R-12 187,95 206,00 | 187,95 | 0.14 | 021 | 392 410 1,80 6800
8000VXD92-250R-12 237,95 256,00 | 237,95 | 011 | 017 | 492 510 1,80 5900
Faci Pitch
8000VXE92-100R-16 8215 | 10600 | 8215 | 039 | 047 | 186 | 210 | 250 | 10800 aeing Hie
8000VXE92-125R-16 107,15 131,00 | 107,15 | 0.29 | 0.36 | 236 260 2,50 9200
16mm | 8000VXE92-160R-16 142,15 166,00 | 142,15 | 0.22 | 0.27 | 306 330 2,50 7800
8000VXE92-200R-16 182,15 206,00 | 18215 | 0.17 | 0.20 | 386 410 2,50 6800
8000VXE92-250R-16 232,15 256,00 | 232,15 | 0.13 | 0.16 | 486 510 2,50 5900 A

* Denotes non stock items. %\
A

Ramp angle A uses one
outside cutting edge only.

Ramp angle B uses two cutting edges
(one outside and one inside edge).

A = max ramp angle utilising full
face contact

B = max ramp angle utilising full
contact + internal corner radius

A124 ‘Z KENNAMETAL www.kennametal.com
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‘Z @ 80.0V0D45-_R-04 & -06 Series
KENNAMETAL Cartridge Face Milling Cutter

2§BQSTELLRAM i@ @ @ @

Facing Ramping Pocketing Helical Helical Spiral / Circular ~ Chamfering Shoulder /
Interpolation  Interpolation Profiling /
with Bore Hole Slotting
42° CARTRIDGE FACE MILLING ASSEMBLIES 80 0VOD45- R-04 & -06
The 80.0VOD45 cutters are designed to machine all materials. Octagonal inserts offer up to - -
eight economical cutting edges. 80.0VOD45- R-04:
] ] o Maximum ap = 3,50mm
80.0VODA45 cutters are assembled with cartridges for OD..0404.. or OD..0605.. milling inserts (apl max = 8mm)
for face milling applications. Effective Cutting Diameter

Range = 100mm to 400mm
The cutters series 8000VOD45 has an unequal medium pitch for reducing vibration and is ** Denotes non stock items 8000VOD45
for roughing, semi-finishing and finishing of Steel, Steel Alloys, Stainless Steel, Cast Iron and diameter 315 - 400mm

Aluminium Alloys. ** Denotes non stock items 8010VOD45

. . . . . diameter 100 - 200mm
The 8010VODA45 series has an equal medium pitch and is especially recommended for

roughing, semi-finishing and finishing of High Temperature Alloys such as Iron Based Alloys,

Cobalt Based Alloys, Nickel Based Alloys and Titanium. 80.0VOD45- R-06:

Maximum ap = 4,50mm

(apl = 10mm)

Effective Cutting Diameter

Range = 100mm to 400mm

** Denotes non stock items 8000VOD45
diameter 315 - 400mm

** Denotes non stock items 8010VOD45
diameter 100 - 200mm

The 8000VOD45 series can be assembled with a particular wiper cartridge for finishing when
a fine finished surface is required. The corresponding pocket on the body for the finishing
cartridge is marked with a “F".

Note: The 8010 series are not possible to assemble with a wiper cartridge.
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80.0V0D45-_R-04

Face Milling Cutter Assemblies

KZKENNAMETAI:

‘\’QSTELLRAM“ B 2. & EJ
—»‘ d]_ ‘47
H
L Product Dimensions (mm) Spares
| D4J EDP Item Description Efeaie D | H | dp | 2|2l Nooflenp |y | EDP Tightenn
¢«—Da P Cutting a 1 | max | max| Teeth & gNm 9
Diameter
8000VOD45-_ R-04 Bodies with Unequal Medium Pitch & Cartridges
021837 |8000VOD45-100R-04 100 108 68 | 32 [350|800| 6
021838 |8000VOD45-125R-04 125 133 63 | 40 [350[800] 8
021839 |8000VOD45-160R-04 160 168 63 | 40 [ 350|800 10
021840 | 8000VOD45-200R-04 200 208 63 | 60 [350|800| 12 |015270| F4011T |015241| T20 3,10
021841 |8000VOD45-250R-04 250 258 63 | 60 [ 350|800 16
021842 |8000VOD45-315R-04* 315 323 80 | 60 [ 350|800 20
021843 |8000VOD45-400R-04* 400 408 80 | 60 [350[800] 24
8010VOD45-_ R-04 Bodies with Equal Medium Pitch & Cartridges
Cutter Body & Cartridges 021936 |8010VOD45-100R-04* 100 108 68 | 32 [350|800| 6
021937 | 8010VOD45-125R-04* 125 133 63 | 40 |350|800| 8
021938 |8010VOD45-160R-04* 160 168 63 | 40 [350]800| 10 015270| F40LLT 015241 T20 310
021939 |8010VOD45-200R-04** 200 208 63 | 60 [350]800] 12
** Denotes non stock items.
Da* = Outside Diameter
Product Spares
Screw Mounting Adjustment
EDP Item Description EDP ‘%ﬁ EDP Tightening Screw M Screw M
Nm EDP EDP
Cartridge & Spares
014313 | 80VOD45R-04 015270 | F4011T | 015241 T20 3,10 022646 7065 -
80VOD45R-04 ‘ . . l | | | | l | | |
Finishing Cartridge & Spares
014953 |81FS00R-12 | 015266 [ D5013T | 015241 [ T20 | 600 | 022646 | 7065 | 016858 | 72.602
[— Note: Mounting instructions refer to pages A161 - A164.
|
"
q @
80.0VOD45-_R-04 Technical Information (mm)
81FSO0R-12 Product Dimensions =
. . . ap max s\ [S)
or | e | o | e | (] (S
\) \)
Linear
i Helical
021837 | 8000VOD45-100R-04 100 0.17 196 214 2,00 | 10800 e Sros oy
021838 | 8000VOD45-125R-04 125 0.14 246 264 2,00 | 10000
021839 | 8000VOD45-160R-04 160 011 316 334 2,00 | 8000 -
021840 | 8000VOD45-200R-04 200 0.09 396 414 2,00 | 6800
T~ 021841 | 8000VOD45-250R-04 250 0.07 496 514 2,00 | 5900
220 87° * 021842 | 8000VODA45-315R-04* 315 - - - - 5200
021843 | 8000VOD45-400R-04* 400 4500 —
Facing Pitch
VA Bl 021936 | 8010VOD45-100R-04* 100 017 196 214 2,00 | 10800
| @ 021937 | 8010VODA45-125R-04* 125 0.14 246 264 2,00 | 10000
A $ 021938 | 8010VOD45-160R-04* 160 0.11 316 334 2,00 | 8000
021939 | 8010VOD45-200R-04* 200 0.09 396 414 2,00 | 6800
D—»
** Denotes non stock items.
Da*—#

Depth of Cut (ap)

A126
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‘Z : 80.0V0D45-_R-04
KENNAMETAL Milling Inserts

‘\‘Q STELLRAM

ODETO04-441 ODETO04-44 ODMT04-41 ODMT04-412 ODEWO04-RA ODMWO04-SN SPHX12-EN (wiper) <@ @

Product Application & Material Dimensions (mm) r ‘ ‘ ‘ ‘ )

Roughing Semi-Finishing Finishing %

v \A/ \AA/ ]

EDP ltem Description | Grade Depth of Cut (mm) dggy| 1 | s | ¢ |hmmin S

ap max. ap min. - max. ap min. - max. -5’

350 1,00-2,00 0,20 - 1,00 £

C

024911 | ODETO404APFN-441 | GHL O ¢ ¢ 12,70 | 4,00 | 476 | Facet| 0,02 ©
022198 | ODETO404APEN-44 X500 - - ° 12,70 | 4,00 | 4,76 | Facet| 0,04
031470 | ODETO404APEN-44 SP6519 - - n [ ] 12,70 | 4,00 | 4,76 | Facet| 0,04
022199 | ODETO404APEN-44 MP91M - - ‘ ] 12,70 | 4,00 | 4,76 | Facet| 0,04
022061 | ODMTO404APEN-41 X500 ° 12,70 | 4,00 | 4,76 | Facet| 0,06
031472 | ODMTO404APEN-41 SP6519 ‘ [ ] 12,70 | 4,00 | 4,76 | Facet| 0,06
017775 | ODMTO404APEN-41 MP91M EEm 12,70 | 4,00 | 4,76 | Facet| 0,06
030768 | ODMTO040408EN-412 X500 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
030769 | ODMTO040408EN-412 X700 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
031540 | ODMTO040408EN-412 SP6519 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
015143 | ODMTO040408EN-41 X500 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
030330 | ODMT040408EN-41 X700 - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
031471 | ODMTO040408EN-41 SP6519 ° - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06
017303 | ODMT040408EN-41 MP91M [ ] - - 12,70 | 4,00 | 4,76 | 0,80 | 0,06

Wiper
027884 | ODEWO0404APTR-RA ‘SC3OZS| - ‘ ‘ ‘ ‘ |12,70‘ 4,00 ‘ 4,76 ‘ Facet‘ 0,19
017672 | ODMWO040408SN X500 - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27
031462 | ODMWO040408SN SP6519 [ ] 12,70 | 4,00 | 4,76 | 0,80 | 0,27
017304 | ODMWO040408SN MP91M ‘ u - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27
029096 | ODMW040408SN SC3025 ‘ - - 12,70 | 4,00 | 4,76 | 0,80 | 0,27 INSERT APPLICATION NOTES:
Machining Choice: ‘15‘ Choice ® 2" Choice ® 3 Choice | Material Guide Key descriptions found on page A5. ODMWO040408SN X500 should be

used on Stainless Steel and High
Temperature Alloys with heavy
scale.

Note: Feed recommendations can be found on page A127. Speed recommendations can be found on page A128.

ODMWO040408SN inserts should
generally be used for heavy duty
applications only.

Product Application & Material Dimensions (mm) ODMTO40408EN-41 and
Roughing Semi-Finishing Finishing ODMT040408EN-412 in Grade
M vy yvy X700 is recommended for medium
EDP Item Description Grade Depth of Cut (mm) d(c)| | s r | hmmin  roughing of Stainless Steel and
ap max. ap min. - max. ap min. - max. High Temperature Alloys when a
- - 0,20-1,00 stronger cutting edge is required.
Wiper Inserts
017237 | SPHX12M512EN GH1 - - ] ‘ 12,70 112,70 | 5,00 | 1,20 | 0,02
031455 | SPHX12M512N SA9608 - - ‘ u 12,70| 12,70 | 5,00 | 1,20 | 0,02

Machining Choice: Q 1%t Choice M 2" Choice @ 3" Choice | Material Guide Key descriptions found on page A5.

Note: Mounting instruction for wiper inserts refer to pages A161 - A164.

www.kennametal.com KZKENNAMETN: A127
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80.0V0D45-_R-04 ‘Z @
Recommended Feeds KENNAMETAL

2STELLRAM

2 80.0VOD45-_R-04 Feeds f; (mm/tooth)
=
3 3z
@ 2
— — (2]
& 2| o 5 g3 | £ | 2§
@ £ K] s = @ =Kz 23
=] 8 o] = @ ST
=] o o n
£
g Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.
FN-441 | GH1 Facing - - - - - - - 0,04-0,30 | 0,04-0,25 - - - - - -
EN-44 | X500 | Facing [ 006-030 | 006-027 | 006-0.25 | 0,06-020 - - - - - 006-020 | 0,06-020 | 0,06-020 | 006-025
EN-44 | SP6519 | Facing | 0,06-030 | 006-027 | 0,06-025 | 006-020 | 0,06-025 | 006-025 | 0,06-0.23 - - 006-020 | 0,06-020 | 006-0.20 | 0,06-0.25
EN-44 | MP9IM | Facing | 0,06-030 | 006-027 - - 006-0,25 | 0,06-025 | 006-0.23 - - - -
APEN-41| X500 Facing 0,06-0,35 | 0,06-0,22 - - - - -
APEN-41 | SP6519 Facing 0,06-0,35 | 0,06-0,22 - - 0,06-025 | 0,06-025 | 0,06-023
APEN-41 | MP91M Facing 0,06-0,35 | 0,06-0,22 - - 0,06-025 | 0,06-025 | 0,06-0,23
EN-412 | X500 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-0,15 | 0,06-0,15 | 0,06-0,15 | 0,06-0,25
EN-412 | X700 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-015 | 0,06-0,15 | 0,06-015 | 0,06-0,25
EN-412 | SP6519 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-0,15 | 0,06-0,15 | 0,06-0,15 | 0,06-0,25
EN-41 | X500 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30
EN-41 | X700 Facing - - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30
EN-41 | SP6519 Facing 0,06-0,35 - 0,06-0,35 | 0,06-0,30 - - - - - 0,06-0,20 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30
EN-41 | MP91M Facing - - - - 0,06-0,35 | 0,06-035 | 0,06-0,35 - - - - - -
TR-RA [SC3025] Facing | - [ - [ - [ - ]019-035]019-03 [ 019-035 [ - T T T
SN X500 Facing - 0,32-050 | 0,30-040 | 0,30-040 - - - - - 0,20-0,30 | 0,20-0,30 | 0,20-0,30 | 0,20-0,33
SN SP6519 Facing 0,32-055 | 032-0,50 - - - - - - - - -
SN MP91IM Facing 0,32-0,55 | 0,32-0,50 - - 0,32-050 | 0,32-050 | 0,32-0,50
SN SC3025 Facing - - 0,32-050 | 0,32-0,50 | 0,32-0,50

Wiper Inserts Feed /revolution (fn in mm)
SPHX | GH1 [ Facing | 1,00-4,00 | 1,0-3,00 | 080-250 [ 080-2,00 [ 100-250 [ 080-220 [ 080-200 [ - [ - [ - [ - - - -
SPHX | SA9608 | Facing | 1,00-4,00 [ 1,0-3,00 | 080-250 | 080-2,00 | 100-250 | 080-220 [ 080-200 | - | - ] 050-150 | 050-150 | 050-150 | 050-180 | - |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A128.
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KZ @ 80.0V0D45-_R-04
KENNAMETAL Recommended Speeds

) u
VMW STELLRAM
ﬂ/O‘

Speed v; (M/min) 2
- =
80 0VOD45 R 04 Wear Resistance 8
. . '_ = - + I.I‘E
Series &
Speed min. - max.. 2
: =
Coolant Recommendation cVD PVD PVD cVD cvD Uncoated Uncoated S
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin Cermet
. Rm and . \ \ \ \ \
ISO | Materials hardness | © @ xwo |0 @ xwo |0 @ speso [ @ mram | @) sc02s | @] oHrr [ @) SAgsos
2
R 130- 270 130- 295 140 - 345 240 - 345 265 - 380
T [OAK J [OAN J [ J (] [ ]
280 LB 115 - 240 115 - 260 120 - 305 215 - 305 235-335
X 2
[y 100 - 210 100- 230 105- 270 190- 270 205 - 295
Aloed [ ssooonme | © | ® 75-160 ©® 75-175 ° 80 - 205 * 140 - 205 * 155- 225
Steel 280-355 HBN ) ) ) ) )
1200-1400 N/mm?
SRR @ | 50-100 @ | 50-110 @ | 50-130 @ | 90-130 @ | 100-145
, AustenticiFerilic 115 - 250 115 - 260 115- 270 215 -305 235-335
Stalnless seies 1 o | @ ©e © e © e © e
M| S NHIEIES 100- 220 105- 230 105 - 235 195 - 275 215 - 305
400 series
PH Stainless Ref;aﬁ“"y () 50-110 | @ 50-115 | @ 50 - 120 ® 90-180 | @ 100 - 200
(féfgt 140- 295 145 - 365 150 - 395 135 - 290 280 -400
SR e ® | @] 110-240 ® | 115-285 ® 12035 (©| @ 120-245 ® | 220315
Malleable
TS P 100 - 220 105 - 260 105 - 275 115 - 200 200 -285
Aluminium & Alloys B
< 16% Si 116 HBN ° 400 - 3050
Aluminium + Silicon
> 16% Si 92 HBN A=l
Iron Based 23-48 23-52 23-55 50-75
Cobalt Based 21-44 22 - 46 22 -48 48-70
[ J [ ] ([ J [ J
Nickel Based 24-51 25-53 25-55 52-75
Titanium Based 35-73 36-75 36-79 60 - 95
Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?2
> 400 HBN

* Note: ODETO04..-441 in Grade GH1 can only be used for Aluminium.
* Note: Wiper Insert SPHX12M512EN GH1 can be used for Steel, Steel Alloys, Stainless Steel, Cast Iron and High Temperature Alloys.

www.kennametal.com KZKENNAMETAE A129
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80.0V0D45-_R-06

Face Milling Cutter Assemblies

»‘ d; ‘«

]

’¢I+‘

Cutter Body & Cartridges

80VOD45R-06

-

e

81FSO0R-12
‘\ i
42° 87 *
/¥ \at

D—»
Dg*—»~

Depth of Cut (ap)

A130

KZKENNAMETAI:

‘\’QSTELLRAM“ e A &
4 AW S
Product Dimensions (mm) Spares
Eﬁelgtive ap | apl | No.of Screw
EDP Item Description Cutting Da H dp max | max | Teeth EDP ‘o@ EDP T|gr;\}ﬁ‘r|nng
Diameter
8000VOD45-_ R-06 Bodies with Unequal Medium Pitch & Cartridges
026638 | 8000VOD45-100R-06 100 110 68 | 32 [ 4501000 6
026639 |8000VOD45-125R-06 125 135 63 | 40 [450[10,00] 8
026640 |8000VOD45-160R-06 160 170 63 | 40 | 450 |10,00 10
026641 |8000VOD45-200R-06 200 210 63 | 60 | 45010,00] 12 |015270 | F4011T |015241| T20 3,10
026642 |8000VOD45-250R-06 250 260 63 | 60 | 450 10,00 16
026643 | 8000VOD45-315R-06* 315 325 80 | 60 | 450 /10,00 20
026644 | 8000VOD45-400R-06** 400 410 80 | 60 [450[10,00] 24
8010VOD45-_ R-06 Bodies with Equal Medium Pitch & Cartridges
026645 | 8010VOD45-100R-06** 100 110 68 | 32 | 450 |10,00] 6
026646 | 8010VOD45-125R-06** 125 135 63 | 40 | 4501000 8
026647 |8010VOD45-160R-06** 160 170 63 | 40 [ 450 10,00 10 015270| F40LT 015241 T20 310
026648 | 8010VOD45-200R-06** 200 210 63 | 60 [ 450]10,00] 12
* Denotes non stock items.
Da* = Outside Diameter
Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP @ﬁ EDP Tightening Screw M Screw W
Nm EDP EDP
Cartridge & Spares
026587 | 80VOD45R-06 [ 015270 | F401aT | 015241 [ T20 [ 310 | 022646 [ 7065 | [
Finishing Cartridge & Spares
014953 |81FS00R-12 | 015266 | D5013T | 015241 | T20 | 600 | 022646 | 7065 | 016858 | 72.602
Note: Mounting instructions refer to pages A161 - A164.
80.0VOD45-_R-06 Technical Information (mm)
Product Dimensions =
/= \ =)
EDP ltem Description Facing | Ramping Helical Hole 8p MaX | pay [
P Pitch | Angle® min, - max. Helical I\ reM
Helical
026638 | 8000VOD45-100R-06 100 0.22 194 218 2,60 [ 10800 LT
026639 |8000VOD45-125R-06 125 0.18 244 268 2,60 | 10000
026640 | 8000VOD45-160R-06 160 0.14 314 338 2,60 | 8000 -
026641 | 8000VOD45-200R-06 200 0.11 394 418 2,60 | 6800 /’ N\
026642 | 8000VOD45-250R-06 250 0.09 494 518 2,60 | 5900 '—‘
ftll———————————
026643 | 8000VOD45-315R-06* 315 - - - - 5200
026644 |8000VOD45-400R-06** 400 4500 ——
Facing Pitch
026645 | 8010VOD45-100R-06** 100 0.22 194 218 2,60 | 10800
026646 | 8010VOD45-125R-06* 125 0.18 244 268 2,60 | 10000
026647 | 8010VOD45-160R-06** 160 0.14 314 338 2,60 | 8000
026648 | 8010VOD45-200R-06** 200 0.11 394 418 2,60 | 6800

** Denotes non stock items.

KZKENNAMETAI:
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‘Z @ 80.0V0D45-_R-06
KENNAMETAL Milling Inserts

‘\‘Q STELLRAM

ODETO06-441 ODETO06-44 ODMTO06-41 ODEWO06-RA ODMWO06-TN ODMWO06-SN SPHX12-EN (wiper) g'@\ @

Product Application & Material Dimensions (mm) L_,‘ L_,‘ )
| s =
Roughing Semi-Finishing Finishing %
v \Ad \AAJ g
EDP ltem Description | Grade Depth of Cut (mm) dgg| 1 | s | ¢ |bmmin S
ap max. ap min. - max. ap min. - max. -5’
4,50 1,00 - 2,00 0,20 - 1,00 £
[3-]
026588 | ODETOGOSAPFN-441 | GHL O ¢ ¢ 16,00| 6,00 | 555 |Facet| 002 ©
026592 | ODET0605APEN-44 X500 - - [ ] 16,00 | 6,00 | 555 |Facet| 0,04
031501 | ODET0605APEN-44 SP6519 - - | | [ ] 16,00 | 6,00 | 5,55 | Facet| 0,04
034513 | ODET0605APEN-44 SP4019 - - 16,00 | 6,00 | 555 |Facet| 0,04
026591 | ODETO605APEN-44 MP91M - - ‘ | | 16,00 | 6,00 | 5,55 | Facet| 0,04
026590 | ODMTO605APEN-41 X500 [ J - 16,00 | 6,00 | 5,55 | Facet| 0,06
031502 | ODMTO605APEN-41 SP6519 u [ J - 16,00 | 6,00 | 555 |Facet| 0,06
034514 | ODMTO605APEN-41 SP4019 - 16,00 | 6,00 | 555 |Facet| 0,06
026589 | ODMTO605APEN-41 MP91M - ‘ ] - 16,00 | 6,00 | 5,55 | Facet| 0,06
027885 | ODEWOB0SAPTR-RA ‘sc3025| ‘ ¢ ‘ ¢ |16,00‘ 6,00 ‘ 5,5 ‘Facet‘ 019
026596 | ODMWO060512TN X500 [ ] - - 16,00 | 6,00 | 555 | 1,20 | 0,17
031503 | ODMWO060512TN SP6519 ] - - 16,00 | 6,00 | 555 | 1,20 | 0,17
034515 | ODMWO060512TN SP4019 - 16,00 | 6,00 | 555 | 1,20 | 0,17
026595 | ODMWO060512TN MP91M ‘ [ - - 16,00 | 6,00 | 555 | 1,20 | 0,17
025838 | ODMWO060512SN X500 [ ] - - 16,00 | 6,00 | 555 | 1,20 | 0,27
INSERT APPLICATION NOTES:
031483 | ODMWO060512SN SP6519 m - - 16,00 | 6,00 | 555 | 120 | 027 5pMW0B0512TN X500 or SP4019
025836 | ODMWO060512SN MP91M 0 ] - - 16,00 | 6,00 | 555 | 1,20 | 0,27  should be used in Stainless Steel
and High Temperature Alloys with
029097 | ODMWO060512SN SC3025 ‘ - - 16,00 | 6,00 | 555 | 1,20 | 0,27 heavy scale.
Machining Choice: 0 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5. ODMWO060512TN should be used

when the machine tool has low
Note: Feed recommendations can be found on page A132. Speed recommendations can be found on page A133. .
power available.

ODMWO060512SN Geometry

Product Application & Material Dimensions (mm) should be used for heavy duty
Roughing Semi-Finishing Finishing applications.
v \A4 \AAS
EDP Item Description Grade Depth of Cut (mm) dicy| |1 s r | hmmin
ap max. ap min. - max. ap min. - max.
R - 0,20 - 1,00
Wiper Inserts
017237 | SPHX12M512EN GH1 - - n ‘ 12,70 12,70 | 5,00 | 1,20 | 0,02
031455 | SPHX12M512EN SA9608 - - ‘ L] 12,70 12,70 | 5,00 | 1,20 | 0,02

Machining Choice: ‘ 1%t Choice ® 2" Choice ® 39 Choice | Material Guide Key descriptions found on page a5.

Note: Mounting instruction for wiper inserts refer to page A161.

www.kennametal.com KZKENNAMETN: A131
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80.0V0D45- R-06 ‘Z :
Recommended Feeds KENNAMETAL

2STELLRAM

] 80.0VOD45-_R-06 Feeds f; (mm/tooth)
= _
@ ST
o 2 i
£ g | 5| § 3 | 3 | 4§
2 s |2 g <2 | 8% | <&
3]
=} ] S &»x
.E
o Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.
o

FN-441 | GH1 Facing - - - - - - - 0,04-030 | 0,04-0,25
EN-44 | X500 Facing 0,06-0,35 | 0,06-0,30 | 0,06-027 | 0,06-020

0,06-0,20 | 006-020 | 006-020 | 0,06-025

EN-44 | SP6519 | Facing | 006-0,35 | 006-0,30 | 006-0,27 | 006-020 | 006-030 | 0,06-030 | 0,06-030 - - 0,06-020 | 0,06-0.20 | 0,06-0.20 | 0,06-0,25

EN-44 | SP4019 | Facing - - 0,06-0.27 | 0,06-0,20 - - - - - 0,06-020 | 0,06-020 | 0,06-0,20 | 0,06-0,25

EN-44 | MP9IM | Facing | 0,06-0,35 | 006-0,27 - - 0,06-030 | 0,06-0,30 | 0,06-0,30 - - - -

EN-41 | X500 | Facing | 0,06-0,38 | 006-0,35 | 006-0,35 | 006-0,30 - - - - - 0,06-020 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30

EN-41 | SP6519 | Facing | 0,06-0,38 | 006-0,35 | 006-0,35 | 006-030 | 006-038 | 0,06-038 | 0,06-035 - - 0,06-020 | 0,06-0,20 | 0,06-0,20 | 0,06-0,30

EN-41 | SP4019 | Facing - - 0,06-035 | 0,06-0,30 - - - - - 0,06-020 | 0,06-0.20 | 0,06-0,20 | 0,06-0,30

EN-41 | MP9IM | Facing | 0,06-0,38 | 0,06-0,35 - - 0,06-0,38 | 0,06-0,38 | 0,06-0,35 - - - -

TR-RA [SC3025] Facing | - [ - [ - [ - ]019-040] 019-040 [ 019-040 [ - I P T T
TN | X500 | Facing | 0,24-055 | 0,24-050 | 0,24-040 | 0,24-032 - - - - - 0,17-025 | 0,17-025 | 0,17-0.25 | 0,20-0,28
TN | SP6519 | Facing | 0,24-055 | 0,24-050 - - - - - - - - - - - - -
TN | SP4019 | Facing - - 024-040 | 024-032 - - - - - 0,17-025 | 0,17-0,25 | 017-0,25 | 020-0,28 | 005-0,10 | 0,05-012
TN | MP9IM | Facing | 0,24-055 | 0,24-050 - - 0,24-050 | 0,24-050 | 0,17-050 - - - - - -

SN X500 Facing 0,32-0,60 | 0,32-0,55
SN | SP6519 | Facing 0,32-060 | 032-0,55 - - - - -
SN MP91M Facing 0,32-055 | 0,32-0,55 - - 032-055 | 032-055 | 032-055
SN | SC3025| Facing - 0,32-055 | 032-055 | 0,32-055

Wiper Inserts Feed /revolution (fn in mm)

SPHX [ GH1 | Facing [ 1,00-4,00 | 100-300 [ 080-250 | 0,80-200 | 1,00-250 | 080-220 [ 080-200 [ - [ - - - - - -
SPHX | SA9608 | Facing | 1,00-4,00 [ 1,00-3,00 | 080-250 | 080-2,00 | 100-250 | 080-220 [ 080-200 [ - | - ] 050-150 | 050-150 | 050-150 | 050-180 | - |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A133.

A132 KZKENNAMETAE www.kennametal.com
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KZ @ 80.0V0D45-_R-06
KENNAMETAL Recommended Speeds

) u
VMW STELLRAM
ﬂ/O‘

Speed v (m/min) 2
) =
80 0VOD45 R 06 Wear Resistance 8
. . '_ = - + I.I‘E
Series S
Speed min. - max.. 'g
: £
Coolant Recommendation cvD PVD PVD cvD oD Uncoated Uncoated 8
Recommended @ Possible ® X Grade Standard Standard Standard Standard Micrograin Cermet
10 | Materials | M2 o @) xs00 | @) spesre | @) spaone | @] weon | @) scaos | @] ohrt | @) snosos
2
<S‘1’§0“:gﬁ 130- 270 130 - 295 140 - 345 240 - 345 265 - 380
<950 N/mm? © e © e L4 L ®
LY 115 - 240 115 - 260 120 - 305 215 - 305 235- 335
700-950 N/mm?
200,280 HBN 100 - 210 100 - 230 105 - 270 190 - 270 205 - 295
950-1200 N/mm? © e © e ® ® ®
T 75- 160 75-175 80 - 205 140- 205 155 - 225
1200-1400 N/mm?
255,415 HB @® | 50-100 @ | 50-110 ® | 50-130 ® | 90-130 @ | 100-145
sl Austentc + Fertc 115- 250 115-270 120- 280 215 -305 235335
s 0| e ©e 30 ) ©e
M 400 <ories 100- 220 105 - 235 110 - 250 105- 275 215 - 305
PHsuinkess| "RV | @ 50-110 | @ 50-120 | @ 50 - 130 ° 90-180 | @ 100- 200
e 140 - 295 145 - 365 150 - 395 135-290 280-400
R ©| ®| 110-240 @ 15285 | |@|120-35|© @ 120-245| |@]| 220315
e 100- 220 105 - 260 105 - 275 115 - 200 200-285
Aluminium & Alloys
<16% Si 116 HBN 400 - 3050
Alumini Sili e
juminium + Silicon
> 16% Si 92 HBN 295 - 2440
Iron Based 23-48 23-55 24-63 50- 75
Cobalt Based 21-44 22-48 23-52 48-70
[ ) (] [ ] [ ]
Nickel Based 24 -51 25-55 26 -59 52-75
Titanium Based 35-73 36-79 37-84 60- 95
Hard Steel
>1400 N/mm? 50 - 100
>415 HBN
Chilled Cast Iron L4
>1400 N/mm? 40 - 90
> 400 HBN

* Note: ODETO04..-441 in Grade GH1 can only be used for Aluminium.
* Note: SPHX12M512EN GH1 can be used for Steel, Steel Alloys, Stainless Steel, Cast Iron and High Temperature Alloys.

www.kennametal.com KZKENNAMETAE A133
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80.0V0D45- R-04 & -06 KZ :
Technical Information KENNAMETAL

ﬁgQSTELLRAM’

80_0VODA45 Technical Information

Feed rate compensation: For 42° cutting, divide the hy, value by the
sine of the approach angle (the sine of 42° = 0,669)

Cartridge Face Mills

i.e.: hm or 0,08
0,669 0,669 = 0,12mm programmed feed rate

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f;) hy, = Average chip thickness Formula: Average Chip Thickness (hy)
a, = Radial engagement

f=h x 4/ : f, = Feed per tooth hy=f, x 8e
d

e d = Cutter diameter

A134 ‘Z KENNAMETAL www.kennametal.com
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‘Z @ 8000VS45-_R-12 Series
KENNAMETAL Cartridge Face Milling Cutter

Facing

2\BQSTELLRAM

45° CARTRIDGE FACE MILLING ASSEMBLIES 8000VS45- R-12
The robust cutter series 8000VS45-_R-12 is combined with SC..12M5.. square insert. -

8000VS45-_R-12:
Maximum ap = 7mm

Effective Cutting Diameter
This type of cutter utilises 5mm thick and 7° degrees clearance inserts. Due to this feature, Range = 100mm to 400mm

these cutters are capable of running higher feed rates compared to other cutters with 45° lead * Denotes non stock items
angle. diameter 315mm - 400mm

8000VS45-_R-12 cutters are assembled with 45° cartridges for face milling applications.

8000VS45-_R-12 is ideal for applications when machining surfaces with rough scale or
irregular stock. These cutters feature a negative rake angle which provide excellent chip
evacuation.

The cutter series 8000VS45-_R-12 has an unequal medium pitch for reducing vibration and
are suitable for roughing, semi-finishing and finishing of Steel, Steel Alloys, Cast Iron, and
Stainless Steel.

8000VS45.. series can be assembled with a particular wiper cartridge for finishing when a fine

finished surface is required. The corresponding pocket on the body for the finishing cartridge is
marked with a “F” .

www.kennametal.com ‘ZKENNAMETN: A135
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8000VS45-_R-12 KZ :
Face Milling Cutter Assemblies KENNAMETAL

Cartridge Face Mills

2\$STELLRAM“

~

- d; |
H
L Product Dimensions (mm) Spares
b 0
EDP Item Description Effective | p . H d | @ | Noof | gpp EDP Ti(_;sr?tr:r‘ll;/ng
<¢«—Da DC_umng max | Teeth N
lameter
8000VS45-_R-12 Bodies with Unequal Medium Pitch & Cartridge
021851 | 8000VS45-100R-12 100 115 68 32 7 6
021852 | 8000VS45-125R-12 125 140 63 40 7 8
021853 |8000VS45-160R-12 160 175 63 40 7 10
021854 | 8000VS45-200R-12 200 215 63 60 7 12 | 015266 | D5013T | 015241 | T20 6,00
021855 |8000VS45-250R-12 250 265 63 60 7 16
021856 | 8000VS45-315R-12+* 315 330 80 60 7 20
021857 | 8000VS45-400R-12** 400 415 80 60 7 24
* Denotes non stock items.
Cutter Body & Cartridges
Da* = Outside Diameter
Note: 8000VS45 series are only available in 8000V.
Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP EDP Tightening Screw Screw
Nm EDP EDP
Cartridge & Spares
014946 | 80VS45R-12 | 015266 | D5013T | 015241 | T20 [ 600 | 022646 | 7065 | - [
Finishing Cartridge & Spares
80VS45R-12 014953 | 8LFSO0R-12 [ 015266 | D5013T | 015241 | T20 | 600 | 022646 | 7065 | 016858 | 72.602
Note: Mounting instructions refer to pages A161 - A164.
81FSO0R-12
8000VS45-_R-12 Technical Information (mm)
Product Dimensions
ot Facing | Ramping Helical Hole & M1 pax
EDP Item Description Pitch Angle © i, - max. HLellcaI/ RPM B
inear
021851 |8000VS45-100R-12 100 - - - - 10800 £:<—>:S
021852 | 8000VS45-125R-12 125 - - - - 9200
021853 |8000VS45-160R-12 160 - - - - 7800 Facing Pitch
45° 021854 |8000VS45-200R-12 200 - - - - 6800
_ 021855 |8000VS45-250R-12 250 - - - - 5900
“ap 021856 | 8000VS45-315R-12%* 315 - - - - 5200
\ A 021857 | 8000VS45-400R-12** 400 - - - - 4500
** Denotes non stock items.
D —»|
Da*—»

Depth of Cut (ap)

A136 ‘Z KENNAMETAL www.kennametal.com
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‘Z : 8000VS45-_R-12
KENNAMETAL Milling Inserts

z\gg STELLRAM

SCCTI12T-ER SCHT12-TN SCKT12-41 SCMT12-41 SCMT12-T SPHX12-EN

Product Application & Material Dimensions (mm) L)

Roughing Semi-Finishing Finishing L_.‘ £

v \Ad vvv s §

EDP Item Description Grade Depth of Cut (mm) daol 1 | s |t | hmmin S

ap max. ap min. - max. ap min. - max. '5’

7,00 1,00-3,50 0,20-1,00 £

Insert selection with facet S
034591 | SCCT12M5ACTR X400 ‘ ° ‘ 12,7 | 12,7 | 5,00 | Facet| 0,15
034552 | SCCT12M5ACTR SP4019 [ [ ] 12,7 | 12,7 | 5,00 | Facet| 0,15
017695 | SCCT12M5ACTR GH1 - - ] 12,7 | 12,7 | 5,00 | Facet| 0,15
017312 | SCCT12M5ACER ‘MP91M | - ‘ mee ‘ ‘ ‘ | 12,7 ‘ 12,7 ‘ 5,00 ‘Facet‘ 0,03
017698 | SCHT12M5ACTN X500 12,70|12,70 | 5,00 |Facet| 0,15
031504 | SCHT12M5ACTN SP6519 Eme ’ ] 12,70|12,70 | 5,00 |Facet| 0,15
017313 | SCHT12M5ACTN MP91M [ ‘ eceo 12,70 | 12,70 | 5,00 | Facet | 0,15
015144 | SCKT12M5ACSN-41 | X500 - - 12,70|12,70 | 5,00 |Facet| 0,12
031556 | SCKT12M5ACSN-41 | SP6519 ° - - 12,70|12,70 | 5,00 |Facet| 0,12
017314 | SCKT12M5ACSN-41 MP91M ‘ - - 12,70|12,70 | 5,00 |Facet| 0,12

Insert selection with corner radius

015226 | SCMT12M512EN-41 X500 - ° - 12,70|12,70| 5,00 | 1,20 | 0,06
031475 | SCMT12M512EN-41 SP6519 - ‘ ] - 12,70 | 12,70 | 5,00 | 1,20 | 0,06
017317 | SCMT12M512EN-41 MP91M - ] 0 - 12,70|12,70 | 5,00 | 1,20 | 0,06
034554 | SCMT12M512T X400 Q - - 12,70|12,70| 5,00 | 1,20 | 0,15
024129 | SCMT12M512T X500 - - 12,70 | 12,70| 5,00 | 1,20 | 0,15

INSERT APPLICATION NOTES:
034555 | SCMT12M512T SP6519 ] [} - - 12,70 112,70 | 5,00 | 1,20 | 0,15 All inserts with a radius should
only be used for semi roughing
| . .
applications, where a finished
017316 | SCMT12M512T MP91IM ° ‘ - - 12,70 112,70 | 5,00 | 1,20 | 0,15 surface is not required.

034553 | SCMT12M512T SP4019 12,70 112,70 | 500 | 1,20 | 0,15

Machining Choice: Q 1% Choice M 2™ Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

Note: Feed recommendations can be found on page A138. Speed recommendations can be found on page A139.

Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v vy A\AA4
EDP Item Description Grade Depth of Cut (mm) da@cy| |1 s r | hmmin
ap max. ap min. - max. ap min. - max.
0,20 -1,00
Wiper Inserts
Wiper
017237 | SPHX12M512EN GH1 - - ] ‘ 12,55 12,55 | 5,00 Facet 0,02
Wiper
031455 | SPHX12M512EN SA9608 - - ‘ l‘ 12,55 12,55 5,00 |  oce | 0,02

Machining Choice: ‘ 1¢Choice W™ Choice ~ @ Choice | Material Guide Key descriptions found on page A5.

Note: Mounting instruction for wiper inserts refer to page A161.

www.kennametal.com ‘ZKENNAMETN: A137



Cartridge Face Mills

3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

8000VS45- R-12 KZ :
Recommended Feeds KENNAMETAL

2STELLRAM

8000VS45-_R-12 Feeds f, (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
Insert selection with facet
R X400 | Facing [ 015-050 [ 0,12-045 . - - . - - - - - - - 0,06-0,10 | 0,08-0,10
TR | SP4019 | Facing - - 012-033 | 012-022 | 015-036 | 015-036 | 015-036 - - - - - - 0,06-0,10 | 0,08-0,10
TR GHIL Facing - - . - 0,15-0,30 | 0,15-030 | 015-025 - . - - - - - -
ER [ MP9IM | Facing [ 005-025 [ 005-023 | - | - [ 005-025 ] 0,05-025 | 0,05-023 [ - - - - - - -]

N X500 Facing - - 015-033 | 015-0,22 - - -
™ SP6519 |  Facing 0,15-045 | 0,15-0,40 | 0,15-0,33 | 0,15-0,22 | 0,15-0,36 | 0,15-036 | 0,15-0,36 - - - - - - - -
N MP91M Facing 0,15-040 | 0,15-0,35 - - 0,12-040 | 012-040 | 0,12-040 - - - - - - 0,06-0,10 | 0,08-0,10

SN-41 X500 Facing - - -
SN-41 | SP6519 Facing 012-040 | 0,12-0,38 | 0,12-0,33
SN-41 | MP91M Facing - - -
Insert selection with corner radius
EN-41 X500 Facing - - 0,06-0,30 | 0,06-0,20 | 0,06-0,30 | 0,06-0,25 -
EN-41 | SP6519 Facing 0,06-0,30 | 0,06-0,28 | 0,06-030 | 0,06-020 | 0,06-030 | 0,06-025 | 0,06-0,25
EN-41 | MP91IM Facing 0,06-0,30 | 0,06-0,28 - - 0,06-0,30 | 0,12-0,25 | 0,06-0,25
X400 Facing 015-038 | 015-0,35 - -
X500 Facing - - 015-0,30 | 0,15-0,20 - - -
SP6519 Facing 015-0,35 | 0,15-0,33 | 0,15-0,30 | 0,15-0,20 | 0,12-0,36 | 0,12-0,36 | 0,12-0,36
SP4019 Facing - - 012-030 | 0,12-020 | 0,12-0,36 | 0,12-0,36 | 0,12-0,36
MP91M Facing 012-0,38 | 0,12-0,32 - - 012-036 | 0,12-0,36 | 0,12-0,36

Wiper Inserts Feed /revolution fn (mm / rev.)

SPHX | GH1 [ Facing | 1,00-4,00 [ 1,00-3,00 | 080-250 [ 080-0,20 [ 100-250
SPHX | SA9608 | Facing | 1,00-4,00 [ 1,00-3,00 | 080-250 [ 080-0,20 [ 1,00-250

Note: HTA = High Temperature Alloys

0,12-0,22

0,12-040 | 0,12-040 | 0,12-040

— |||

080-220 [080-200 [ - [ - [ - [T - T - T - T - ]
080-2,20 [ 080-200 [ - - - - - - -

Speed recommendations can be found on page A139.
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KZ : 8000VS45-_R-12
KENNAMETAL Recommended Speeds

‘\‘z‘v STELLRAM

Speed V¢ (Mm/min)

8000VS45- R-12
Series

Wear Resistance

Speed min. - max.

Coolant Recommendation

Recommended @ Possible ©

PVD
X Grade

CVD
X Grade

PVD
Standard

PVD
Standard

CVD
Standard

Uncoated
Micrograin

Uncoated
Cermet

ISO | Materials

Rm and
Hardness

X400

©®

X500

SP6519

SP4019

0®

©®

MP91M

©®

GH1*

0®

SA9608

<600 N/mm?
<180 HBN

120 - 260

130 - 295

140 - 345

230 - 345

265 - 380

<950 N/mm?
<280 HBN

105 - 230

115 - 260

120 - 305

215 - 305

235-335

700-950 N/mm?
200-280 HBN

95 - 200

100 - 230

105 - 270

190 - 270

205 - 295

Alloyed
Steel

950-1200 N/mm?
280-355 HBN

70-150

75 - 175

80 - 205

140 - 205

155 - 225

1200-1400 N/mm?
355-415 HBN

45- 95

50 - 110

50 - 130

90 - 130

100 - 145

Stainless

Austenitic + Ferritic
300 series

115 - 250

115-270

120 - 280

215-305

235-335

Steel

Martensitic
400 series

100 - 220

105 - 235

110- 250

195-275

215-305

PH Stainless

Refractory
PH.

50-110

50-120

[ J 50-130

90 - 180

100 - 200

Grey
GG-Ft

120 - 280

140 - 295

145 - 330

145 - 365

135-290

280 -400

Spheroidal-Ductile
GGG-FGS

105 - 205

110 - 240

@ | 115-255

115 - 285

120 - 245

220-315

Malleable
GTS - MN/MP

95-170

100 - 220

105 - 235

105 - 260

115 - 200

200 -285

Aluminium & Alloys
< 16% Si 116 HBN

Aluminium + Silicon
>16% Si 92 HBN

Iron Based

Cobalt Based

Nickel Based

Titanium Based

Hard Steel
>1400 N/mm?
>415 HBN

45-95

50 - 100

50 - 105

Chilled Cast Iron
>1400 N/mm?
> 400 HBN

35-80

40-90

40 - 95

Note: SCCT12M5ACTR in grade GH1 should only be used for machining Cast Iron.
Note: Wiper Insert SPHX12M512EN GH1 can be used for Steel, Steel Alloys, Stainless Steel and Cast Iron.

www.kennametal.com
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8000VS45- R-12
Technical Information

z\gq STELLRAM

8000VS45 R-12 Technical Information
Feed rate compensation: For 45° cutting, divide the hm, value by the

sine of the approach angle (the sine of 45° = 0,707)

i.e. hm or 0,08
0,707 0,707 = 0,113mm programmed feed rate

‘ZKENNAMETAIZ

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f;) h, = Average chip thickness Formula: Average Chip Thickness (hpy)

a. = Radial engagement

f=hm x A/ : f, = Feed per tooth hm=f, x
d

e = Cutter diameter

A140 KZKENNAMETAK
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‘ZKENNAMETAI:
- ____________________________________4

2\BQSTELLRAM

45° CARTRIDGE FACE MILLING ASSEMBLIES

The 80.0VSE45 cutter series is primarily designed to machine Stainless Steel and High
Temperature Alloys. Also Steel, Steel Alloys, Cast Iron and Aluminium can be machined.
Especially, if thin wall components need to be machined. Due to its very positive design
requires this cutter series lower power.

The square inserts design with 15° degrees clearance and very positive chip geometry is
ideal for reducing build-up edge on tough materials.

Applications:
The 80.0VSE45 cutters are assembled with cartridges for SD..1204.. milling inserts. These
cutters are ideal for face milling applications. Available with medium pitch.

The 8000VSEA45 cutter series has an unequal medium pitch for reducing vibration and are
mainly for roughing, semi-finishing and finishing of Steel, Steel Alloys, Stainless Steel, Cast
Iron and Aluminium.

The 8010VSEA45 cutters series has an equal medium pitch and is especially recommended
for roughing, semi-finishing and finishing of High Temperature Alloys such as Iron Based
Alloys, Cobalt Based Alloys, Nickel Based Alloys and Titanium.

Also, the 8000VSE45 cutter series can be mounted with a particular wiper cartridge for
finishing when a fine finished surface is required. The corresponding pocket on the body for
the finishing cartridge is marked with a “F”.

Note: The 8010 series are not possible to assemble with a wiper cartridge.

www.kennametal.com KZKENNAMETN:

80.0VSE45-_R-12 Series
Cartridge Face Milling Cutter

el

Facing Spiral / Circular

80_0VSE-45- R-12

8000VSE45-_R-12:
Maximum ap = 7,00mm
Effective Cutting Diameter
Range = 100mm to 400mm

** Denotes non stock items diameter
315mm - 400mm

8010VSE45-_R-12:
Maximum ap = 7,00mm
Effective Cutting Diameter
Range = = 100mm to 200mm

** Denotes non stock items diameter
100mm - 200mm

Al141
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80.0VSE45-_R-12 KZ :
Face Milling Cutter Assemblies KENNAMETAL

‘\‘u STELLRAM &

f
/ e

—»| d; |
H
* Product Dimensions (mm) Spares
‘47 D 44 D Screw
- Effective ay No. of . f
Da* EDP Item Description Cutting Da* H dp mgx Teeth EDP a@ﬁ EDP T|gr’1\§ﬁqn|ng
Diameter
8000VSE45-_ R-12 Bodies with Unequal Medium Pitch & Cartridges
021859 |8000VSE45-100R-12 100 115 68 32 7 6
021862 | 8000VSE45-125R-12 125 140 63 40 7 8
021865 | 8000VSE45-160R-12 160 175 63 40 7 10
021868 | 8000VSE45-200R-12 200 215 63 60 7 12 | 015270 | F4011T | 015241 | T20 3,10
021871 | 8000VSE45-250R-12 250 265 63 60 7 16
021874 |8000VSE45-315R-12* 315 330 80 60 7 20
021877 |8000VSE45-400R-12** 400 415 80 60 7 24
8010VSE45-_R-12 Bodies with Equal Medium Pitch & Cartridges
021945 |8010VSE45-100R-12** 100 15 68 32 7 6
Cutter Body & Cartridges 021948 |8010VSE45-125R-12* 125 140 63 40 7 8
021951 |8010VSE45-160R-12* 160 175 63 40 7 10 | V15270 FAOLLT 015241 720 310
021954 | 8010VSE45-200R-12* 200 215 63 60 7 12
* Denotes non stock items.
Da* = Outside Diameter
Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP ‘@ﬁ EDP Tightening Screw M Screw M
Nm EDP EDP
Cartridge & Spares
014948 | 80VSE45R-12 | 015270 | F4011T | 015241 | T20 | 310 | 022646 | 7065 | - [
Finishing Cartridge & Spares
80 VSE45_R12 9 9 P
014953 |81FS00R-12 | 015266 | D5013T | 015241 [ T20 | 600 | 022646 | 7065 | 016858 | 72.602

Note: Mounting instructions refer to pages A161 - A164.

81FSO0R-12
45°
Aia
\ Al
D —»
Da*—»

Depth of Cut (ap)

A142 KZKENNAMETN: www.kennametal.com
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‘Z : 80.0VSE45-_R-12
KENNAMETAL Face Milling Cutter Assemblies

‘\‘QSTELLRAM”
80.0VSE45-_R-12 Technical Information (mm)
Product Dimensions

— Facing | Ramping Helical Hole 3 M&X 1 pay

EDP [tem Description Pitch Angle ° N, - Max. Helical / | Rpm
Linear

021859 |8000VSE45-100R12 100 - - - - 10800 Flat
021862 | 8000VSE45-125R12 125 - - - - 9200
021865 | 8000VSE45-160R12 160 . - - - 7800
021868 | 8000VSE45-200R12 200 - - - - 6800 -
021871 | 8000VSE45-250R12 250 - - - - 5900 Facing Pitch
021874 | 8000VSE45-315R12** 315 - - - - 5200
021877 | 8000VSE45-400R12** 400 - - - - 4500
021945 |8010VSE45-100R12** 100 - - - - 10800
021948 |8010VSE45-125R12* 125 - - - - 9200
021951 |8010VSE45-160R12** 160 - - - - 7800
021954 |8010VSE45-200R12** 200 - - - - 6800

** Denotes non stock items.
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80.0VSE45- R-12

Milling Inserts KZKENNAMETAE
< STELLRAM
e s

O

SDEX12-701 SDCT12-FN SDHT12-421 SDKT12-45 SDHT12-42 SDCW12-TN SDHW12-TN
Product Application & Material Dimensions (mm) L__]
s
Roughing Semi-Finishing Finishing
v v vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | S r | hmmin
ap max. ap min. - max. ap min. - max.
7,00 1,00 - 3,00 0,20 -1,00
Insert selection with facet
034522 | SDEX1204AEFN-701 SP4019 - - [} 12,70 | 12,70 | 4,76 | Facet| 0,02
015149 | SDEX1204AEFN-701 GH1 ‘ ‘ ‘ 12,70 | 12,70 | 4,76 | Facet| 0,02
017243 | SDCT1204AEFN ‘GHl | u ‘ u ‘ u |12,70 ‘ 12,70‘ 4,76 ‘Facet‘ 0,02
015187 | SDHT1204AEEN-421 X500 - - 12,70 | 12,70 | 4,76 | Facet| 0,04
031477 | SDHT1204AEEN-421 SP6519 - - [ J ] 12,70 1 12,70 | 4,76 | Facet| 0,04
017321 | SDHT1204AEEN-421 MP91IM - - ] ‘ 12,70 | 12,70 | 4,76 | Facet | 0,04
029457 | SDKT1204AEEN-45 X500 - - 12,70 | 12,70 | 4,76 | Facet| 0,05
031532 | SDKT1204AEEN-45 SP6519 - ® - 12,70 1 12,70 | 4,76 | Facet| 0,05
029456 | SDKT1204AEEN-45 MP91IM - [ ] - 12,70 | 12,70 | 4,76 | Facet| 0,05
017729 | SDHT1204AETN-42 X500 - 12,70 | 12,70 | 4,76 | Facet| 0,15
031478 | SDHT1204AETN-42 SP6519 [ ] [ ] ] - 12,70 112,70 | 4,76 | Facet| 0,15
017322 | SDHT1204AETN-42 MP91IM [} ‘ ‘ [} 12,70 | 12,70 | 4,76 | Facet| 0,15
034517 | SDCW1204AETN X400 ’ - 12,70 | 12,70 | 4,76 | Facet| 0,15
034516 | SDCW1204AETN SP4019 u - 12,70 112,70 | 4,76 | Facet| 0,10
031404 | SDCW1204AETN SA9808 - - ‘ 12,70 | 12,70 | 4,76 | Facet| 0,17
017730 | SDHW1204AETN X500 - - 12,70 | 12,70 | 4,76 | Facet| 0,15
017324 | SDHW1204AETN MP91IM ] ‘ - - 12,70 | 12,70 | 4,76 | Facet| 0,15

Machining Choice: ‘ 1 Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page 9.

INSERT APPLICATION NOTES:
SDHW1204AETN X500 should be used for machining Stainless Steel and High Temperature Alloys with heavy scale
and generally when the conditions are unstable.

Note: Feed recommendations can be found on page A146. Speed recommendations can be found on page A147.
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80.0VSE45-_R-12
Milling Inserts

‘ZKENNAMETAK
-

‘\‘Q STELLRAM

SDHT12-422 SDHT12-423 SDMT12-41 SDMW12 SPHX12-EN (wiper)
Product Application & Material Dimensions (mm) L?‘
Roughing Semi-Finishing Finishing
v \AJ \AAS
EDP Item Description Grade Depth of Cut (mm) d(acy| | s r | hmmin
ap max. ap min. - max. ap min. - max.
7,00 1,00 - 3,00 0,20 -1,00
Insert selection with corner radius
030717 | SDHT120412EN-422 X500 - 12,701 12,70 | 4,76 | 1,20 | 0,05
030728 | SDHT120412EN-422 SP6519 - 12,701 12,70 | 4,76 | 1,20 | 0,05
031218 | SDHT120412EN-423 X500 - 12,70112,70 | 4,76 | 1,20 | 0,06
031321 | SDHT120412EN-423 SP6519 - 12,701 12,70 | 4,76 | 1,20 | 0,06
014411 |SDMT120412EN-41 X500 [ ] [ - 12,701 12,70 | 4,76 | 1,20 | 0,05
031480 | SDMT120412EN-41 SP6519 mpe dm - 12,70 (12,70 | 4,76 | 1,20 | 0,05
017326 | SDMT120412EN-41 MP91IM oonm ‘ ‘ - 12,701 12,70 | 4,76 | 1,20 | 0,05
015233 | SDMW120412TN X500 - - 12,701 12,70 | 4,76 | 1,20 | 0,15
034518 | SDMW120412TN SP6519 ¢ . . 12,70|12,70| 476 | 120 | 0,15

Machining Choice: ‘ 1t Choice M 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.

Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v v \AAS
EDP Item Description Grade Depth of Cut (mm) d@cy| |1 s r | hmmin
ap max. ap min. - max. ap min. - max.
- - 0,20 -1,00
Wiper Inserts
017237 | SPHX12M512EN GH1 - - m ¢ |1255 1255 500 Wiper| 4 02
! ! ! Facet !
Wiper
031455 | SPHX12M512N SA9608 - - ‘ | | 12,55 12,55 | 5,00 Facett 0,02

Machining Choice: ‘ 1t Choice M 2" Choice ® 3" Choice | Material Guide Key descriptions found on page A5.
Note: Mounting instruction for wiper inserts refer to page A161.

INSERT APPLICATION NOTES:

SDMW120412TN X500 should be used for machining Stainless Steel and High Temperature Alloys with heavy scale and
generally when the conditions are unstable.

SDHT120412EN-423 X500 and SP6519 are recommended for Stainless Steel and High Temperature Alloys when
machining conditions are unstable.

Radius inserts are only for semi-roughing applications where a finished surface is not required.

Note: Feed recommendations can be found on page A146. Speed recommendations can be found on page A147.
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80.0VSE45- R-12
Recommended Feeds

z\’q STELLRAM

80.0VSE45_R12 Feeds f, (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

‘ZKENNAMETAII
- ___________________________________________________________________

Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
Insert selection with facet
FN-701 [SP4019 | Facing | - [ - [005-025 [005-020 [ - ] [ [ 004-025 [ 004-025 [ 0,04-015 [ 004-015 [ 004-015 [ 004-018 |
FN-701 | GH1 | Facng | - | | T | [004-030 [oosa-030 [ - [ - | - [ - ]
PN [ GHL | Facing [ - [ - [ - T - T - ] [ 004-0,30 [ 004-0,30 [ [
EN-421 | X500 | Facing - - 0,05-022 | 0,05-020 - - - 0,05-020 | 0,05-0,20 [ 0,05-0,20 | 0,05-0,22
EN-421 | SP6519 | Facing | 0,05-030 | 0,05-025 | 0,05-0,22 | 0,05-0,20 | 005-0,28 | 005-028 | 005-028 0,05-020 | 0,05-0,20 | 0,05-0,20 | 0,05-0,22
EN-421 | MPOIM | Facing | 0,05-030 | 0,05-0,25 - - 0,05-028 | 0,05-0,28 | 0,05-0,28 - - - -
EN-45 | X500 | Facing - - 0,07-025 | 0,07-022 0,07-0,18 | 0,07-0,18 [ 0,07-0,18 | 0,07-0,20
EN-45 | SP6519 | Facing | 0,07-035 | 0,07-0,30 - - - - - - - - -
EN-45 | MP9IM | Facing - - - - 0,07-030 | 0,07-0,30 | 0,07-0,30
TN-42 [ X500 | Facing - - 0,15-027 | 0,15-025 - - - 0,15-020 | 0,15-0,20 [ 015-0,20 | 015-0,23
TN-42 | SP6519 | Facing | 015-035 | 015-030 | 05-027 [ 015-025 | 0,15-030 | 0,5-030 | 0,15-030 0,15-020 | 0,15-0,20 | 0,15-0,20 | 015-0,23 - -
TN-42 | MP9IM | Facing | 015-0,35 | 015-030 - - 0,18-030 | 0,18-0,30 | 0,18-0,30 - - - - 0,08-0,12 | 0,08-0,12
TN | x400 | Facing | 0,15-038 | 0,15-0:33 - - - - - 0,08-0,12 | 0,08-0,12
TN | SP4019 | Facing - - 0,15-030 | 0,15-027 | 0,15-030 | 0,15-0,30 | 0,15-0,30 0,08-012 | 0,08-0,12
TN | SA9808 | Facing | 0,17-025 | 0,17-0.23 - - - - - - - - - - -
TN | X500 [ Facng | - - [ - Jois-027 | - -] [ 015-018 [ 015-0,18 [ 0,15-0,18 [ 0,15-0,20 |
TN [ MP9IM | Facing | 015-038 [ 015-033 | - | - [ 015-030 | 015-0,30 | 0,15-0,30 | - - i -
Insert selection with corner radius
EN-422 | X500 | Facing - - 0,05-025 | 0,05-022 0,05-0,18 | 0,05-0,18 | 0,05-0,18 | 0,05-0,20
EN-422 | SP6519 | Facing - - 0,05-025 | 0,05-022 0,05-0,18 | 0,05-0,18 | 0,05-0,18 | 0,05-0,20
EN-423 | X500 | Facing - - 0,05-025 | 0,05-022 0,05-0,18 | 0,05-0,18 | 0,05-0,18 | 0,05-0,20
EN-423 | SP6519 | Facing - - 0,05-025 | 0,05-022 0,05-0,18 | 0,05-0,18 | 0,05-0,18 | 0,05-0,20
EN-41 | X500 | Facing [ 0,05-035 [ 0,05-0,30 [ 005-0,25 | 0,05-0,22 [ 005-0,30 | 005-030 | 0,05-030 0,05-0,18 | 0,05-0,18 [ 0,05-0,18 [ 0,05-0,20
EN-41 | SP6519 | Facing | 0,05-035 | 0,05-0,30 - - 0,05-030 | 0,05-0,30 | 0,05-0,30 - - - -
EN-41 | MPOIM | Facing | 0,05-035 | 0,05-0,30 - - 0,05-030 | 0,05-0,30 | 0,05-0,30 - - - -
TN [ X500 | Facing - - [o1-027 [ - i - [ 015-018 [ 015-018 [ 015-018 [ 015-020 |
TN | SP6519 | Facing | 0,15-038 | 0,15-033 | | | 015-0,30 | 015-0,30 | 0,15-0,30 | -1 -1 -1 -]
Wiper Inserts Feed /revolution fn (mm /rev.)
SPHX | GH1 [ Facing | 1,00-4,00 [ 1,00-300 | 0,80-250 | 0,80-2,00 | 1,00-250 | 0,80-2,20 | 0,80-2,00 | - - i -
SPHX | SA9608 | Facing | 1,00-4,00 | 1,00-3,00 | 080-250 [ 0,80-2,00 [ 1,00-250 | 0,80-2.20 | 0,80-2,00 | | 050-150 | 050-1,50 | 05-150 | 050-1,80 |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A147.

A146 KZKENNAMETAE
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KZ @ 80.0VSE45-_R-12
KENNAMETAL Recommended Speeds

) u
VMW STELLRAM
ﬂ/O‘

Speed v (m/min.)

80 O S 2 Wear Resistance
Series
Speed min. - max.
Coolant Recommendation PVD o) PVD PVD cVvD Uncoated Uncoated Uncoated
Recommended @ Possible © X Grade X Grade Standard Standard Standard Micrograin Cermet Cermet
. Rm and \ ‘ \ \
SO | Materials | SH0C 1O @] x0 |O @] x00 | @)|sres19| () @|spPa019 | () @|mPam | @) cHrr | @) sreos () @) sA9608
2
DY 120- 260 130-270 130-295 140 - 345 240 - 345 240 - 345 265 - 380
T ®© e ® e ®© e [ ] o o ([ J
e 105 - 230 115- 240 115- 260 120- 305 215 - 305 215 - 305 235- 335
X 2
iy 95 - 200 100- 210 100- 230 105- 270 190- 270 190- 270 205 - 295
Alloyed 950-1200 N/mm? ©e ©e ©e L o o o
o BN 70-150 75-160 75-175 80 - 205 140 - 205 140 - 205 155 - 225
- 2
120010 M @ 45-95| |@[50-100] |@]|50-110 ®50-130| |@[%0-130| |@[90-130| |@ |100-145
; austeniicg Reriic 115- 250 115-270 120 - 280 215-305 235-335
s ©e ©e ©e ©e ©e
M| S Narensiic 100- 220 105- 235 110- 250 195- 275 215 - 305
00 series
PHstainless | ReTeCo ° 50-110 | @ 50-120 | @ 50-130 ° 90 - 180 ®| |100-200
ol 120 - 280 140 - 295 145- 330 145 - 365 135- 290 280 -400
Rl vt ©|®[105-205 © | @ [110-240| | @ [115-255| | @ |115-285| © | @ |120-245 ® [220315
Malleable
e e 95-170 100- 220 105- 235 105 - 260 115- 200 200-285
Aluminium & Alloys
R & 116 Ho 400-2895 400-3050
[ o
Aluminium + Silicon 295-2320 295-2440
> 16% Si 92 HBN - :
Iron Based 23-48 23-55 24-63 50-75
Cobalt Based 21-44 22-48 23-52 48-70
[ ] [ ] [ ) [ ]
Nickel Based 24 -51 25-55 26-59 52-75
Titanium Based 35-73 36-79 37-84 60 - 95
Hard Steel
>1400 N/mm? 45-95 50 - 100 50 - 105
>415 HBN
Chilled Cast Iron L4 1 g
>1400 N/mm? 35-80 40- 90 40-95
> 400 HBN

* Note: SDXE1204AEFN-701 and SDCT1204AEFN GH1 can only be used for Aluminium.
* Note: SPHX12M512EN GH1 can be used for Steel, Steel Alloys, Stainless Steel, and Cast Iron.
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80.0VSE45- R-12 KZ
Technical Information KENNAMETAL

2\§STELLRAM“

80.0VSE45 Technical Information
Feed rate compensation: For 45° cutting, divide the hy, value by the

sine of the approach angle (the sine of 45° = 0,707)

i.e.: hm or 0,08
0,707 0,707 = 0,113mm programmed feed rate

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f2) hy = Average chip thickness Formula: Average Chip Thickness (hpy)
a, = Radial engagement

f,=hy, x A/ ;i f, = Feed per tooth hp =1, x a.
d

e = Cutter diameter d

A148 ‘Z KENNAMETAL www.kennametal.com
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80.0VR0O0-_R-16 Series
Cartridge Face Milling Cutter

‘ZKENNAMETAIZ

2\3‘7 STELLRAM

CARTRIDGE ROUND INSERT MILLING ASSEMBLIES

The 80.0VR00-_R-16 cutter series with 6,35mm thick round button inserts is suitable to
machine very efficiently irregular surfaces and rough scale. This cutter can also be used for
heavy duty applications up to 8mm depth of cut.

Applications:
80.0VRO0-_R-16 cutters are assembled with cartridges for RP..1606.. milling inserts for face
milling applications. Available with medium pitch.

The cutter series 8000VR00-_R-16 has an unequal medium pitch for reducing vibration and
is for roughing of Steel, Steel Alloys, Stainless Steel and Cast Iron.

The cutter series 8010VRO00 has an equal medium pitch and is especially recommended for
roughing of High Temperature Alloys such as, Iron Based Alloys, Cobalt Based Alloys, Nickel
Based Alloys and Titanium.

Also, the 8000VR00-_R-16 series can be mounted with a particular wiper cartridge for
finishing, when a fine finished surface is required. The corresponding pocket at the body
for the finishing cartridge is marked with an “F”.

Note: The 8010 series are not possible to assemble with wiper cartridge.

KZKENNAMETAIi

www.kennametal.com

09899

Facing

Ramping Pocketing

80.0VR00-_R-16

8000VRO0-_R-16:
Maximum apy = 8,00mm
Diameter Range Da* =
116mm to 416mm

**Denotes non stock items
Diameter 331mm - 416mm

8010VR00-_R-16:
Maximum ap = 8,00mm
Diameter Range Da* =
116mm to 216mm

**Denotes non stock items
Diameter 116mm - 216mm

Helical
Interpolation

Helical
Interpolation
with Bore Hole

A149
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80.0VR00-_R-16

Face Milling Cutter Assemblies

»‘ d; ‘«

’¢I+‘

o

—Dg*——»|

Cutter Body & Cartridges

80VRPOOR-16

-

e

81FSO0R-12

<
I~ Ll

D —»|
Da*—»

Depth of Cut (ap)

A150

W, :
WMWI2STELLRAM
ﬂ/o‘

J&

KZKENNAMETAI:

Product Dimensions (mm) Spares
D
" Screw
- Effect No. of . Screw
EDP Item Description CSt(t:i%e Da* H d1 rﬁgx Tget?l EDP .&w EDP T|gl;\§(renn|ng
Diameter
8000VRO00-_ R-16 Bodies with Unequal Medium Pitch & Cartridges
021844 |8000VR00-100R-16 100 116 68 32 8 6
021845 |8000VR00-125R-16 125 141 63 40 8 8
021846 | 8000VR00-160R-16 160 176 63 40 8 10
021847 |8000VR00-200R-16 200 216 63 60 8 12 | 015266 | D5013T | 015241 | T20 6,00
021848 | 8000VR00-250R-16 250 266 63 60 8 16
021849 |8000VR00-315R-16** 315 331 80 60 8 20
021850 |8000VR00-400R-16** 400 416 80 60 8 24
8010VRO00-_ R-16 Bodies with Equal Medium Pitch & Cartridges
021940 |8010VR00-100R-16** 100 116 68 32 8 6
021941 |8010VR00-125R-16** 125 141 63 40 8 8
021942 |8010VR00-160R-16** 160 176 63 40 8 1g | 015266| DSOIST | 015241 720 6.0
021943 |8010VR00-200R-16** 200 216 63 60 8 12
** Denotes non stock items.
Da* = Outside Diameter
Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP M EDP Tightening Screw M Screw M
Nm EDP EDP
Cartridge & Spares
014316 | 80VRPOOR-16 | 015266 | D5013T | 015241 | T20 [ 600 | 022646 7065 | - [
Finishing Cartridge & Spares
014953 |81FSO0R-12 | 015266 | D5013T | 015241 [ T20 | 600 | 022646 7065 | 016858 | 72.602
Note: Mounting instructions refer to pages A161 - A164.
80.0VR00-_R-16 Technical Information (mm)
Product Dimensions =
=\ /S
ot Facing | Ramping Helical Hole ap MaX 1 pray —
EDP Item Description Pitch Angle © i, - max. Hﬁ!:g:lr/ RPM
Ramping Helical
021844 | 8000VR00-100R-16 100 0.32 202 230 4,00 [ 10800 Interpolation
021845 | 8000VR00-125R-16 125 0.26 252 280 4,00 [ 9200
021846 | 8000VR00-160R-16 160 0.21 322 350 4,00 | 7800 |
021847 | 8000VR00-200R-16 200 0.17 402 430 4,00 | 6800 .
021848 | 8000VR00-250R-16 250 0.14 502 530 400 | 5900
021849 | 8000VR00-315R-16** 315 - - - - 5200
021850 | 8000VR00-400R-16** 400 4500 Facing Pitch
021940 |8010VR00-100R-16** 100 0.32 202 230 4,00 [ 10800
021941 | 8010VR00-125R-16** 125 0.26 252 280 4,00 [ 9200
021942 | 8010VR00-160R-16** 160 0.21 322 350 4,00 | 7800
021943 | 8010VR00-200R-16** 200 0.17 402 430 400 | 6800

** Denotes non stock items.

KZKENNAMETAI:
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KZ 80.0VR0O-_R-16
KENNAMETAL Milling Inserts & Recommended Feeds
‘\:)QSTELLRAM‘
RPMT16-41 RPHT16-S RPHT16-T SPHX12-EN M @
Product Application & Material Dimensions (mm) d IT‘ 2
Roughing Semi-Finishing Finishing %
v vv vy 8
EDP ltem Description | Grade Depth of Cut (mm) dgoyl 1 | s | ¢ |hmmin S
ap max. ap min. - max. ap min. - max. 'E’
800 1,00-3,00 0,20-1,00 E
[1~]
015223 | RPMT1606MOE-41 X500 ° - 1600| - | 635|800 005 i
017311 | RPMT1606MOE-41 MP9IM ° n - 1600| - | 635|800 005
030390 ‘RPHTlGOGMOS ‘x4oo | ¢ ‘ (1Y) ‘ - |16,00‘ . ‘ 6,35 ‘ 8,00 ‘ 0,15
017692 | RPHT1606MOT X500 oo @ oo of . 1600| - | 635|800 0,10
034566 | RPHT1606MOT Speslo| mm @ LTI T - 1600| - | 635|800 010

Machining Choice: ‘ 1%t Choice M 2" Choice @ 3" Choice | Material Guide Key descriptions found on page A5.
RPHT1606MOS and RPHT1606MOT should be used for heavy duty applications.

Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v \A4 \AAS
EDP Item Description Grade Depth of Cut (mm) d(cy| | s r | hmmin
ap max. ap min. - max. ap min. - max.
. - 0,20 - 1,00
Wiper Inserts
017237 | SPHX12M512EN GH1 - - ] ‘ 12,55 112,55 | 5,00 | Wiper | 0,02
031455 | SPHX12M512EN SA9608 - - ‘ l’ 12,55| 12,55 | 5,00 | Wiper | 0,02

Machining Choice: Q 1%t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

Note: Mounting instruction for wiper inserts refer to page A164.

80.0VR0O0-_R-16 Feeds f; (mm/tooth)

T
5 2 5
g g S 8 = 8 s
g 3 s =&l S0 =8
8 o = @B ST
o o n
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
E-41 X500 Facing - - 0,04-027 | 0,04-0,16 - - - 0,04-013 | 0,04-013 [ 0,04-013 | 0,04-0,16
E-41 \ MP9IM \ Facing - - 0,0-0,35 | 0,0-035 | 0,10-0,30 - - - -
S X400 Facing 015-050 | 015-045 - - - - - - - - - - - 0,0-015 | 010-0,15
T X500 Facing 015-045 | 0,0-040 | 0,0-040 | 0,0-035 | 0,10-040 | 0,10-0,40 | 0,10-0,35 - - 0,10-028 | 0,0-028 | 0,0-0,28 | 0,10-0,30 - -
T SP6519 Facing 015-045 | 0,0-040 | 0,20- 0,40 | 0,20-0,35 | 0,10-040 | 0,10-0,40 | 0,10-0,35 - - 010-0,28 | 0,0-0,28 | 0,0-0,28 | 0,10-0,30

Wiper Inserts Feed /revolution fn (mm /rev.)

SPHX | GH1 [ Facing | 1,00-4,00 [ 1,00-3,00 | 0,80-250 | 0,80-2,00 [ 100-250 | 080-220 [ 080-200 [ - ]

SPHX | SA9608 | Facing | 1,00-4,00 [ 1,00-3,00 | 080-250 | 080-2,00 | 1,00-250 | 080-220 [ 080-200 [ - | - | 050-150 | 050-150 | 050-150 | 050-180 | - |
Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A152.
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80.0VR00-_R-16 ‘Z :
Recommended Speeds KENNAMETAL

) w
VMW STELLRAM
ﬂ/b‘

P Speed v; (m/min)
=
e Wear Resistance
8 80.0VR00-_R-16 _ +
s Series :
-E Speed min. - max.
S Coolant Recommendation PVD VD PVD cvD Uncoated Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Micrograin Cermet
ISO | Materials Rm and x400 | X500 | () SP6519 | () MP9IM | () GH1* SA9608
Hardness Q
2
R 120 260 130- 270 130- 295 240 - 345 265 - 380
T © | ® © e ©e ° °
ST 105-230 115- 240 115 - 260 215-305 235-335
700-950 N/mm?
moamen | | o 95 - 200 ole 100- 210 ole 100- 230 . 190- 270 o 205 - 295
Alloyed 950-1200 N/mm?
Stonl 250.355 HEN 70- 150 75- 160 75-175 140 - 205 155 - 225
1200-1400 N/mm?
e N ®| 4.5 ® | 50-100 ® | 50-110 ® | 90-130 ® | 100-145
Austenitic + Ferritic
Stanless ey ole 115- 250 ole 115-270 ole 215-305 ole 235-335
Steel Martensitic
e 100 - 220 105 - 235 195 - 275 215 - 305
PHstainless | Feocto ° 50-110 | @ 50- 120 ° 90-180 | @ 100 - 200
GG(;?Q 120- 280 140 - 295 145 - 365 135- 290 280 -400
Sl e ©|®|105-205 |® | @] 110-240 @ 15285 |© | @ 120-245 ® | 220315
Malleable
GTS - MN/MP 95-170 100 - 220 105 - 260 115 - 200 200 -285
Aluminium & Alloys
< 16% Si 116 HBN
Aluminium + Silicon
>16% Si 92 HBN
Iron Based 23-48 23-55 50-75
Cobalt Based 21-44 22-48 48-70
[ J [ J [ J
Nickel Based 24 -51 25-55 52-75
Titanium Based 35-73 36-79 60 - 95
Hard Steel
>1400 N/mm? 45-95
>415 HBN
Chilled Cast Iron °
>1400 N/mm?2 35-80
> 400 HBN

* Note: Wiper Insert SPHX12M512EN GH1 can be used for Steel, Steel Alloys, Stainless Steel and Cast Iron.
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‘Z : 80.0VR00-_R-16
KENNAMETAL Technical Information

‘\'u STELLRAM
e s

80.0VRO00-_R-16 Technical Information
Working Diameter:

Formula to evaluate the correct working diameter
based on axial depth of cut (ap).

4ia D,= D,+2 x r:-(r-a)
% \/
+

Cartridge Face Mills

«— D, 4>‘
where: D, = Working Diameter
D D, = Diameter of cutter insert centre to centre
w r = Insert radius
a, = Axial Depth of Cut

80.0VR00-_R-16 Technical Information

Formula to find programmed feed rate based on radial engagement and
axial depth of cut.
hm

Vrz-(r - ag)’ VrZ-(r - ap)’
X

f,=

where: > o
f, = Feed per tooth a. = Radial Depth of Cut

hm= Average chip thickness ap = Axial Depth of Cut

r = Insert radius

Formula to calculate the average chip thickness hm in relation with radial

engagement and depth of cut.
Vrz-(r - ag)’ Vrz-(r - ap)’
X

r r

hm=f; x

www.kennametal.com ‘ZKENNAMETN: A153
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80.0VR0O-_R-16
Technical Information KZKENNAMETAE

ﬁgQSTELLRAM”

Simplified formulas to evaluate hm and fz based on axial depth of cut or radial engagement.

Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f;) h,, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Depth of cut

p
f,=hy x d f, = Feed per tooth hy="f, x a
4/ — P

P d = Insert diameter d

Cartridge Face Mills

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f;) hn, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Radial engagement

f,=hy x A / : f, = Feed per tooth hy=f, x Ae
d

= Cutter diameter d

With round inserts,the thickness of the chip varies depending on the axial depth of cut (ap) and is related to the size of the cutting edge-preparation.
For best tool life it is important to maintain the proper chip thickness as shown below. This chart calculates in relation with axial depth of cut (ap)
only and not radial cut (ae).

RP..1606.. Insert

i hm (mm fz (mm/z
Insert Insert size ap d.o.c. i () ATTZ)
(mm) (mm) min. max. min. max.
16 2,00 0,05 0,20 0,14 0,56
16 3,00 0,05 0,20 0,12 0,46
16 4,00 0,05 0,20 0,11 0,40
RPMT1606MOE-41 16 5,00 0,05 0,20 0,09 0,36
16 6,00 0,05 0,20 0,08 0,33
16 8,00 0,05 0,20 0,07 0,28
16 4,00 0,15 0,28 0,30 0,56
16 5,00 0,15 0,28 0,27 0,50
RPHTL606MOS I 600 015 0,28 0,24 0,46
16 8,00 0,15 0,28 0,21 0,40
16 2,00 0,10 0,25 0,28 0,71
16 3,00 0,10 0,25 0,23 0,58
16 4,00 0,10 0,25 0,20 0,50
RPHTL606MOT 16 5,00 0,10 0,25 0,18 0,45
16 6,00 0,10 0,25 0,16 0,41
16 8,00 0,10 0,25 0,14 0,35

A154 ‘Z KENNAMETAL www.kennametal.com



3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

‘ZKENNAMETAIZ

2\BQSTELLRAM

CARTRIDGE ROUND INSERT MILLING ASSEMBLIES
The 80.0VR00-_R-20 cutter series with 6,35mm thick round button inserts is one of our
strongest cutters.

These cutters machine very efficiently irregular surfaces and rough scale. They can also be
used in heavy duty applications up to 10mm depth of cut.

This cutter series has an anti-rotation design which ensures a precise number of indexes per

insert. This gives a maximum possible usage of the available edges for roughing applications.

This unique patented pocket system prevents the inserts from rotating in the pocket, during
heavy feed machining and unstable conditions.

Applications:
The 80.0VRO00-_R-20 cutters are assembled with cartridges for RD..2006.. milling inserts for
face milling applications. Available with medium pitch.

The cutters series 8000VR00-_R-20 has an unequal medium pitch for reducing vibration and
are for roughing of Steel, Steel Alloys, Stainless Steel and Cast Iron.

The cutter series 8010VR00-_R-20 has an equal medium pitch and is especially
recommended for roughing, of High Temperature Alloys such as Iron Based Alloys, Cobalt
Based Alloys, Nickel Based Alloys and Titanium.

NOTE: The 80.0VR00-_R-20 series when mounted with cartridge 80VR00-_R-20 using
RD..2006.. round button inserts cannot utilise the wiper cartridge for finishing,
when a fine finished surface is required.

‘ZKENNAMETAII

www.kennametal.com

80.0VR00-_R-20 Series
Cartridge Face Milling Cutter

[l —

Facing

go9e

Ramping Pocketing Helical Helical
Interpolation  Interpolation
with Bore Hole

80.0VR0O-_R-20

8000VRO00-_R-20:

Maximum ap = 10,00mm
Diameter Range Da* =

116mm to 416mm

**Denotes non stock items diameter
331mm - 416mm

8010VR00-_R-20:
Maximum ap = 10,00mm
Diameter Range Da* =
116mm to 216mm

**Denotes non stock items diameter
116mm - 216mm

A155
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80.0VR00-_R-20 KZ :
Face Milling Cutter Assemblies KENNAMETAL

2\$STELLRAM“

4\
—

—»| dy -
H
L Product Dimensions (mm) Spares
‘ [e——D—> D 5
-~ Effecti No. of Screw
a—Dg* EDP Item Description Cftgi%e Da* H di ;gx Tget% EDP EDP Tlgr’lﬁlng
Diameter
8000VRO00-_ R-20 Bodies with Unequal Medium Pitch & Cartridges

033139 |8000VR00-100R-20 96 116 68 32 10,00 6

033140 |8000VR00-125R-20 121 141 63 40 10,00 8

033141 |8000VR00-160R-20 156 176 63 40 10,00 10
033142 |8000VR00-200R-20 196 216 63 60 10,00 12 029640 | D6014T | 015241 | T20 10,50

033143 | 8000VR00-250R-20 246 266 63 60 [ 10,00 16

033144 |8000VR00-315R-20** 3 331 80 60 10,00 20

033145 | 8000VR00-400R-20** 396 416 80 60 10,00 24

8010VRO00-_ R-20 Bodies with Equal Medium Pitch & Cartridges

Cutter Body & Cartridges 033146 |8010VR00-100R-20** 96 116 68 32 | 10,00 6

033147 |8010VR00-125R-20* 121 141 63 40 | 10,00 8
033148 | 8010VR00-160R-20** 156 176 63 40 | 10,00 10 | 029640 D6O14T 015241 | T20 10,50

033149 |8010VR00-200R-20** 196 216 63 60 10,00 12

** Denotes non stock items.

Da* = Outside Diameter

Product Spares
Screw Cartridge Adjustment
EDP Item Description EDP EDP Tightening Screw Screw
Nm EDP EDP
Cartridge & Spares
030969 | 80VRDOOR-20 [ 029640 | D6014T [ 015241 [ T20 | 1050 | 022646 | 7065 | - [

80VRDOOR-20

Note: Mounting instructions refer to pages A161 - A164.

Note: RD..2006.. Round button cutter assemblies cannot utilise the finishing wiper cartridges.

80.0VR00-_R-20 Technical Information (mm)

Product Dimensions =
=\ e\
- Facing | Ramping Helical Hole Ap MaX | 1
EDP Item Description pich | Angle ° i ma Hﬁ“g:lr/ RPM
033139 | 8000VRO0-100R-20 % 330 194 230 | 500 | 10800 L
033140 | 8000VROO-125R-20 1 2.35 244 280 | 5,00 9200
033141 | 8000VROO-160R-20 156 180 314 350 | 500 7800
033142 | 8000VRO0-200R-20 196 140 396 430 | 500 6800 Flat
033143 | 8000VRO0-250R-20 246 110 494 530 | 500 5900
033144 | 8000VROO-315R-20% 3L 100 624 660 | 500 5200
o 033145 | 8000VRO0-400R-20™ 39% 0.75 794 830 | 500 4500 Facing Pitch
a, 033146 | 8010VRO0-100R-20 9% 330 194 230 | 500 | 10800
A 033147 | 8010VR00-125R-20" 1 2.35 244 280 | 5,00 9200
033148 | 8010VR0O-160R-20 156 180 314 350 | 500 7800
033149 | 8010VRO0-200R-20 196 140 39 430 | 500 6800
D:* ** Denotes non stock items.
"~ —

Depth of Cut (ap)

A156 ‘Z KENNAMETAL www.kennametal.com
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KZ 80.0VR00-_R-20
KENNAMETAL Milling Inserts and Recommended Feeds
‘\‘g STELLRAM
RDHT20-42-X8 RDHW20-E-X8 RDHW20-S-X8 RDHW20-S-25-X8 M @
Product Application & Material Dimensions (mm) d s g
Roughing Semi-Finishing Finishing %
v Ao vy e
[T
EDP Item Description Grade Depth of Cut (mm) d@cy| |1 s r | hmmin e
ap max. ap min. - max. ap min. - max. 'g
10,00 1,00 - 3,00 0,20 - 1,00 <
029310 | RDHT2006MOE-42-X8 | X500 u ] - 20,00 - 6,35 | 10,00 | 0,08 ©
031533 | RDHT2006MOE-42-X8 | SP6519 [ ] [ ] - 20,00 - 6,35 | 10,00 | 0,08
029309 | RDHW2006MOE-X8 ‘XSOO | - ‘ [} .‘ ‘ - |20,00‘ ‘ 6,35 ‘ 10,00‘ 0,10
031661 | RDHW2006M0S-X8 X500 ‘ N 20,00 - 6,35 | 10,00 | 0,15
031662 | RDHW2006MO0S-X8 SP6519 mEm ‘ ’ - 20,00 - 6,35 | 10,00 | 0,15
031660 | RDHW2006M0S-25-X8 | X500 eoe 20,00 - 6,35 | 10,00 | 0,25
031576 |RDHW2006M0S-25-X8 | SP6519 ‘ ‘ - - 20,00 - 6,35 | 10,00 | 0,25

Machining Choice: 0 1 Choice M 2™ Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

INSERT APPLICATION NOTES:

RDHW2006MOE-X8 X500 should be your first choice for medium roughing application when machining Titanium without heavy scale.
RDHW2006M0S-X8 SP6519 should be used when machining Stainless Steel with heavy scale.

RDHW2006M0S-X8 X500 should be used when machining High Temperature Alloys with heavy scale.

RDHT2006MOE-42-X8 should be used when the machine tool has low power available and when the conditions are stable.
RDHW2006M0S-25-X8 should be used for heavy duty applications.

80.0VR00-_R-20 Feeds f; (mm/tooth)

T T

5 2 5%

£ | s g s8 | =28 | 38

£ B g =P =1 =8

5] 5] 2 @ 3T

O] o nx

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

E-42-X8 | X500 Facing - - 015-035 | 0,15-0,30 - - - - - 012-025 | 0,12-0,25 | 0,12-0,25 | 0,12-0,30
E-42-X8 ‘ SP6519 ‘ Facing - - 0,15-0,35 | 0,15-0,28 - - - - - 012-0,25 | 012-0,25 | 012-0,25 | 0,12-0,30

E-x8 | X500 | Facing | 020-0,30 [ 0,18-0,28 [ 0,20-0,40 [ 0,20-0,30 [ 0,20-0,35 [ 0,20-0,35 [ 0,20-0,30 |
SX8 | X500 | Facing [ 025-045 [ 0,25-035 | 0,25-045 [ 0,5-032 | 0,25-045 | 0,25-045 | 0,25-040 |
S-x8 | SP6519 | Facing | 025-045 | 025-035 | - | - [ 025-045 [ 025-045 | 0,25-040 |
S-25:X8 | X500 | Facing [ 035-060 [ 035-050 [ - [ - [ 035-060 | 035-055 | 035-045 |
S-25-X8 | SP6519 | Facing | 035-055 | 035-045 | - | - [ 035-055 | 035-050 [ 0,35-040 |

[ 020-0,28 [ 020-0,28 [ 020-0,28 [ 0,20-0,32 |
[ 025-032 [ 025-032 [ 025-0,32 [ 025-035 |

Speed recommendations can be found on page A158.

www.kennametal.com KZKENNAMETALW A157
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80.0VR00-_R-20 ‘Z :
Recommended Speeds KENNAMETAL

‘\&7 STELLRAM

Py

= Speed v (m/min)
= )
Py Wear Resistance
] 80 VR0OO R20
[ - = - +
g Series
'-g Speed min. - max.
t .
S Coolant Recommendation oD PVD
Recommended @ Possible ® X Grade Standard
IS | Materials | o, :Z‘S’s X500 SP6519
2
R 130-270 130- 2905
<950 N/mm? © e © e
T 115 - 240 115 - 260
X 2
vy 100- 210 100 - 230
o ® ® e
Alloyed 950-1200 N/mm: 75- 160 75-175
Steel 280-355 HBN
% 2
D ® |50-100| | @ 50-110
| Puseie Feric 15-250 15-270
Pl o © | @ ©e
artensitic
s 100 - 220! 105 - 235
PHsainkess | oY | @ 50-110 | @ | |50-120
v 120- 280 140-295
Sp“gfggf‘gggc‘"e ® | @ |105-205| ® | @ |110- 240
e 95-170 100- 220
Aluminium & Alloys
< 16% Si 116 HBN
Aluminium + Silicon
> 16% Si 92 HBN
Iron Based 23-48 23-55
Cobalt Based 21-44 22 -48
[ ] o
Nickel Based 24 -51 25-55
Titanium Based 35-73 36-79
Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN

A158 KZKENNAMETN: www.kennametal.com
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KZ @ 80.0VR00-_R-20 Series
KENNAMETAL Technical Information

2\3 STELLRAM

80.0VR00-_R-20 Technical Information

Working Diameter:

Formula to evaluate the correct working diameter
based on axial depth of cut (ap).

ap Dy = D2+ 2 x , /r? -(r-ap)?
*

~——— D>
where: Dy = Working Diameter

D, = Diameter of cutter insert centre to centre
r Insert radius
ap Axial Depth of Cut

Cartridge Face Mills

- —_—
Dw

80.0VR00-_R-20 Technical Information

Formula to find programmed feed rate based on radial engagement and
axial depth of cut.

G= e
r-(r - a)’ VrQ—(r - ap)’
where: p X -
f, = Feed per tooth a. = Radial Depth of Cut
hm= Average chip thickness ap = Axial Depth of Cut
r = Insert radius

Formula to calculate the average chip thickness hm in relation with radial
engagement and depth of cut.

www.kennametal.com ‘ZKENNAMETN: A159
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80.0VR00-_R-20 KZ :
Technical Information KENNAMETAL

2\§STELLRAM’

Simplified formulas to evaluate hm and fz based on axial depth of cut or radial engagement.

Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f) h,, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Depth of cut

f,=hy x d f, = Feed per tooth hp=f, x ap
V= =

P d = Insert diameter d

Cartridge Face Mills

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f) h,, = Average chip thickness Formula: Average Chip Thickness (hy)
a, = Radial engagement

f,=hy x 1/ ; f, = Feed per tooth hp =f, x ae

© d = Cutter diameter d

With round inserts,the thickness of the chip varies depending on the axial depth of cut (ap) and is related to the size of the cutting edge-
preparation. For best tool life it is important to maintain the proper chip thickness as shown below. This chart calculates in relation with
axial depth of cut (ap) only and not radial cut (ae).

RD..2006.. Inserts

; hm (mm fz (mm/Z
Insert Insert size ap d.o.c. m (mm) gl
(mm) (mm) min. max. min. max.
20 1,00 0,08 0.8 0,36 0,80
20 2,00 0,08 0,18 0,25 0,57
20 3,00 0,08 0,18 021 0,46
20 4,00 0,08 0,18 018 0,40
RDHT2006MOE-42-X8 20 5,00 0,08 0,18 0.16 0.36
20 6,00 0,08 0,18 015 033
20 8,00 0,08 0,18 013 0,28
20 10,00 0,08 0,18 011 0,25
20 1,00 0,10 0,20 045 0,89
20 2,00 0,10 0,20 0,32 0,63
20 3,00 0,10 0,20 0.26 052
20 4,00 0,10 0,20 0.22 045
RDHW2006MOE-X8 20 5,00 0,10 0.20 0.20 0,40
20 6,00 0,10 0,20 018 037
20 8,00 0,10 0,20 0,16 032
20 10,00 0.10 0,20 0,14 0,28
20 3,00 015 0,25 0,39 0,65
20 4,00 015 0,25 0,34 0,56
RDHW2006M0S-X8 20 5,00 0.5 0,25 0.30 0,50
20 6,00 015 025 0,27 0,46
20 8,00 0,15 0,25 0,24 0,40
20 4,00 0.25 0,30 0,56 0,67
20 5,00 0,25 0,30 0,50 0,60
RDHW2006M0S-25-X8 20 6,00 0,25 0,30 0,46 0,55
20 8,00 0,25 0,30 0,40 047

A160 KZ KENNAMETAL www.kennametal.com
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8000v-8010V
Surface Finishing

‘ZKENNAMETAIZ

‘\’Q STELLRAM

Surface Finishing with 81FS00 Cartridges

The cartridge 81 FS 00 R-12 is intended to perform finishing operations when used in
conjunction with other cartridges as shown in the diagram opposite. They have a fine
adjusting set screw to enable the cartridge to be pulled back and pushed forward again
to the initial preset position.

Cartridge Face Mills

Stock removal for finishing should be no more than 1 mm and preferably 0,5 mm. The
finishing insert actually removing a maximum 0,03 mm due to it trailing the main cutting
inserts.

On the cutter series 8000V one, two or even three (according to diameter) of the roughing
cartridges may be replaced by an 81 FS 00 R-12 finishing cartridge. One corresponding
pocket for a wiper cartridge is marked with an “F".

These cartridges, having a fine adjusting set screw, are set according to the dimension
(axial shift) “X".

X =0,03-0,05 mm
(X = 0,02 mm with a pressed insert with a nose radius)

Maximum feed up to 3 mm/rev.

o)

8000VS / VSE45

D,

8000VROO0 (R-16 only)

8000vVOD45

Note: 8000V Series assemblies that cannot use wiper cartridges are 90 degree A-Style, 20mm
Round Button and 12mm and 16mm High Feed Mills.

\ Also, all 8010V cutter series are not possible to assemble with a wiper insert cartridge.
Product Spares
Finishing Insert Finishing Cartridge Fixing Adjusting Fixing Insert Screwdriver
Part Number Cartridge Screw Cartridge Screw Screw
,,,,,,,,,,,,,,,, SPHX 12 M5 12-EN 81 FS 00 R-12 7065 72.602 D5013T T20
www.kennametal.com ‘ZKENNAMETAL A161
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8000Vv-8010V KZ :
Mounting / Adjusting Cartridges KENNAMETAL

Cartridge Face Mills

‘\’g STELLRAM

General Cartridge Mounting Instructions

For the majority of current applications, 8000V and 8010V cutters with interchangeable
cartridges do not have to be adjusted. The cartridges therefore are mounted by pressing
the calibrated heel up against the setting track on the tool body (runout 0,05 mm max.,
with inserts with ground wiper edges). However, if greater accuracy is required, they may
be adjusted individually with a runout of 2-um.

A Mounting of Cartridges without Adjustment

1. Lubricate the screw under the head and on the thread (preferably
with copper paste).

. Clean cartridges and their pockets located in the milling cutter.

. Introduce the first cartridge into its pocket and check if it moves freely.

4. Introduce screw No. 1 and tighten it moderately whilst pushing the cartridge
against its axial setting track; mount all the cartridges in the same way.

5. Introduce screw No. 2 and lock it (tightening torque 10 Nm).

. Lock screw No. 1 well with an extended allen key (tightening torque 18 Nm).

7. Mount the indexable inserts.

w N

(e}

A162 ‘Z KENNAMETAL www.kennametal.com
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‘Z : 8000V-8010V
KENNAMETAL Mounting / Adjusting Cartridges

‘\’Q STELLRAM

B Mounting of Cartridges with Adjustment

1. Lubricate the screws under the head and on the thread (preferably
v® with copper paste).
2. Clean the cartridges and their pockets located in the milling cutter.
3. Introduce the first cartridge into its pocket and check it moves freely.
“ 4. Introduce screws No. 1 and No. 2 while pushing the cartridge against its
& axial setting track, tighten screw No. 1.
@ @ 5. Mount an insert with ground periphery which will serve as a gauge.
6. Gauge the height of the first mounted cartridge, then set the pre-setter
to zero. Set the pre-setter so that the measuring system indicates
+0,02 mm.
7. Slightly loosen both screws; reverse the cartridge to just below zero in
relation to pre-set +0,02mm and again moderately tighten screw No. 1.
Using screw No. 2 advance the cartridge to zero. Then loosen screw No. 2.

= "%
Dyereerlc?)
NN

Cartridge Face Mills

Instructions for Tightening
After height zero has been reached:
A Lock screw No. 1 securely with the extended allen key (tightening
torquel4 Nm). When doing this it is possible that the cartridge may
reverse a little.

B Re-tighten screw No. 2 to jack cartridge back to zero position.

8. To adjust the other cartridges, proceed as follows:
A Mount the cartridge using screw No. 1 which must be moderately
tightened.

B Mark, as a reference face with a red felt-tipped pen, the insert from the
preceding cartridge and introduce it so as to use the same wiper edge.

C Rotate the cutter (8A) with the mounted insert (8B) in the position of
the lens (8C) on the pre-setter to measure the height.

D Introduce screw No. 2 which will help push the cartridge up to position
zero on the dial. Loosen the screw.

E From this point onwards, follow the tightening instructions
described above

F Then tighten all screws Nr.2 moderately.

9. Once the mounting of the cartridges is complete, mount the indexable
inserts.

NOTE: By proceeding in this way with the mounting of cartridges, the insert seats

should all be at a precise height (£ 0,002); only variations in the insert
dimensions will then influence the axial runout of the milling cutter.

www.kennametal.com ‘ZKENNAMETN: A163
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8000V KZ @
Mounting / Adjusting Cartridges KENNAMETAL

‘\’g STELLRAM

C Mounting & Setting of the Finishing Cartridges

The 8000V series of milling cutters have no additional and independent pockets,
but according to their diameter one, two or even three roughing cartridges can be
replaced by one finishing cartridge - 81 FS 00 R-12. One corresponding pocket is
marked with an “F”.

Cartridge Face Mills

NOTE: When using two or even three finishing cartridges, their equal spacing on
the milling cutter circumference must be ensured and the axial runout between the
edges of the wiper inserts must be as small as possible.
92 mm - 1,0 mm MOUNTING & SETTING INSTRUCTIONS
1. A After the 81 FS 00 R-12 cartridge and its pocket in the cutter body have
been cleaned, place the cartridge into its pocket and locate the heel
against the setting track.

B Introduce the cartridge fixing screw and lightly tighten. The finishing
inserts will protrude from the cutting plane of the roughing cartridges
0,2 to Imm depending upon the roughing inserts being used.

2. Check each insert on the roughing cartridges, whose mounting is
described in A and B so that the highest insert can be marked and
used to set the pre-setter to zero.

3. A Rotate the cutter until the plunger/lens is placed above the centre of the

finishing insert cutting edge.

B Screw in the set screw, which will move the 81 FS 00 R-12 finishing
cartridge off the setting track until the measuring system indicates +0,03 to
0,05 mm from the zero already set. If the roughing cartridges are
equipped with SCMT utility inserts (with as pressed periphery), the
offset should only be +0,02mm.

C Loosen the cartridge fixing screw and move the cartridge up and down to
verify the dimension already set. If necessary, correct the preset dimension

by adjusting the set screw.

4. Lightly tighten the cartridge fixing screw.

5. The 81 FS 00 R-12 finishing cartridges are able to be pulled back or pushed
forward as necessary to allow for roughing or finishing work as they will
always return to the dimension as preset in 3 B and C. So, simply unscrew
the fixing screw, push the finishing cartridge either forward or backwards,
then lock the screw again.

Note: Not suitable for use on 8010 V cutter bodies.

A164 ‘Z KENNAMETAL www.kennametal.com
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‘Z @ 5210VS Series
KENNAMETAL Shoulder Milling Cutter

Shoulder/

QO | S
ﬂ,ty‘ STELLRAM \)

Profiling
LONG EDGE MILLING CUTTER 5210VS
The teeth on 5210 VS cutters are set with a pronounced left hand helix angle. The chosen
angle allows, in most cases, at least two teeth to be engaged in the material continuously 5210VS09:
allowing a progressive attack on the material by each cutting stroke, thereby reducing insert Maximum ap = 50mm
fracture. Diameter Range = 32mm only
A cutter with a left hand helix has the added advantage of absorbing any looseness in the 5210VS12:
spindle thus reducing vibration. Cutting starts with the top of each tooth which decreases Maximum a,, = 68mm for Diameter 80mm
torsion and initial bending of the tool body. P 77mm for Diameter 100mm

Diameter Range = 80mm to 100mm
The negative helix allows a large area for chip formation and chip flow. The indexable inserts

used on these tools are particularly thick for high shock resistance and also protection of the
tool body.

The 5210VS09/12 series is specifically designed for roughing applications on Steel and
Cast Iron.

www.kennametal.com ‘ZKENNAMETN: A165
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5210VS
Shoulder Milling Cutter KZKENNAMETAE

Shoulder Mills

>

»‘ dy ‘«

L Product Dimensions (mm) Spares
o aj No. of _Screw
I a, EDP Item Description D LH I1 dp mgx Teeth EDP EDP T|gr’1\§?nn|ng
max
® 5210VS09 Weldon Shank
»\ b ‘ - 015235 | 5210VS09WAO32R50 [ 32 [ m9 [ 57 | 32 [ 50 | 3 [015262] F4010T [015240] T15 | 3,10
5210VS12 Shell Mill Fixation
Weldon Shank 021656 |5210VS12-080R68 | 80 | 8 | - [ 32 | 6 | 4 [015266]D5013T [015241] T20 | 6,00
021657 |5210VS12-100R77 | 100 92 40 77 6 | 015266 | D5013T [015241] T20 | 6,00
> d |
I| a, 5210VS Assembly Information
:max Product Necessary inserts to assemble the cutter
. No. of inserts No. of inserts
l -@i EDP Item Description o st o
«—— D —»
| D | 5210VS09 Weldon Shank
Shell Mill Fixation 015235 |5210VS09WAO32R50 . | _ _11><SC 09 only [
5210VS12 Shell Mill Fixation
021656 |5210VS12-080R68 [ 14 x SO..12M6 \ 2xS0..15M6
021657 |5210VS12-100R77 | 27 X SO..12M6 | 2xS0..15M6
For the 5210VS12 Both inserts (a) and (b) are required to complete each cutter.
5210VS Technical Information (mm)
Product Dimensions
o X X . ap max Flat
EDP Item Description ng?cr;]g annélrgrlg F[L‘?g??'f#:}'f Helical / F’EAF?K(/I
Linear
015235 | 5210VS09WAO32R50 32,00 - - [ - - 35500
021656 | 5210VS12-080R68 [ 80,00 | - - - T - ] 20500 Facing Pitch
021657 |5210VS12-100R77 | 100,00 | - | - | - | - ] 18000
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‘Z : 5210VS
KENNAMETAL Milling Inserts

‘\’Q STELLRAM

SCMT09-41 SCMT09-T SOMT12-B SOMT15-B
Product Application & Material Dimensions (mm)
Insert Roughing Semi-Finishing Finishing ‘ ‘
Letter v \A vy S K]
EDP Item Description Grade a.orb. Depth of Cut (mm) d(acy| |1 S r | hmmin E
for 12mm apmax* | apmin. - max. | ap min. - max. 5
Inserts S
3
SCMTO09T308 5
015147 | SCMT09T308EN-41 X500 - [} - - 9,52 | 952 | 3,97 | 0,80 | 0,04
031474 | SCMT09T308EN-41 SP6519 - [ J - - 952 | 952 | 397 | 080 | 0,04
017315 | SCMT09T308EN-41 MP91IM - [ X - - 952 | 952 | 397 | 0,80 | 0,04
034550 | SCMT09T308T X400 - ] ’ - - 952 | 952 | 397 | 0,80 | 0,15
031568 | SCMT09T308T SP6519 - ’ ] - - 9,52 | 952 | 3,97 | 0,80 | 0,15
034551 | SCMT09T308T SP4019 - ‘l - - 952 | 952 | 397 | 080 | 0,15
SOMT12M612
015190 | SOMT12M612SN-B X500 a. e - - 12,70 112,70 | 6,00 | 1,20 | 0,15
031506 | SOMT12M612SN-B SP6519 a. ‘ u - - 12,70 112,70 | 6,00 | 1,20 | 0,15
017329 | SOMT12M612SN-B MP91IM a. ] “ - - 12,70 112,70 | 6,00 | 1,20 | 0,15
SOMT15M612
015192 | SOMT15M612SN-B X500 b. e - - 15,88 | 15,88 | 6,00 | 1,20 | 0,15
031557 | SOMT15M612SN-B SP6519 b. ‘ ] - - 15,88 | 15,88 | 6,00 | 1,20 | 0,15
017330 | SOMT15M612SN-B MP91M b. ] “ - - 15,88 | 15,88 | 6,00 | 1,20 | 0,15

Machining Choice: ‘ 1%t Choice M 2" Choice @ 3“Choice | Material Guide Key descriptions found on page A5.
+ Determined by selection of cutter

INSERT APPLICATION NOTES:
If the insert SCMTO9T308EN-41 Grade SP6519 chips prematurely then use alternative Grade X500

Note: Feed recommendations can be found on page A168. Speed recommendations can be found on page A169.

www.kennametal.com ‘ZKENNAMETN: A167
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5210VS
Recommended Feeds ‘ZKENNAMETAII

2STELLRAM

5210VS Feeds f, (mm/rev)

T T
%) = 2 % né,
= g | g £ & | =& | 88
= 5 S > =8l & @ =8
— o} (O] =% [ o
> [C] o hx
=
g Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.
=
@« SCMTO09
EN-41 | X500 Profiling | 0,10-0,30 | 0,10-0,28
EN-41 | SP6519 | Profiling 0,10-0,30 [ 0,10-0,28 - - - - - - - - - - - - -
EN-41 | MP9IM | Profiling - - - - 0,12-033 | 0,12-0,33 | 0,12-0,33 - - - - - - 0,08-0,13 | 0,08-0,15
T X400 Profiling | 020-040 | 0,20-0,35 - - - - - - - - - - - 0,10-0,15
T SP6519 | Profiling | 0,20-038 | 0,20-0,33 - - 0,20 040 | 020-035 | 0,20-030 - - - - - - - -
T SP4019 | Profiling - - - - 0,20-040 | 020-0,35 | 0,20-030 - - - - - - 0,10-015 | 010-0,15
SOMT12
SN-B_ | X500 Profiling | 050-0,90 | 040-0,70 - - 0,50-0,90 | 0,50-0,90 | 0,40-0,70
SN-B | SP6519 | Profiing | 050-0,90 | 0,40-0,70 - - 050-090 | 050-0,90 | 040-0,70 - - - - - - - -
SN-B_ | MP91M | Profiing | 050-0,90 | 0,40-0,90 - - 050-090 | 050-0,90 | 040-0,70 - - - - - - 0,30-0,40 | 0,30-040
SOMT15
SN-B X500 Profiling 050-090 | 040-0,70 - - 050-0,90 | 050-090 | 040-0,70
SN-B | SP6519 | Profiing | 050-0,90 | 0,40-0,70 - - 050-090 | 050-0,90 | 040-0,70 - - - - - - - -
SN-B_ | MP91M | Profiling | 050-0,90 | 040-0,70 - - 0,50-0,90 | 0,50-0,90 | 0,40-0,70 - - - - - - 0,30-0,40 | 0,30-040

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A169.
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KZ : 5210VS
KENNAMETAL Recommended Speeds

‘\‘z‘v STELLRAM

Speed V. (m/min)

Wear Resistance

5210VS Series - +

Speed min. - max.
Coolant Recommendation PVD oD PVD PVD cvD
Recommended @ Possible ® X Grade X Grade Standard Standard Standard

Hzmggs O® xo |O @ x0 |O @) seeswo | @) spaore | @ mpam

<600 N/mm?
<180 HBN
<950 N/mm?
<280 HBN
700-950 N/mm?
200-280 HBN
950-1200 N/mm?
280-355 HBN
1200-1400 N/mm? ®

355-415 HBN
Austenitic + Ferritic
Stainless 300 series
Steel Martensitic
400 series
Refractory
PH.
Grey
GG-Ft
heroidal-Ductil
* ggg-am;m ’ ©| @ | 105-205 (© | @ | 110-240 @ | 115-255 ® | 115-285

Malleable
GTS - MN/MP

Shoulder Mills

ISO | Materials

120 - 260 130- 270 130 - 295 140 - 345

105 - 230 115-240 115 - 260 120 - 305

95 - 200 100-210 100 - 230 105 - 270

Alloyed
Steel

70 - 150 75-160 75-175 80 - 205

45-95 @® | 50-100 @ | 50-110 @® | 50-130

PH Stainless

120 - 280 140 - 295 145 - 330 145 - 365

95-170 100 - 220 105 - 235 105 - 260

Aluminium & Alloys
< 16% Si 116 HBN

Aluminium + Silicon
>16% Si 92 HBN

Iron Based

Cobalt Based

Nickel Based

Titanium Based

Hard Steel
>1400 N/mm? 45-95 50 - 100 50 - 105
>415 HBN
Chilled Cast Iron

>1400 Nimm? 35-80 40-90 40- 95
> 400 HBN

www.kennametal.com KZKENNAMETAt A169
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5210VS
Technical Information KZKENNAMETAE

‘\‘u STELLRAM
e\

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f;) h,, = Average chip thickness Formula: Average Chip Thickness (hy)
a. = Radial engagement

f,=hy, x A/ : f, = Feed per tooth hoy =1, x a,

e d = Cutter diameter d

Shoulder Mills

Multiplication factor for the feed rate based on the percentage of radial engagement of the cutter diameter

Cutter @ 32mm Cutter @ 80mm Cutter @ 100mm
an % a. mm Coefficient an % a. mm Coefficient an % a. mm Coefficient
€ € Factor e € Factor € € Factor
5 1,60 2,30 5 4,00 2,30 5 5,00 2,30
10 3,20 1,66 10 8,00 1,66 10 10,00 1,66
15 4,80 1,40 15 12,00 1,40 15 15,00 1,40
20 6,40 1,25 20 16,00 1,25 20 20,00 1,25
25 8,00 116 25 20,00 116 25 25,00 1,16
35 11,20 1,05 35 28,00 1,05 35 35,00 1,05
50 - 100 16,00 - 32,00 1,00 50 - 100 40,00 - 80,00 1,00 50 - 100 50,00 - 100,00 1,00

Example: 80mm diameter cutter using a 8,0mm radial engagement (ag) = 10% of the cutter diameter.
At 10%, your coefficient is 1,66 (see chart); therefore you must multiply your feed rate by 1,66 for correcting the feed for profiling.

A170 KZKENNAMETAE www.kennametal.com
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‘Z @ 5230VS Series
KENNAMETAL Chevron Long Edge Milling Cutter (Porcupine)

Shoulder/

QO | NS
ﬂ,ty‘ STELLRAM \)

Profiling/
Slotting
HIGH PERFORMANCE LONG EDGE MILLING CUTTERS 5230VS
The Stellram 5230VS09 and VS12 Cutter Series is perfectly qualified for profiling and
full slotting. 5230VS09:

(ap max is determined by selection of
Cutter Diameter)

Diameter Range and Maximum ap =
50mm Dia. with ap 51mm or 80mm

Designed for high material removal rates in Titanium and High Temperature Alloys. Several
applications have shown metal removal rates of up to two times greater than the previous
operating cutting parameters.

The advanced Chevron design ensures that one cutting point is always in contact with the
material during entrance and exit. This provides optimum harmonic stability - resulting in

maximum tool life and a 30% improvement in surface finish. A generous flute capacity 5230VS12:

coupled with each individual cutting edge having its own jet of coolant, provides for excellent
chip evacuation. This works to further enhance surface finish and increases metal removal
rates to a higher level of productivity.

The advanced 5230VS series is ideal for rough machining of Steel, Alloyed Steel, Stainless
Steel and particular for Titanium and High Temperature Alloys.

Features and Benefits

e Insert positioning provides smooth progressive penetration and
cutting action for extended tool life.

e Individual coolant jets to each insert provides constant chip
evacuation and temperature stability in the cutting zone.

e The advanced Chevron design improves stability and lowers power
consumption, increasing tool life up to 2 times greater than comparable
cutter in today’s market.

e Proven versatility in a wide application area in Titanium and High
Temperature Alloys increasing productivity.

‘ZKENNAMETAII

www.kennametal.com

(ap max is determined by selection of
Cutter Diameter)

Diameter Range and Maximum ap =
63mm Dia. with ap 57mm or 94mm
80mm Dia. with ap 65mm or 110mm
100mm Dia. with ap 76mm or
133mm

A171
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5230VS09

Chevron Long Edge Milling Cutter (Porcupine)

DR

P—D—»

Shell Mill Fixation

A172

bl
o

max

KZKENNAMETAIZ

‘\g‘vSTELLnAM' @
Product Dimensions (mm) Spares

ap Screw
L a No. of | No. of | ;

EDP Item Description D |UH| 1 d1 mgx Sloq:i?gj* flutes | inserts | EPP EDP Tlgi;\itrer?mg

5230VS09 Shell Mill Fixation

031419 [5230VS09-A050Z4R51 | 50 | 76 | [ 27 [ 51 ] 44 ] 4 28 [015269 | F3508T [015240| T15 | 2,10
031603 |5230VS09-A050Z4R80 | 50 | 106 | | 27180 [ - [ 4 [ 44 015269 | F3508T [015240| T15 | 2,10

* Note: Please do not surpass the recommended max. ap for slotting.

Shell Mills are supplied with inserts screws, coolant control screws, steel coolant plug, nord-lock washer and

mounting screw.

5230VS09 Spare Parts

Coolant Control Screw " Steel Coolant Plu Coolant Plug
Cutter Scrzlezvl\sd;ver g - tightening
Screw EDP Screw Qty. EDP Description Nm
5230VS09-A050Z4R51 8 031436 SB-3413
5230VS09-A050Z4R80 015062 F3006T 12 013214 ™ 031582 SB-3621 3
5230VS09 Torque Values and Spare Parts
cutt Nord Lock Washer Mounting Bolt **Torque Values in Nm
utter
EDP Description EDP Description Normal Condition |Excessive Condition
5230VS09-A050Z4R51 M12-1.751S0 x
5230VS09-A050Z4R80 031258 NLW-0375 031268 30mm SHCS 80 100

** Torque values for mounting bolts. Excessive condition is when long reach extensions are required or when cutting
parameters are elevated to extreme parameters.

5230VS09 Technical Information (mm)

Product Dimensions
Flat
- Facing | Ramping Helical Hole ap M| Max
EDP Item Description Pitch Angle © min. - max. thcal 'l rRPM
Linear

031419 |5230VS09-A050Z4R51 50 - -] 32500 Facing Pitch

031603 | 5230VS09-A050Z4R80 50 - - 32500
KZKENNAMETN: www.kennametal.com
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‘Z @ 5230VS09
KENNAMETAL Milling Inserts

2\:? STELLRAM

SDHT09-422 SDHT09-423 SDMT09-41 SDMW09-TN
Product Application & Material Dimensions (mm) ‘ ‘
Roughing Semi-Finishing Finishing .
v A/ A\AAS »
EDP Item Description Grade Depth of Cut (mm) d(IC) | S r | hmmin E
ap max* or ap max. and ap min. - max. S
ae max.* ae max. 15% D* %
=]
031261 | SDHTO9T308EN-422 X500 u [} - 9,52 | 9,52 | 397 | 0,80 | 0,03 5
033075 | SDHTO9T308EN-422 SP6519 ] - 952 | 952 | 397 | 080 | 0,03
031260 | SDHTO9T308EN-423 X500 ‘ - - 9,52 | 952 | 397 | 0,80 | 0,04
033074 | SDHT09T308EN-423 SP6519 [ ] ‘ - 9,52 | 952 | 397 | 0,80 | 0,04
014410 | SDMTO9T308EN-41 X500 ame - 952 | 952 | 397 | 0,80 | 0,04
031479 | SDMT09T308EN-41 SP6519 mme ] - 952 | 952 | 397 | 0,80 | 0,04
017325 | SDMT09T308EN-41 MP9IM ] [ ] ‘ - 9,52 | 952 | 397 | 0,80 | 0,04
015232 | SDMWO09T308TN X500 [} - - 952 | 952|397 080 | 015
031482 | SDMWO09T308TN SP6519 ‘ - - 952 | 952|397 080 | 015
017327 | SDMWO09T308TN MP9IM ‘ - - 952 | 952 (397|080 | 015

Machining Choice: Q 1 Choice M 2™ Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Note: Please do not surpass the recommended max. ap for slotting as shown on the steel body page A172.
* Note: ap max. for profiling is only possible when ag < 75% of the Diameter.

** Note: For semi finishing, axial engagement &y for slotting and radial engagement ae for profiling should be max. 15% of the Diameter.
SDHTO9T308EN-423 to be used in unstable conditions.

Note: Feed recommendations can be found on page A174. Speed recommendations can be found on page A175.

www.kennametal.com ‘ZKENNAMETN: A173
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5230VS09
Recommended Feeds ‘ZKENNAMETAII

Shoulder Mills

‘\ 7STELLRAM

>

5230VS09 Feeds f; (mml/flute)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

Min. - Max. | Min. - Max. | Min. - Max. | Min. -

S
S
=
o
x

Shoulder/
Profiling

Slotting - B 0,04-011 | 0,04-0,10 - - - - - 0,05-0,07 | 0,05-0,07 | 0,05-0,08 | 0,05-0,09

Shoulder/
Profiling

Slotting - - 0,04-0,10 | 0,04-0,09 - - - - - 0,05-0,07 | 0,05-0,07 | 0,05-0,08 | 0,05-0,09

0,05-0,13 | 0,05-0

=
s

0,05-0,08 | 0,05-0,08 | 0,05-0,10 | 0,05- 011

EN-422 | X500

0,05-0,12 | 0,05-011 - - - - - 0,05-0,08 | 0,05-0,08 | 005-0,10 | 0,05-0,11

EN-422 | SP6519

Shoulder/
Profiling

Slotting - - - 0,05-0,10 - - - - - 0,05-0,07 | 0,05-0,07 | 0,05-0,08 | 0,05-0,09

Shoulder/
Profiling

Slotting - B 0,04-0,10 | 0,04-0,09 - - - - - 0,05-0,07 | 0,05-0,07 | 0,05-0,08 | 0,05-0,09

0,05-0,12 - - - - - 0,05-0,08 | 0,05-0,08 | 005-0,10 | 0,05-0,11

EN-423 | X500

005-013 | 005-0,11 - - - - - 0,05-0,08 | 0,05-0,08 | 0,05-010 | 0,05-0,11

EN-423 | SP6519

Shoulder/
Profiling

Slotting 005-012 | 005-011 | 0,05-011 - 0,05-012 | 0,05-0,12 | 0,05-0,11

Shoulder/
Profiling

Slotting 0,05-0,12 | 005-011 - - 0,05-012 | 0,05-0,12 | 0,05-0,11

Shoulder/
Profiling

Slotting 0,05-0,11 | 0,05-0,10 - - 0,05-0,12 | 005-0,12 | 0,05-0,11

0,05-0,15 | 0,05-0,14 | 0,05-0,13 - 0,05-015 | 0,05-0,15 | 0,05-0,13

EN-41 | X500

0,05-0,15 | 0,05-0,14 - - 0,05-0,15 | 005-0,15 | 0,05-0,13

EN-41 | SP6519

0,05-0,13 | 0,05-0,13 - - 0,05-0,15 | 005-0,15 | 0,05-0,13

EN-41 | MP91M

Shoulder/

Profiing | “15-048 | 015017

™ X500
Slotting

Shoulder/
Profiling

015-0,18 | 0,15-0,17

TN | SP6519
Slotting

Shoulder/
Profiling

0,15-018 | 0,15-0,18 | 0,15-0,17

™ MP91IM
Slotting

Note: HTA = High Temperature Alloys

Note: Above feed rates are calculated on centreline.
Speed recommendations can be found on page A175.
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KZ @ 5230VS09
KENNAMETAL Recommended Speeds

‘\‘q STELLRAM

Speed V¢ (m/min)

Wear Resistance

. (7]
5230VS Series - + =
Speed min. - max. E

Coolant Recommendation oD VD oD H
Recommended @ Possible ® X Grade Standard Standard f:

150 | Materials | "m0 o @ xs00 | @) spesie | @) mpowm
2
<o 130-270 130-295 140-345
<950 N/mm? © e ©e L
B 115240 115 - 260 120 - 305
X 2
o 100-210 100-230 105-270
— oo ©le °
Alloyed 950-1200 N/mm 75 - 160 75175 80- 205
Steel 280-355 HBN ) ) )
L 2
D ® | 50-100 ® | 50-110 ® | 50-130
| Pustepiion Feric 115 - 250 115-270
Steel Martensitic © e © e
onensie 100- 220 105 - 235
PHStness | oY | @ 50-110 | @ 50- 120
G
o 120 - 280 140 - 295 145 - 365
heroidal-Ductil
Spreoialile | @ | @ 105-205 |© | @ | 110-240 ® | 115-285
Malleabl
TS - INIP 95-170 100- 220 105 - 260

Aluminium & Alloys
< 16% Si 116 HBN

Aluminium + Silicon
>16% Si 92 HBN

Iron Based 23-48 23-55

Cobalt Based 21-44 22-48

Nickel Based 24-51 555

Titanium Based 35-73 36-79

Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN

www.kennametal.com ‘ZKENNAMETAt A175
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5230VS12

Chevron Long Edge Milling Cutter (Porcupine)

DR

«—D —»

Shell Mill Fixation

A176

3
PR

KZKENNAMETAIZ

‘\:)QSTELLRAM S
Product Dimensions (mm) Spares

- 8 INo.of | No. of _Screw

EDP [tem Description D |UH| I1 | dl ap max : fingl EDP EDP Tightening
max Slotting* flutes | inserts Nm

5230VS12 Shell Mill Fixation

031228 |5230VS12-A063Z4R57 63 85 27 57 52 4 24 015270 | F4011T | 015241 | T20 3,10
031229 |5230VS12-A063Z4R9%4 63 | 124 27 94 - 4 40 015270 | FA011T | 015241 | T20 3,10
031604 |5230VS12-A080Z5R65 80 | 95 32 | 65 60 5 35 [015270 | FA011T | 015241 | T20 3,10
031605 |5230VS12-A080Z5R110 80 | 143 32 | 110 - 5 60 [015270 | F4011T | 015241 | T20 3,10
031232 |5230VS12-A100Z6R76 100 | 106 40 76 70 6 48 015270 | F4011T |015241| T20 3,10
031233 | 5230VS12-A100Z6R133 100 | 165 40 | 133 - 6 84 015270 | F4011T | 015241 | T20 3,10

* Note: Please do not surpass the recommended max. ap for slotting.

Shell Mills are supplied with inserts screws, coolant control screws, steel coolant plug, nord-lock washer and mounting screw.

5230VS12 Spare Parts

Coolant control screw : Steel Coolant Plu Coolant Plug
Cutter Screlzzvg)d’;wer g - tightening
Screw EDP Screw Qty. EDP Description Nm
5230VS12-A063Z4R57 8 031262 SB-3229 3
5230VS12-A063Z4R94 12 031263 SB-3230
5230VS12-A080Z5R65 10 031264 SB-3231
5230VS12-A080Z5R110 015062 Fa006T 15 013214 T 031265 SB-3232 6L
5230VS12-A100Z6R76 12 031266 SB-3233 61
5230VS12-A100Z6R133 18 031267 SB-3234
5230VS12 Torque Values and Spare Parts
cutt Nord Lock Washer Mounting Bolt **Torque Values in Nm
utter
EDP Description EDP Description Normal Condition | Excessive Condition

5230VS12-A063Z4R57 M12-1.751S0 x
5230VS12-A063Z4R94 031258 NLW-0375 031268 30mm SHCS 80 100
5230VS12-A080Z5R65 M16-2 ISO x 40mm
5230VS12-A080Z5R 110 031226 NLW-12SP 031269 SHCS 110 150
5230VS12-A100Z6R76 M20-2.5 ISO x 50mm
5230VS12-AL00Z6R133 031259 NLW-16SP 031270 SHCS 120 180

** Torque values for mounting bolts. Excessive condition is when long reach extensions are required or when cutting
parameters are elevated to extreme parameters.

5230VS12 Technical Information (mm)

Product Dimensions
- Facin Rampin i ap Max | pay
EDP Item Description Pitlchg Anglpel 9 ';]eilr'f?'n';'gf Helical / | Rpw Flat
Linear
031228 |5230VS12-A063Z4R57 63 21000
031229 |5230VS12-A063Z4R94 63 21000
031604 |5230VS12-A080Z5R65 80 18500 Facing Pitch
031605 |5230VS12-A080Z5R110 80 18500
031232 |5230VS12-A100Z6R76 100 16000
031233 |5230VS12-A100Z6R133 100 16000
KZKENNAMETN: www.kennametal.com



3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

‘Z @ 5230VS12
KENNAMETAL Milling Inserts

2\:? STELLRAM

SDHT12-422 SDHT12-423 SDMT12-41 SDMW12
Product Application & Material Dimensions (mm) ‘
Roughing Semi-Finishing Finishing ‘_S"

v \A/ \AAS »

EDP Item Description Grade Depth of Cut (mm) d@acy| |1 S r | hmmin E

ap max* or ap max. and ap min. - max. 5

ag max.* ae max. 15% D** %

=]

030717 | SDHT120412EN-422 X500 ‘ [} - 12,70 | 12,70 | 4,76 | 1,20 | 0,05 &
030728 | SDHT120412EN-422 SP6519 ‘ - 12,70 112,70 | 4,76 | 1,20 | 0,05
031218 | SDHT120412EN-423 X500 u - - 12,70 112,70 | 4,76 | 1,20 | 0,06
031321 | SDHT120412EN-423 SP6519 ® ] 12,70 | 12,70 | 4,76 | 1,20 | 0,06
014411 |SDMT120412EN-41 X500 ame 12,70 | 12,70 | 4,76 | 1,20 | 0,05
031480 | SDMT120412EN-41 SP6519 mme ‘ u 12,70 112,70 | 4,76 | 1,20 | 0,05
017326 | SDMT120412EN-41 MP91IM ] [ ] ’ 12,70 112,70 | 4,76 | 1,20 | 0,05
015233 | SDMW120412TN X500 [} - - 12,70 | 12,70 | 4,76 | 1,20 | 0,15
034518 | SDMW120412TN SP6519 ‘ - - 12,70 112,70 | 4,76 | 1,20 | 0,15
017328 | SDMW120412TN MP91IM ‘ - - 12,70 | 12,70 | 4,76 | 1,20 | 0,15

Machining Choice: ‘ 1 Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Note: Please do not surpass the recommended max. ap for slotting as shown on the steel body page A176.
* Note: ap max. for profiling is only possible when ag < 75% of the Diameter.

** Note: For semi finishing, axial engagement ap for slotting and radial engagement ae for profiling should be max. 15% of the Diameter.
SDHT120412EN-423 to be used in unstable conditions.

Note: Feed recommendations can be found on page A178. Speed recommendations can be found on page A179.
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5230VS12
Recommended Feeds KZKENNAMETAII

”
‘Q ST

5230VS12 Feeds f; (mm/flute)

o T
7 gz
(7] {7 -
= £|g £ 22 | i3
= s g 8 8% g
= 8 © 5 8&
()
=
g Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.
7 Shoulder/ 005-0,15 | 005-0,14 005-0,10 | 005-00 | 0,05-011 | 0,05-0,14
Proﬁllng - - ) = U, i -V - N - - i -V i - Uy i -V, i -V
EN-422 | X500
Slotting - - 005-012 | 005-011 - - - - 005-009 | 0,05-009 | 005-009 | 0,05-0,11
S;rg‘ﬁ'lﬂgl 0,05-0,15 | 0,05-0,14 . - E E 0,05-010 | 0,05-010 | 005-0,11 | 0,05-0,14
EN-422 | SP6519
Slotting - - 005-012 | 005-011 - - - - 005-009 | 0,05-009 | 005-009 | 0,05-011
Shouder 005-0,14 . : . . 005-0,10 | 005-00 | 0,05-011 | 0,05-0,14
EN-423 | X500 9
Slotting - - - 005-0,11 - - - - 005-009 | 0,05-009 | 005-009 | 0,05-0,11
Shogter] 005-0,15 | 005-0,14 - . - - | oos-010 | 005-010 | 005-011 | 005-014
EN-423 | SPB519 9
Slotting - - 005-012 | 005-011 - - - - 005-009 | 0,05-009 | 005-009 | 0,05-0,11
Sg‘rg‘#ﬂg/ 005-0417 | 0,05-016 | 0,05-015 - 005-017 | 0,05-0417 | 0,05-016
EN-41 | X500
Slotting | 0,05-0,14 | 005-013 | 0,05-0.12 - 005-014 | 0,05-014 | 005-013
Sg‘rf)‘é'lﬂgl 005-0417 | 0,05-016 - - 005-017 | 0,05-017 | 0,05-016
EN-41 | SP6519
Slotting | 0,05-0,14 | 0,05-0,13 . - 005-014 | 0,05-0.14 | 005-013
S;rg#?rg/ 005-017 | 0,05-0,16 - - 005-017 | 0,05-017 | 0,05-016
EN-41 | MPOIM
Sloting | 0,05-014 | 005-013 - - 005-0,14 | 0,05-014 | 005-013
sg‘r%‘;l'lﬂfg” 015-020 | 015-0,18
N | X500
Slotting
sg‘rg‘ﬁ'lﬁfg’/ 015-020 | 0,15-018
TN | SP6519
Slotting
sg‘r?)‘ﬁ'lﬂfg’/ 015-020 | 0,15-020 | 0,15-0,18
TN | MP9IM
Slotting

Note: HTA = High Temperature Alloys

Note: Above feed rates are calculated on centreline.
Speed recommendations can be found on page A179.
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KZ @ 5230VS12
KENNAMETAL Recommended Speeds

z\gg STELLRAM

Speed V¢ (m/min)

Wear Resistance

. (7]

5230VS Series - + =
Speed min. - max. E

Coolant Recommendation oD PVD oD 3
Recommended @ Possible ® X Grade Standard Standard ﬁ

. Rm and \
ISO | Materials Hardness | © @ X500 | () @ SPE519 | () @ MP91M
2
DAY 130- 270 130- 295 140 - 345
<950 N/mm? © e © e ®
e 115 - 240 115 - 260 120 - 305
- 2
o 100 - 210 100 - 230 105 - 270
sooonme | © | ® 75- 160 ©° 75-175 ° 80- 205
280-355 HBN ) ) )
1200-1400 N/mm?
ST @ | 50-100 @ | 50-110 @ | 50-130
Austenitic + Ferritic
Stainless e ole 115 - 250 ole 115 - 270
stel Wartensitc 100- 220 105-235
M 400 series ° °
Psainess | PR | @ 50-110 | @ 50- 120
Grey
S 120 - 280 140 - 295 145 - 365
Spheroidal-Ductile
e ©|@®| 105-205 |® | @ | 110-240 ® | 115-285
Malleable
TS - MNP 95-170 100 - 220 105 - 260

Aluminium & Alloys
< 16% Si 116 HBN

Aluminium + Silicon
> 16% Si 92 HBN

Iron Based 23-48 23-55

Cobalt Based 21-44 22-48

Nickel Based 24-51 25-55

Titanium Based 35-73 36-79

Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN

www.kennametal.com KZKENNAMETAt A179
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5230VS Series
Technical Information

‘\‘g STELLRAM

Calculation of the average chip thickness

Formula: Programme Feed Rate (f;)

h,, = Average chip thickness

a, = Radial engagement

KZKENNAMETAI:

in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Average Chip Thickness (hy,)

f,=hy, x A/ d f, = Feed per tooth hm=f, X ae
e d = Cutter diameter d
hm Correction Coefficient Chart
Cutter @ 50mm Cutter @ 63mm Cutter @ 80mm Cutter @ 100mm
Coefficient Coefficient Coefficient Coefficient
2% 3 (mm) Factor 8% 3 (mm) Factor B 3 (mm) Factor 8% 8 (mm) Factor
5 2,50 2,30 5 315 2,30 5 4,00 2,30 5 5,00 2,30
10 5,00 1,66 10 6,30 1,66 10 8,00 1,66 10 10,00 1,66
15 75 1,40 15 9,45 1,40 15 12,00 1,40 15 15,00 1,40
20 10,00 1,25 20 12,60 1,25 20 16,00 1,25 20 20,00 1,25
25 12,50 1,16 25 15,75 1,16 25 20,00 1,16 25 25,00 1,16
35 17,50 1,05 35 22,05 1,05 35 28,00 1,05 35 35,00 1,05
50 - 100 | 25,00 - 50,00 1,00 50-100 | 31,50- 63,00 1,00 50-100 | 40,00 -80,00 1,00 50-100 | 50,00 - 100,00 1,00

Example: A 50mm diameter cutter using 5,00mm radial engagement (ae) = 10% of the cutter diameter.

At 10%, your coefficient is 1,66 (see above table); therefore you must multiply your feed rate by 1,66 for correcting the feed for profiling.

A180

o

S

The chart above shows the
multiplication factor for the feed
rate based on the percentage
of the radial engagement of the

cutter diameter.

-

Pockets setting difference
between wiper and non-
wiper inserts.

Note: The true cutter
diameter is measured at
the non-wiper pockets.

0,15

1

.

0,13

Wiper pockets are
identified with a W
engraved on the
face of the body.

s

t

Non wiper pocket . Cutter No. of Wiper
positions are set Diameter (mm) Inserts
back & square 50 2
to axis to give a 63 2
-<4— true 90 degree
approach. 80 3
100 3

The 5230VS cutter series is designed with
wiper pockets which provide a much better
face surface finish. The non-wiper pockets
generate the 90° corner. The same inserts
can be utilised in all pockets.

Wiper pocket positions are in
front and angled to allow facing.

KZKENNAMETAI:
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KZ @ 5230VS Series
KENNAMETAL Technical Information

‘\BQSTELLRAM‘

5230VS09 and VS12 Fitting Instructions for Shell Mill Cutters

NOTE: All Shell Mill 5230VS09 and VS12 Chevron Porcupine Cutters are supplied
assembled with mounting bolt, nord lock washer and steel coolant plug.

Please follow the instructions below to disassemble the cutter, attach the cutter to a
shell mill adapter and reassemble coolant plug. It is very important to use the proper
torque when reassembling the cutter with the mounting bolt, nord lock washer and
coolant plug.

Shoulder Mills

Example of cutter: 5230VS12-A063Z4R94 assembly

CUTTER BODY
NORD LOCK WASHER 5230VS12-A063Z4R94
COOLANT PLUG NLW-.375
SB-3230

MOUNTING SCREW
M12-1.75 1ISO 30MM SHCS

Open
- .
Serrations
Close —

Serrations

REFIT COOLANT

PLUG ENSURING

NORD LOCK WASHER

IS PRESENT AND
ASSEMBLE AS THIS
PICTURE WITH GREASE.

1. Remove coolant plug. (Note: Ensure the nord lock washer is retained to the bottom of the coolant plug.)

2. Fit the cutter body to the shell mill adapter and secure using the mounting bolt supplied with the cutter.
Note: The mounting bolt must be properly torqued to the specified torque setting shown in the above chart in (page A182) Detail 1.

3. Refit coolant plug ensuring nord lock washer is present and in the proper location on the bottom of the coolant plug.
A small amount of grease can be used to hold the nord lock washer in place.

4. Tighten coolant plug with specified torque setting shown in the above chart in (page A182) Detail 2.
5. Note: If axial depth of cut (ap) is less then maximum ap of the cutter, then F3006T coolant control screws supplied

separately can be used to block coolant holes forcing more coolant to the front of the cutter. If these screws are used,
please secure with loctite or similar product.

www.kennametal.com ‘ZKENNAMETN: A181
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5230VS
Technical Information KZKENNAMETAE

‘\’QSTELLRAM“

Torque values for mounting bolts
Excessive condition is when long reach extensions are required or when cutting parameters are elevated to

extreme parameters.

7]
= 5230VS09 Detail 1 Detail 2
T
(] **Torque Values in Nm for Mounting Bolt
k=]
= Cutt Mounting Bolt - Coolant Plug C?oLa;ntPlug
2 utter Description Normal Excessive Description ightening
& Condition Condition Nm
5230VS09-A050Z4R51 M12-1.75 1SO x 30mm 80 100 SB-3413 2
5230VS09-A050Z4R80 SHCS SB-3621
5230VS12 Detail 1 Detail 2
*Torque Values in Nm for Mounting Bolt
) Coolant Plug
Mounting Bolt : Coolant Plu : y
Cutter Descrigtion Normal Excessive Descriptiong fightening
Condition Condition m
5230VS12-A063Z4R57 M12-1.75 1SO x 30mm 80 100 SB-3229 2
5230VS12-A063Z4R94 SHCS SB-3230
5230VS12-A080Z5R65 M16-2 ISO x 40mm 110 150 SB-3231 61
5230VS12-A080Z5R110 SHCS SB-3232
5230VS12-A100Z6R76 M20-2.5 ISO x 50mm 120 180 SB-3233 61
5230VS12-A100Z6R133 SHCS SB-3234
Hex Keys

M12 = Hex Key Size 10
M16 = Hex Key Size 14
M20 = Hex Key Size 17

A182 ‘Z KENNAMETAL www.kennametal.com
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‘Z @ 5315VA Series
KENNAMETAL Long Edge Milling Cutter

Shoulder/
Profiling/

¥ y S
ﬂ/g‘STELLRAM \)

Slotting
LONG EDGE MILLING CUTTER 5315VA
The 5315VA family is the long edge cutter version of our versatile 7690VA shoulder
milling series. 5315VA12:
Maximum ap = 23mm to 45mm
This 5315VA series offers full effective flutes with right-hand helix angle for high feed rates. Diameter Range = 25mm to 40mm

This cutter is ideal for side milling and slotting applications.

5315VA16:
The main characteristic of this cutter family is it’s, lower cutting force due to the Maximum ap = 31mm to 61mm
high helix design. Diameter Range = 50mm to 80mm

The 5315VA series are designed for roughing and semi-finishing applications, in Steel,
Alloyed Steel, Stainless Steel, High Temperature Alloys, Cast Iron and Aluminium Alloys.

www.kennametal.com ‘ZKENNAMETN: A183
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KZKENNAMETAI:

5315VA12

Long Edge Milling Cutter (Porcupine)

‘\’u STELLRAM

»‘ d; ‘«

\Y

0

L

Product Dimensions (mm) Spares
L ap1 Screw
- No. of | No. of 1 ;
EDP Item Description D |UH| I1 d1 ap max h EDP EDP Tightening
max Slotting* flutes | inserts Nm
I, a 5315VA12 Weldon Shank
mgx 029106 | 5315VA12WA025R23 25 96 40 25 23 15 2 4 027860 | F3007T | 022157 T8 1,40
029107 | 5315VA12WA025R35 25 | 106 | 50 | 25 | 35 - 2 6 027860 | F3007T | 022157 | T8 1,40
‘*D*{ 029108 | 5315VA12WA032R35 32 | 110 | 50 | 32 | 35 20 3 9 027860 | F3007T | 022157 | T8 1,40
029109 | 5315VA12WA040R45 40 | 130 | 60 | 40 | 45 22 3 12 027860 | F3007T | 022157 | T8 1,40
Weldon Shank 5315VA12 Shell Mill Fixation

029110 [5315VA12-A040R34 [ 40 ] 50 | [ 16 [ 3¢ [ 25 [ 3 [ 9 027860] F3007T [022157] T8 [ 1,40

}«d *‘ * Note: Please do not surpass the recommended max. ap for slotting.

1

|
L
«—D—»

Shell Mill Fixation

5315VA12 Technical Information (mm)

Product Dimensions

- Facing | Ramping Helical Hole ap M1 Max

EDP Item Description Pitch Angle © min. - max. thcal I rRPM
Linear
029106 | 5315VA12WA025R23 25,00 - 36100
029107 | 5315VA12WAO25R35 25,00 - 36100
029108 | 5315VA12WA032R35 32,00 - 36100
029109 | 5315VA12WAQ40R45 40,00 - 30400
029110 |5315VA12-A040R34 [ 40,00 - | 26400
A184 ‘Z KENNAMETAL

Note: Please note that a maximum of 0,8mm insert radius is allowed on the 5315VA12 range of cutters.
Larger radii inserts can be used on the leading pocket only if the body is modified by the end user.

Flat

Facing Pitch

www.kennametal.com
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‘Z @ 5315VA12
KENNAMETAL Milling Inserts

‘\’Q STELLRAM

ADGT12-721 ADET12-48 ADHT12-46 ADKT12-45
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v \Ad A\AA4 o
EDP Item Description Grade Depth of Cut (mm) d(acy| |1 s r | hmmin E
ap max* or ap max. and ap min. - max. 5
ae max.* ae max. 15% D** %
029098 |ADGT12T3PDFR-721  |GH1 ‘ ‘ - 7,87 |12,70 | 3,97 |Facet| 0,04 %
030856 | ADET12T308ER-48 X500 ‘ ‘ - 7,87 |12,70 | 3,97 | 0,80 | 0,04
030857 | ADET12T308ER-48 SP6519 | ] - 7,87 |12,70 | 3,97 | 0,80 | 0,04
030807 | ADET12T3PDER-48 X500 ‘ ‘ - 7,87 |12,70 | 3,97 |Facet| 0,04
030770 | ADET12T3PDER-48 SP6519 u ] - 7,87 |12,70| 3,97 |Facet| 0,04
029329 | ADHT12T308ER-46 X500 [ ] - - 7,87 112,70 3,97 | 0,80 | 0,05
030406 | ADHT12T308ER-46 X700 - ° - 7,87 112,70 | 397 | 0,80 | 0,05
031526 | ADHT12T308ER-46 SP6519 - 7,87 |12,70| 3,97 | 0,80 | 0,05
029327 | ADHT12T3PDER-46 X500 ® - - 7,87 112,70 | 3,97 |Facet| 0,05
031525 | ADHT12T3PDER-46 SP6519 - 7,87 112,70 | 3,97 | Facet| 0,05
027913 | ADKT12T3PDER-45 X500 [ ] [ - 7,87 |12,70| 3,97 | Facet| 0,08
031514 | ADKT12T3PDER-45 SP6519 ‘ u ‘ | - 7,87 112,70 | 397 |Facet| 0,08
027915 | ADKT12T3PDER-45 MP91IM moeo | X J 7,87 | 12,70 | 3,97 | Facet| 0,08
027916 | ADKT12T3PDER-45 SC3025 ‘ ‘ - 7,87 112,70 | 3,97 | Facet| 0,08

Machining Choice: ‘15‘ Choice ™ 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

» Note: Please do not surpass the recommended max. ap for slotting as shown on the steel body page A184.

* Note: Please respect the following rule for profiling with ap max:

for Weldon shank cutter Diameter 25mm ae<25%D
for Weldon shank cutter Diameter 32mm ag <35% D
for Weldon shank cutter Diameter 40mm ae <40% D
for Shell mill cutter Diameter 40mm ag<75% D

= Note: For semi finishing, axial engagement ap for slotting and radial engagement ae for profiling should be max. 15% of the Diameter.

Note: Feed recommendations can be found on page A186. Speed recommendations can be found on page A187.

www.kennametal.com ‘ZKENNAMETN: A185
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5315VA12
Recommended Feeds KZKENNAMETAII

2STELLRAM

5315VA12 Feeds f; (mm/flute)

T
.,, 2z
o 2 _
= 5| £ =3 g5
= 5 < z oA =&
5 & © 5 s
=
g Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
K—
«» i 004-020 | 004-0,18
FR721 | GHL 9
Slotiing : . . . . . : 004-015 | 0,04-014
SS#L“A{?,?;’ 004-009 | 0,04-009 | 0,04-010 | 004-0,14
ER48 | X500
Slotting . . . . . . : . . 004-007 | 0,04-007 | 0,04-008 | 0,04-0,12
ngo”r:ﬁ%/ 004-016 | 004-0,12 . . . . . 004-009 | 004-009 | 004-010 | 0,04-014
ER-48 | SP6519
Slotting . . 004-0,14 | 0,04-010 . . . . . 004-007 | 004-007 | 0,04-008 | 0,04-0,12
Sg,‘fo‘;:ﬁ:é/ 005-0.16 | 005-0,14 . . : . . 004-009 | 004-009 | 0,04-010 | 0,04-014
ER-46 | X500
Slotiing : . 005-0,13 | 005-011 . . . . . 004-007 | 004-007 | 0,04-008 | 0,04-0,12
SQ%;:ﬁ:'é/ 005-0.14 | 005-0,12 . . . . . 004-009 | 004-009 | 0,04-010 | 0,04-014
ER46 | X700
Slotiing : . 005-0,11 | 005-0,40 . . : . . 004-007 | 0,04-007 | 0,04-008 | 004-0,12
SQ%‘;:#%’ 005-016 | 0,05-0,12
ER-46 | SP6519
Slotiing : . 005-0.13 | 005-0,10
Sgr‘;#:ﬁ:;’ 008-0,18 | 008-016 | 0,08-016
ER45 | X500
Sloting | 008-0,14 | 008-012 | 0,08-014
ngoﬂlﬁ:é’ 0,08-0,18 | 008-016 - - 008-018 | 0,08-0,16 | 008-014
ER-45 | SP6519
Sloting | 008-0,14 | 008-0,12 . . 008-0,14 | 008-012 | 0,08-010
Sg,‘f;:ﬁ:é’ 008-0,16 | 008-0,14 . : 008-0,18 | 008-0,16 | 0,08-0,14
ER45 | MPOIM
Sloting | 008-0,12 | 008-0,10 . . 008-0,14 | 008-02 | 0,08-010
SS%L;L‘I’:E;’ 008-0,18 | 008-0,16 | 0,08-0,14
ER45 | SC3025
Slotiing . . . . 008-0,14 | 008-012 | 008010

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A187.
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KZKENNAMETAL Recommended Speeds
‘\‘g STELLRAM
Speed V¢ (m/min)
Wear Resistance
. (7]
5315VA12 Series - + =
Speed min. - max. E
Coolant Recommendation VD PVD PVD VD VD Uncoated 3
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin ﬁ
) Rm and \ \ \ \ \
150 | Materials | =t 1O @] 0 |O @ xw00 |O @ spesie |O @] meom | @) sc0s | @] eHL
2
R 130- 270 130- 295 140 - 345
<950 N/mm? © e © e ®
<280 HBN 115 - 240 115 - 260 120 - 305
- 2
[Py 100- 210 100- 230 105- 270
— © | @ [ON J [ J
Alloyed 950-1200 N/mm 75-160 75175 80- 205
Steel 280-355 HBN
1200-1400 N/mm?
355415 HBN @ | 50-100 @ | 50-110 @ | 50-130
Austenitic + Ferritic
) 115 - 250 115 - 260 115- 270
i 300 series
Stgltr:;SS Martensitic © e © e ©e
400 series 100 - 220 105 - 230 105 - 235
PHstaess| oY | @ 50-110 | @ 50-115 | @ 50- 120
Grey
GG-Ft 140 - 235 145 - 365 150 - 395
Spheroidal-Ductile
GGG-FGS © | @ | 110-240 @ | 115-285 @ | 120-335
Malleable
GTS - MN/MP 100 - 220 105 - 260 105 - 275
Aluminium & Alloys
< 16% Si 116 HBN 400 - 3050
Aluminium + Sili ®
uminium llicon
> 16% Si 92 HBN 295 - 2440
Iron Based 23-48 23-52 23-55
Cobalt Based 21-44 22-46 22-48
[ J [ J [}
Nickel Based 24 -51 25-53 25-55
Titanium Based 35-73 36-75 36-79
Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN
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5315VA16 KZ
Long Edge Milling Cutter (Porcupine) KENNAMETAL

Shoulder Mills

‘\’u STELLRAM

ol ©

H * Product Dimensions (mm) Spares

a apl Screw

P o a No. of | No. of ] h
max EDP Item Description D |LH| 1L |2 |d1 p max h EDP EDP Tightening

max Slotting® flutes | inserts in. Ibs.

D 5315VA16 Shell Mill Fixation - Medium and Fine Pitch

025670 | 5315VA16-A050Z3R31 50 [55] - [ -[27] 31 ] 26 3 6 [015262 | D4010T [ 015240 T15 3,10

Shell Mill Fixation 025671 | 5315VA16-A050Z4R31 50 | 55| - | - [27] 31| 26 | 4 8  |015262 | D4010T | 015240 | T15 3,10
025674 | 5315VA16-A063Z4R31 6355 | - | - [27] 31| 26 | 4 8 |015262 | D4010T | 015240 | T15 3,10

025675 | 5315VA16-A063Z5R31 635 | - | - 27|31 | 2 5 10 | 015262 | D4010T | 015240 | T15 3,10

025678 | 5315VA16-A080Z4R31 80 [ 55| - | - [32]31 ] 26 | 4 8  |015262 | D4010T | 015240 | T15 3,10

025679 | 5315VA16-A080Z5R31 80 |55 | - | - [32] 31| 2 5 10 | 015262 | D4010T | 015240| T15 3,10

5315VA16 DIN 69871 Fixation Taper 50
025669 |5315VA16GA50/050R61 | 50 [207[105[ 75 [ - | 61 | 48 [ 3 | 12 [015262] D4010T 015240 T15 [ 310
025673 | 5315VA16GA50/063R61 | 63 [207]105] 75 | - | 61 | 52 | 3 | 12 [015262| D4010T |015240| T15 | 3,10

Note: Please note that a maximum of 2,5mm insert radius is allowed on the 5315VA16 range of cutters.
Larger radii inserts can be used on the leading pocket only if the body is modified by the end user.

max

<o»

DIN 69871 Fixation

5315VA16 Technical Information (mm)

Product Dimensions

it Facing | Ramping Helical Hole ap MaX 1 oy

EDP Item Description : B d Helical /
Pitch Angle min. - max. Linear RPM -

025670 |5315VA16-A050Z3R31 50 - - - - 23700
025671 |5315VA16-A050Z4R31 50 - - - - 23700
025674 | 5315VA16-A063Z4R31 63 - - - - 20600 —
025675 |5315VA16-A063Z5R31 63 - - - - 20600 acindjgitcl
025678 |5315VA16-A080Z4R31 80 - - - - 18000
025679 | 5315VA16-A080Z5R31 80 - - - - 18000
025669 |5315VA16GA50/050R61 | 50 | - \ - \ - [ - ] 23700
025673 |5315VA16GA50/063R61 | 63 | - | - | - | - ] 20600

A188 ‘Z KENNAMETAL www.kennametal.com
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‘Z : 5315VA16
KENNAMETAL Milling Inserts

‘\’Q STELLRAM

85°
e o
APET16-42 APHT16-42 APEX16-701 APHT16-F APFW16-T d ' (@)!'

Product Application & Material Dimensions (mm) ' /L— | 4»‘ L_»
Roughing Semi-Finishing Finishing

v \Ad A\AA4 o

EDP Item Description Grade Depth of Cut (mm) d(acy| |1 s r | hmmin E

ap max* or ap max. and ap min. - max. 5

ae max.* ae max. 15% D** %

=)

033180 | APET160408TR-42 SP6519 ® | - 9,52 | 16,66 | 4,76 | 0,80 | 0,10 S
033181 | APET160410TR-42 SP6519 ® [ ] 9,52 16,66 | 4,76 | 1,00 | 0,10
033182 | APET160415TR-42 SP6519 [ | 9,52 | 16,66 | 4,76 | 1,50 | 0,10
033183 | APET160420TR-42 SP6519 [ | 9,52 | 16,66 | 4,76 | 2,00 | 0,10
033184 | APET160425TR-42 SP6519 ® | 9,52 | 16,66 | 4,76 | 2,50 | 0,10
015155 | APHT1604PDTR-42 X500 - - 9,52 | 16,66 | 4,76 | Facet| 0,10
031466 | APHT1604PDTR-42 SP6519 [ | - 9,52 | 16,66 | 4,76 | Facet| 0,10
017293 | APHT1604PDTR-42 MP91M - me - 9,52 | 16,66 | 4,76 | Facet| 0,10
033189 | APEX1604PDFR-701 SP4019 ° L] 9,52 | 16,66 | 4,76 | Facet| 0,02
014066 | APEX1604PDFR-701 GH1 ’ ‘ 9,52 | 16,66 | 4,76 | Facet| 0,02
015154 | APHT1604PDFR ‘GHl | ] ‘ n ‘ - | 9,52 ‘16,66‘ 4,76 ‘Facet‘ 0,02
033190 | APFW1604PDTR X400 ’ 9,52 | 16,66 | 4,76 | Facet| 0,10
033191 | APFW1604PDTR SP4019 [ | 9,52 | 16,66 | 4,76 | Facet| 0,10
027883 | APFW1604PDTR SC3025 u ‘ 9,52 | 16,66 | 4,76 | Facet| 0,10
017628 | APFW1604PDTR GH1 - ° 9,52 | 16,66 | 4,76 | Facet| 0,10

Machining Choice: ‘ 1%t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Note: Please do not surpass the recommended max. ap for slotting as shown on the steel body page A188.
* Note: Please respect the following rule for profiling with ap max:

for Shell mill cutter ae < 75% of the Diameter

for Taper 50 cutter ae < 60% of the Diameter

** Note: For semi finishing, axial engagement &y, for slotting and radial engagement ae for profiling should be max. 15% of the Diameter.

APHT1604PDTR-42 X500 to be used for Stainless Steel with heavy scale or for unstable conditions.
APFW1604PDTR X400 should be used for Alloyed Steel with heavy scale or hardened steel.
APFW1604PDTR SP4019 should be used for High Temperature Alloys with heavy scale or hardened steel.

Note: Feed recommendations can be found on page A191. Speed recommendations can be found on page A193.

www.kennametal.com ‘ZKENNAMETN: A189
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5315VA16
Milling Inserts KZKENNAMETAE
T,
<XW, STELLRAM
e

T e
T = O
APHT16-46 APET16-48 APKT16-43 APKT16-45 f
Product Application & Material Dimensions (mm) r / | ‘ L_»
Roughing Semi-Finishing Finishing s
»n v \AJ \AAA
E EDP Item Description Grade Depth of Cut (mm) d@cy| |1 s r | hmmin
S ap max* or ap max. and ap min. - max.
% ae max.* ae max. 15% D**
=]
& 027869 | APHT160408ER-46 X500 ] ] - 9,52 | 16,66 | 4,76 | 0,80 | 0,05
031495 | APHT160408ER-46 SP6519 - 9,52 | 16,66 | 4,76 | 0,80 | 0,05
027870 | APHT160416ER-46 X500 ] ] - 9,52 | 16,66 | 4,76 | 1,60 | 0,05
031496 | APHT160416ER-46 SP6519 - 9,52 | 16,66 | 4,76 | 1,60 | 0,05
027871 | APHT160424ER-46 X500 ] u - 9,52 | 16,66 | 4,76 | 2,40 | 0,05
031497 | APHT160424ER-46 SP6519 - 9,52 | 16,66 | 4,76 | 2,40 | 0,05

030811 | APET1604PDER-48 X500 9,52 | 16,66 | 4,76 | Facet| 0,04

030773 | APET1604PDER-48 SP6519 9,52 | 16,66 | 4,76 | Facet| 0,04

030860 | APET160408ER-48 X500 9,52 | 16,66 | 4,76 | 0,80 | 0,04

o @ o @
o @ o @

030861 | APET160408ER-48 SP6519 9,52 | 16,66 | 4,76 | 0,80 | 0,04

015156 | APKT1604PDER-43 X500 ® - - 9,52 | 16,66 | 4,76 | Facet| 0,08
031468 | APKT1604PDER-43 SP6519 ’ - - 9,52 | 16,66 | 4,76 | Facet| 0,08
017294 | APKT1604PDER-43 MP91IM ame - - 9,52 | 16,66 | 4,76 | Facet| 0,08
027887 | APKT1604PDER-43 SC3025 ‘ - - 9,52 | 16,66 | 4,76 | Facet| 0,08
023115 | APKT1604PDER-45 X500 - - 9,52 | 16,66 | 4,76 | Facet| 0,08
031469 | APKT1604PDER-45 SP6519 - ‘ - 9,52 | 16,66 | 4,76 | Facet| 0,08
023114 | APKT1604PDER-45 MP91IM - L] - 9,52 | 16,66 | 4,76 | Facet| 0,08

Machining Choice: ‘ 1 Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Note: Please do not surpass the recommended max. ap for slotting as shown on the steel body page A188.
* Note: Please respect the following rule for profiling with 8p max:

for Shell mill cutter ae < 75% of the Diameter

for Taper 50 cutter ae < 60% of the Diameter

** Note: For semi finishing, axial engagement &y, for slotting and radial engagement ae for profiling should be max. 15% of the Diameter.
APKT1604PDER-43 X500 to be used for steel when unstable conditions

Note: Feed recommendations can be found on page A192. Speed recommendations can be found on page A193.
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KZ @ 5315VA16
KENNAMETAL Recommended Feeds

‘\‘a STELLRAM

"

5315VA16 Feeds f; (mm/flute)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

Shoulder /
Profiling

Slotting - - 0,10-0,18 | 0,10-0,15

Shoulder /
Profiling

Slotting 0,10-0,18 | 0,10-0,16 | 0,10-0,18 | 0,10-0,15

Shoulder /
Profiling

Slotting - - - - 0,08-0,18 | 0,08-0,15 | 0,08-0,15

Shoulder Mills

010-025 | 00-022

TR-42 | X500

0,10-0,25 | 0,10-0,22 | 0,10-0,25 | 0,10-0,22

TR-42 | SP6519

0,08-0,25 | 0,08-0,20 | 0,08-0,20 - - - - - - 0,08-0,10

TR-42 | MP91M

Shoulder /
Profiling

Slotting - - - - - - - 0,03-0,07 | 0,03-0,17

Shoulder /
Profiling

Slotting - - - - - - - 0,03-0,15 | 0,03-0,14

0,03-020 | 0,03-0,18

FR-701 | SP4019

0,03-0,18 | 0,03-0,16

FR-701 | GH1

Shoulder /
Profiling

Slotting - - - - - - - 0,03-0,15 | 0,03-0,14

0,03-0,18 | 0,03-0,18

FR GH1

Shoulder /
Profiling

Slotting - 010-0,16

0,10-024 - - - - - - - - - - - 008-0,12

TR X400

Shoulder /
Profilng - - - - - - - - - 010-011 | 011-011 | 0,10-013 | 0,10-0,15 | 0,08-0,12

TR SP4019
Slotting

Shoulder /
Profiling

Slotting - - - - 010-0,17 | 0,10-017 | 0,10-0,15

Shoulder /
Profiling

0,0-0,25 | 0,10-0,25 | 0,10-0,20

TR SC3025

0,10-0,20 | 0,10-0,20 | 0,10-0,18

TR GH1

Slotting

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A193.
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5315VA16
Recommended Feeds ‘ZKENNAMETAII

2STELLRAM

5315VA16 Feeds f, (mm/flute)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. in. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.

B
=
)
x
=
5

Shoulder Mills

Shoulder /
Profiling

Slotting - - 0,05-0,18 | 0,05-0,15 - - - - - 0,05-0,09 | 005-009 | 005-0,10 | 0,05-0,12

Shoulder /
Profiling

Slotting - - 0,05-0,18 | 0,05-0,15

0,05-0,25 | 0,05-0,

™~
N}

0,05-0,11 | 005-011 | 0,05-012 | 0,05-014
ER-46 | X500

0,05-0,25 | 0,05-0,22
ER-46 | SP6519

Shoulder /
Profiling

Slotting - - - - - - - - - 0,05-0,09 | 005-009 | 005-0,10 | 0,05-0,12

Shoulder /
Profiling

Slotting - - - - - - - - - 0,05-0,09 | 005-009 | 005-0,10 | 0,05-0,12

0,05-0,11 | 005-011 | 0,05-012 | 0,05-0,14
ER-48 | X500

005-011 | 0,05-011 | 0,05-012 | 0,05-0,14

ER-48 | SP6519

Shoulder /
Profiling

Slotting 0,08-0,18

Shoulder /
Profiling

Slotting 0,08-0,18 | 0,08-0,16

Shoulder /
Profiling

Slotting 0,08-0,16 | 0,08-0,14 - - 0,08-0,16 | 008-016 | 0,08-014

Shoulder /
Profiling

Slotting - - - - 0,08-0,16 | 0,08-0,16 | 0,08-0,14

0,08-0,25
ER-43 | X500

0,08-0,25 | 0,08-0,22
ER-43 | SP6519

0,08-0,23 | 0,08-0,20 - - 0,08-0,23 | 0,08-0,23 | 0,08-0,20
ER-43 | MP91IM

0,08-0,23 | 0,08-0,23 | 0,08-0,20
ER-43 | SC3025

Shoulder /
Profiling

Slotting - 0,08-0,14

Shoulder /
Profiling

Slotting 0,08-0,16 | 008-0,14

Shoulder /
Profiling

Slotting 0,08-0,14

0,08-0,20

ER-45 | X500

0,08-0,22 | 0,08-0,20

ER-45 | SP6519

0,08-0,20

ER-45 | MP91M

Note: HTA = High Temperature Alloys

A192 KZKENNAMETN: www.kennametal.com
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KZ @ 5315VA16
KENNAMETAL Recommended Speeds

‘\‘z‘v STELLRAM

Speed V¢ (m/min)

Wear Resistance

5315VA16 Series - +

Speed min. - max.

Coolant Recommendation PVD o) PVD PVD PVD o) Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Standard Micrograin

Hr‘;'::j:ggs ® @ X400 | () @ X500 | () @ SP6519 | () ® sP4019 | () @ MPIIM | () @ SC3025 | () @ GH1
<600 N/mm?
<180 HBN

<950 N/mm?
<280 HBN
700-950 N/mm2
200-280 HBN
950-1200 N/mm?
280-355 HBN

1200-1400 N/mm? °
355-415 HBN

- Austgggi:e*ri:"mc 115-250 115-270
gl{;;ss Martensitic © e ©®

; 100- 220 105-235

400 series

PHStainless | Reracton ° 50-10 | @ 50- 120

Grey
GG-Ft 145 - 365 150 - 395 135- 290

Spheroidal-Ductile
GGG-FGS @ | 115-285 @ | 120-33% |@ | @ | 120-245

e 105-260 105-275 115-200

Aluminium & Alloys
< 16% Si 116 HBN 400 - 2895 400 - 3050

Shoulder Mills

ISO | Materials

130- 270 130 - 295 140 - 345

115 - 240 115 - 260 120 - 305

95 - 200 100- 210 100 - 230 105- 270

Alloyed
Steel

70- 150 75-160 75-175 80 - 205

45-95 @ | 50-100 @ | 50-110 @ | 50-130

Aluminium + Silicon

> 16% Si 92 HBN 295 - 2320 295 - 2440

Iron Based 23-48 23-55 24-63

Cobalt Based 21-44 22-48 23-52

Nickel Based 24-51 25-55 26-59

Titanium Based 35-73 36-79 37-84

Hard Steel
>1400 N/mm? 45-95 50 - 100 50 - 105
>415 HBN
Chilled Cast Iron
>1400 N/mm? 35-80 40-90 40- 95

> 400 HBN

www.kennametal.com KZKENNAMETALW A193
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5315VA
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Technical Information

2\§STELLRAM’

KZKENNAMETAI:

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f;)

hpm x A/ :

®

h,, = Average chip thickness
a, = Radial engagement

Formula: Average Chip Thickness (hp)

f, = Feed per tooth
d = Cutter diameter

Multiplication factor for the feed rate based on the percentage of radial engagement of the cutter diameter

Cutter @ 25mm Cutter @ 32mm Cutter @ 40mm
an % a. mm Coefficient an % a. mm Coefficient an % a. mm Coefficient
€ € Factor € € Factor € € Factor
5 1,25 2,30 5 1,60 2,30 5 2,00 2,30
10 2,50 1,66 10 3,20 1,66 10 4,00 1,66
15 3,75 1,40 15 4,80 1,40 15 6,00 1,40
20 5.00 1,25 20 6,40 1,25 20 8,00 1,25
25 6,25 1,16 25 8,00 1,16 25 10,00 1,16
35 8,75 1,05 35 11,20 1,05 35 14,00 1,05
50 - 100 12,50 - 25,00 1,00 50 - 100 16,00 - 32,00 1,00 50 - 100 20,00 - 40,00 1,00

Multiplication factor for the feed rate based on the percentage of radial engagement of the cutter diameter

Cutter @ 50mm Cutter @ 63mm Cutter @ 80mm
an % a. mm Coefficient an % a. mm Coefficient an % a. mm Coefficient
€ € Factor € € Factor € € Factor
5 2,50 2,30 5 315 2,30 5 4,00 2,30
10 5,00 1,66 10 6,30 1,66 10 8,00 1,66
15 7,50 1,40 15 9,45 1,40 15 12,00 1,40
20 10,00 1,25 20 12,60 1,25 20 16,00 1,25
25 12,50 1,16 25 15,75 1,16 25 20,00 1,16
35 17,50 1,05 35 22,05 1,05 35 28,00 1,05
50 - 100 25,00 - 50,00 1,00 50 - 100 31,50- 63,00 1,00 50 - 100 40,00 - 80,00 1,00

Example: 50mm diameter cutter using a 5,0mm radial engagement (ag) = 10% of the cutter diameter.

At 10%, your coefficient is 1,66 (see chart); therefore you must multiply your feed rate by 1,66 for correcting the feed for profiling.

A194

KZKENNAMETAI:
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‘Z @ 5505VX Series
KENNAMETAL Ball Nose Milling Cutter

Copy /3D  Contour Milling

EEEQSTELLRAM” iE) @u

BALL NOSE CONTOUR MILLING CUTTER 5505VX
The 5505VX.. Ball Nose Cutters have a reinforced design feature, which delivers
a high volume of chip removal. 5505VX:

. . . ) Diameter Range = 16mm to 50mm
The chip breaker geometry provides excellent chip control and evacuation

during machining and prevents edge build-up.

5505VX Roughing Ball Nose Cutters are ideal for roughing and semi-finishing
profiles and complex contours.

One grade and one geometry are qualified to machine Steel, Alloyed Steel,
Stainless Steel, High Temperature Alloys and Cast Iron.

www.kennametal.com KZKENNAMETN: A195
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Contour Mills

i K<
Ball Nose Milling Cutter KENNAMETAL
‘\’QSTELLRAM” P N
—»| d; e
Product Dimensions (mm) Spares
L . a No. of Screw
EDP Item Description D LH l1 dy mgx Teeth EDP EDP T|gr’1\§%n|ng
Iy 5505VX Weldon Shank
032133 | 5505VX20WA020R34 20 106 34 25 20 2 030672 | FP3007T| 031451 | TP8 1,80
030840 | 5505VX25WA025R60 25 116 60 25 25 2 015262 | D4010T | 015240 | T15 3,10
+‘ ‘ < 032132 | 5505VX25WA025R69 25 150 69 32 25 2 015262 | D4010T | 015240 | T15 3,10
D 030842 |5505VX32WA032R75 32 130 75 32 32 2 015266 | D5013T | 015241 | T20 6,00
Weldon Shank 030843 | 5505V X32WA032R100 32 160 100 32 32 2 015266 | D5013T | 015241 | T20 6,00
030844 | 5505V X40WA040R100 40 170 100 40 40 2 029640 | D6014T | 015241 | T20 10,50
030845 | 5505VX40WA040R150 40 220 150 40 40 2 029640 | D6014T | 015241 | T20 10,50
030846 | 5505VX50WA050R100 50 170 100 40 50 2 029641 | F8017S | 018288 | KH5005 24,50
»‘ dqy ‘« 030847 | 5505VX50WA050R150 50 230 150 50 50 2 029641 | F8017S | 018288 | KH5005 24,50
5505V X Cylindrical Shank
030982 | 5505VX16CA20/016R30 16 180 30 20 16 2 031448 | FP3006T | 031451 | TP8 1,80
030983 | 5505VX20CA25/020R40 20 200 40 25 20 2 030672 | FP3007T| 031451 | TP8 1,80
030984 | 5505V X25CA025R55 25 250 55 25 25 2 015262 | D4010T | 015240 | T15 3,10
L 030985 | 5505VX25CA32/025R55 25 250 55 32 25 2 015262 | D4010T | 015240 | T15 3,10
030986 | 5505V X32CA032R65 32 250 65 32 32 2 015266 | D5013T | 015241 | T20 6,00
A
Iy
h J
»‘ D ‘¢
Cylindrical Shank
> M |e
Product Dimensions (mm) Spares
- El No. of Screw
d EDP [tem Description D L/H M dp mp Teeth EDP EDP Tightening
1 ax eetl Nm
—> -
e 5505VX Modular Head
030849 | 5505VX16SA016R25 16 25 M8 8.5 16 2 031448 | FP3006T | 031451 | TP8 1,80
030850 | 5505VX20SA020R35 20 35 M10 10.5 20 2 030672 | FP3007T | 031451 | TP8 1,80
030851 | 5505VX25SA025R40 25 40 M12 125 25 2 015262 | D4010T | 015240 | T15 3,10
030852 | 5505V X32SA032R50 32 50 M16 17.0 32 2 015266 | D5013T | 015241 | T20 6,00

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.

Note: Do not remove the radial screw; this is a fixed location for the insert see page A200.
l«— D —»|

Modular Head

1

Depth of Cut (ap)

A196 ‘Z KENNAMETAL www.kennametal.com
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K< -
KENNAMETAL Ball Nose Milling Cutter
‘\’QSTELLRAM”
5505V X Technical Information (mm)
Product Dimensions o
I =
EDP Item Description Facing | Ramping Helical Hole ap MX 1 pax — =
P Pitch Angle ° min. - max. Helical / | pppy 5
Linear 2
032133 | 5505VX20WAQ20R34 - 85 - - - 34750 5
030840 | 5505VX25WAQ25R60 - 85 - - - 30500 S
032132 | 5505VX25WAQ25R69 - 85 - - - 30500
030842 | 5505VX32WAQ32R75 - 85 - - - 23250
030843 | 5505VX32WA032R100 - 85 - - - 23250
030844 | 5505VX40WA040R100 - 85 - - - 17250
030845 | 5505VX40WAQ40R150 - 85 - - - 17250
030846 | 5505VX50WA050R100 - 85 - - - 17250
030847 | 5505VX50WA050R150 - 85 - - - 17250
030982 | 5505VX16CA20/016R30 - 85 - - - 54000
030983 | 5505VX20CA25/020R40 - 85 - - - 34750
030984 | 5505VX25CAQ25R55 - 85 - - - 30500
030985 | 5505VX25CA32/025R55 - 85 - - - 30500
030986 | 5505VX32CAQ32R65 - 85 - - - 23250
030849 | 5505VX16SA016R25 - 85 - - - 54000
030850 | 5505VX20SA020R35 - 85 - - - 34750
030851 | 5505VX25SA025R40 - 85 - - - 30500
030852_| 5505VX32SA032R50 - 85 - - - 23250

www.kennametal.com ‘ZKENNAMETN: A197



Contour Mills

3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

5505VX ‘Z @
Milling Inserts & Recommended Feeds KENNAMETAL

) ,
M2 STELLRAM
ﬂ/o‘

d
r
NON
XPNT-F
s . . . | —l
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing W | W s
v \A/ \AAJ
EDP Item Description Grade Depth of Cut (mm) d(cy| I s r | hmmin
ap max.* ag / ap max. ae / ap max.
10% of the
cutter diameter

030737 | XPNT16/160308R-F | SP6519 TS T 1) . 7,40 |17,40| 318 | 800 | 0,04

“ - 9,00 | 20,85| 3,97 | 10,00 | 0,04
“ - 11,00 | 26,00 | 4,76 | 12,50 | 0,04

030743 | XPNT20/20T306.R-F SP6519

030746 | XPNT25/250408.R-F SP6519

030749 | XPNT32/320612.R-F SP6519 14,10 133,40 | 6,35 | 16,00 0,04

030755 | XPNT40/40T716.R-F SP6519 “ - 18,00 | 41,84 | 7,95 | 20,00 0,04

030758 | XPNT50/50T716.R-F SP6519

D db 4> <b <> <<
S @b <
> <>
> o > > >
D <
>

44

Machining Choice: ‘ 1 Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

¢ . 22,25 52,86 | 7,95 | 25,00 0,04

* Note: ap max. is dependent on several insert sizes, see steel cutter pages 204 for ap max.

5505V X Feeds f, (mm/tooth)

BT
5 < % 5%
s |2 B S =0 =K £s
2 18| o 2 2 =i
E (6] o 7203
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
16 R-F | SP6519 | Contouring | 0,06-0,15 | 0,06-0,13 | 0,04-0,11 | 0,04-0,10 | 0,06-0,15 | 0,06-015 | 0,06-0,15 - - 0,04-0,08 | 0,04-008 | 0,04-0,08 | 004-0,10
20 | R-F|SP6519 | Contouring | 0,06-0,17 | 0,06-0,15 | 0,04-013 | 0,04-012 | 0,06-017 | 0,06-017 | 0,06-0.17 - - 0,04-010 | 0,04-0,10 | 0,04-0,10 | 0,04-012
25 | R-F|SP6519 | Contouring | 0,06-0,20 | 0,06-0,18 | 0,04-016 | 0,04-015 | 0,06-0,20 | 0,06-020 | 0,06-0,20 - - 004-013 | 004-013 | 0,04-013 | 0,04-0,15
32 |R-F|SP6519 | Contouring | 0,06-0,22 | 0,06-020 | 0,04-018 | 0,04-0,17 | 0,06-0,22 | 006-022 | 0,06-022 - - 0,04-015 | 0,04-015 | 0,04-015 | 0,04-017
40 | R-F|SP6519 | Contouring [ 0,06-0,24 | 0,06-022 | 0,04-020 | 0,04-019 | 006-024 | 006-024 | 0,06-0.24 - - 004-017 | 0,04-017 | 0,04-017 | 0,04-0,19
50 | R-F|SP6519 | Contouring | 0,06-0,27 | 0,06-025 | 004-023 | 0,04-022 | 0,06-0.27 | 006-027 | 0,06-027 - - 0,04-020 | 004-020 | 0,04-020 | 0,04-022

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A199.
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KZ : 5505VX
KENNAMETAL Recommended Speeds

) w
VM2 STELLRAM
ﬂ/ly‘

Speed V¢ (m/min)

5505VX Series
Speed min. - max. o
Coolant Recommendation PVD E
Recommended @ Possible © Standard 5
=]
ISO | Materials Rm and SP6519 E
Hardness ©) @ o
<600 N/mm?
<180 HBN ® ° 130-295
<950 Nimm? 115 - 260
<280 HBN
700-950 N/mm?
200-280 HBN ® ° 100- 230
950-1200 N/mm? 75175
280-355 HBN
1200-1400 N/mm?
355-415 HBN ® 50-110
Austenitic + Ferritic
Stainless 300 series ® ° 115-270
M Steel Martensitic 105- 235
400 series )
PHstainless | FeeCo ° 50 - 120
Grey R
o 140 - 295
Spheroidal-Ductile R
GEnReS ® ) 110- 240
Malleable
GTS - MN/MP 100-220
Aluminium & Alloys
< 16% Si 116 HBN
Aluminium + Silicon
> 16% Si 92 HBN
Iron Based 23-55
Cobalt Based 22-48
[ ]
Nickel Based 25-55
Titanium Based 36-79
Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN
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5505VX
Technical Information KZKENNAMETAE

2\25 STELLRAM

5505VX Technical Information

Working Diameter:

De = 2 x ./ 12-(r-ap?
i where: De = Working Diameter
r - — = Cultter radius

ap '

Contour Mills

ap Axial Depth of Cut
—>| | |« De T
I
I
5505VX Technical Information
Average chip thickness: hy,
R S I )
where: hm = : 2 :
f, = Feed per tooth a. = Radial Depth of Cut
hm= Average chip thickness ap = Axial Depth of Cut
r = Insert radius i
To find programmed feedrate: f,

h

Vefoa) Yeea)

f,=

<+————— Please do not try to remove
this screw. This screw is
glued into the body to keep
the inserts in the correct
position.
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‘Z @ 5500V Series
KENNAMETAL Contour Milling Cutter

‘\’QSTELLRAM iéj \)%
ﬂo Copy/3D  Contour Milling
BALL NOSE FINISHING CONTOUR MILLING CUTTERS 5500V

5500V cutters are for profiling and finishing operations. A centrally located screw and

vee-shaped insert base provide a very precise position in the tool body. 5000V:

Diameter Range = 8mm to 25mm
This precise insert position gives a max. run out of less than 0,02mm.

This cutter is ideal for contour and copy milling.

This specific insert geometry design allows finishing applications up to 90°

One grade for all applications. Grade SP1019 is a micrograin carbide substrate with
a new generation TiAIN coating, that makes this new PVD grade virtually free of
residual stress and extremely hard for unmatched performance. Ideal for finishing ball

nose applications at higher surface speeds, or for greater wear resistance.

Qualified for a wide range of materials: Steels, Tool Steels, Stainless Steels, Cast
Iron, High Temperature Alloys and Hardened Steel.

www.kennametal.com ‘ZKENNAMETN: A201
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Contour Mills

F K<
Contour Milling Cutter KENNAMETAL
- OQSTELLRAM‘ A
—V‘ d1 }47
I Product Dimensions (mm) Spares
L No. of Screw
_ EDP Item Description D LH I1 dp Insertst | EPP EDP Tightening
A Nm
Iy 5500V Cylindrical Shank
021666 | 5500V08CR 8 160 20 12 1 022149 | 55.671 | 018487 T6 0,40
\ 4 021667 | 5500V10CR 10 160 25 12 1 015250 | 55.672 | 018488 | T7 0,80
ﬂ D ‘¢ 021668 | 5500V12CR 12 180 30 12 1 015251 | 55.674 |013215| T10 2,10
021670 |5500V16CR 16 200 40 16 1 022150 | 55.675 |015240| T15 3,10
. . 021672 | 5500V20CR 20 200 50 20 1 015252 | 55.676 |015241| T20 6,00
Cylindrical Shank 021674 | 500V25CR P5 200 50 25 1 |015253| 55677 | 015241 T20 6,00
* Denotes: 5500V cutter bodies take one insert with a full ball nose insert designed with two cutting edges.
*{ M ‘¢ When programming feed rates use two cutting edges and not one.
7d1 —» -
Product Dimensions (mm) Spares
e No. of Screw
L EDP Item Description D LH M da Inserts* | EPP EDP T|gi;\‘tﬁqnmg
i 5500V Modular Head
029128 | 5500V08SR25 8 25 M8 8.5 1 022149 | 55.671 | 018487 | T6 0,40
H 029129 |5500V10SR25 10 25 M8 8.5 1 015250 | 55.672 | 018488 | T7 0,80
D 029130 | 5500V12SR35 12 35 M8 85 1 015251 | 55.674 |013215| T10 2,10
029131 | 5500V16SR35 16 35 M8 8.5 1 022150 | 55.675 | 015240 | T15 3,10
Modular Head 029132 |5500V20SR35 20 35 M10 105 1 015252 | 55.676 |015241| T20 6,00
029133 | 5500V25SR43 25 43 M12 125 1 015253 | 55.677 | 015241 | T20 6,00

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.
5500V modular heads do not have through coolant capability.

* Denotes: 5500V cutter bodies take one insert with a full ball nose insert designed with two cutting edges.
When programming feed rates use two cutting edges and not one.

Depth of Cut (ap)

A202 KZKENNAMETN: www.kennametal.com
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K< i
KENNAMETAL Contour Milling Cutter
‘\‘Q STELLRAM
5500V Technical Information =
/=3
Product Angles ° / Dimensions (mm) I
Ramping Data : @
EDP Item Description 15° 30° 45° 60° 750 g5° ys& Ramping E
dz max | ap max | az max | ap max | az max | ap max | az max | ap max | az max | ap max | az max | ap max ‘5
021666 | 5500V08CR 3,0 3.9 2,0 35 12 2,0 05 2,0 0,1 11 01 0.4 71500 2
021667 |5500V10CR 3.7 48 2,5 44 15 3,6 0,7 2,6 0,2 14 01 05 62000 s
021668 |5500V12CR 4,5 538 30 52 18 42 08 30 02 14 01 06 60000 8z ©
021670 |5500V16CR 6,0 7.7 4,0 6,9 24 5.6 11 4,0 03 2,0 01 0,7 39500
021672 |5500V20CR 74 9,6 50 8,6 3,0 71 13 50 04 29 01 0,9 33500
021674 | 5500V25CR 9.3 121 6.3 108 37 8.8 17 6.3 04 32 01 11 22000
029128 | 5500V08SR25 3,0 39 2,0 35 12 2,0 05 2,0 01 11 01 04 71500
029129 |5500V10SR25 37 48 25 44 15 3,6 07 2,6 0,2 14 01 05 62000
029130 |5500V12SR35 45 58 3.0 52 18 4.2 08 30 02 14 01 06 60000
029131 |5500V16SR35 6,0 7.7 4,0 6,9 24 5,6 11 4,0 0.3 2,0 01 0,7 39500
029132 | 5500V20SR35 74 9,6 50 8,6 3,0 71 13 50 04 29 01 0,9 33500
029133 | 5500V25SR43 93 12,1 6.3 10,8 37 8,8 17 6,3 04 3.2 01 11 22000

www.kennametal.com KZKENNAMETN: A203
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5500V
Milling Inserts & Recommended Feeds
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RG_S
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v L A4 vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ap / ag min. - max.
010-<100
031484 | RGO8S SP1019 . . 00 000|800| - 175|400 002
031485 |RG10S SP1019 : ; 00 4000 000| - | 200|500 002
031486 |RG12S SP1019 : ; 00 4000|2200 - | 250 | 600 | 002
031487 |RG16S SP1019 : ; 00 000 00| - 300|800 002
031488 |RG20S SP1019 : ; 00 4004 |200| - | 350 1000| 002
031489 | RG25S SP1019 . . 00 4000 0| - | 400 1250 002

Machining Choice: ’ 1t Choice M 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.

Speed recommendations can be found on page A205.

5500V Feeds f, (mm/tooth)

‘ZKENNAMETAIZ

5 3z
kol o _ A _ (7]
g |g|] B IS =P s H 23

S = D N s &=
= ] O} o S @
2 O] o nhx
=

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.

8 S |SP1019 | Contouring | 0,02-0,06 | 0,02-0,06 | 0,02-005 | 0,02-004 | 002-007 | 002-007 | 0,02-0,07 | 002-0,08 | 0,02-007 | 002-004 | 002-0,04 | 002-004 | 002-005 | 002-0,04 | 0,02-0,04
10 S | SP1019] Contouring | 0,02-0,08 | 0,02-0,08 | 0,02-0,07 | 002-006 | 002-0,09 | 002-007 | 002-0,09 | 0,02-010 | 0,02-0,09 | 0,02-0,06 | 002-006 | 002-006 | 002-007 | 002-0,06 | 002-0,06
12 S | SP1019] Contouring | 0,02-0,10 | 0,02-0,10 | 0,02-0,09 | 002-008 | 002-011 | 002-0,11 | 002-041 | 002-012 | 002-041 | 0,02-0,08 | 0,02-0,08 | 0,02-008 | 0,02-009 | 0,02-008 | 002-0,08
16 S | SP1019] Contouring | 0,02-0,14 | 0,02-014 | 0,02-0,13 | 002-012 | 0,02-0,15 | 002-015 | 0,02-015 | 0,02-016 | 0,02-015 | 0,02-012 | 002-012 | 0,02-012 | 002-013 | 0,02-0,12 | 0,02-0,12
20 S | SP1019] Contouring | 0,02-0,18 | 002-0,18 | 0,02-017 | 0,02-0,16 | 002-019 | 002-019 | 0,02-019 | 0,02-020 | 0,02-018 | 0,02-016 | 0,02-016 | 0,02-016 | 0,02-017 | 0,02-016 | 0,02-0,16
25 S | SP1019] Contouring [ 0,02-0,23 | 002-023 | 0,02-022 | 002-021 | 002-024 | 002-024 | 002-024 | 002-025 | 002-022 | 002-021 | 002-021 | 002-021 | 002-022 | 002-021 | 002-021

Note: HTA = High Temperature Alloys

A20

4

‘ZKENNAMETAE

www.kennametal.com




3aka3 nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

KZ : 5500V
KENNAMETAL Recommended Speeds

) w
VM2 STELLRAM
ﬂ/ly‘

Speed V¢ (m/min)

5500V Series
Speed min. - max. o
Coolant Recommendation P =
Recommended @ Possible ® Micrograin 'g'
2
. Rm and =
ISO | Materials Hardness ® ® SP1019 S
<600 N/mm?
<180 HBN ° 225-380
<950 N/mm?
<280 HBN 200 - 335
700-950 N/mm?
200-280 HBN ° 175-295
950-1200 N/mm?
280-355 HBN 130-225
1200-1400 N/mm?
355-415 HBN ° 85-145
Austenitic + Ferritic
Stainless 300 series ® ° 200-335
Steel Martensitic a
M 400 series 80 - 305
PH Stainless Ref;a;tory [ ) 85 - 145
Grey
s 240 - 400
Spheroidal-Ductile
SEBReE ® [ ) 185 - 340
Malleable
GTS - MNIMP 0o
Aluminium & Alloys
< 16% Si 116 HBN 400 - 2745
Aluminium + Sili ¢
uminium + Silicon
> 16% Si 92 HBN 295-2135
Iron Based 40- 67
Cobalt Based 37-63
[}
Nickel Based 42-72
Titanium Based 61-103
Hard Steel
>1400 N/mm?2 50 - 110
>415 HBN °
Chilled Cast Iron
>1400 N/mm? 40 - 90
> 400 HBN

www.kennametal.com KZKENNAMETAE A205
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5500V
Technical Information KZKENNAMETAE

‘\qurELLRAM"

5500V Technical Information

%) . .

= Working Diameter:

=

S

S

=] l Dw = 2%,/ 12 -(r-ap)

=

S

[&] f —» ap . .
where: Dw Working Diameter

Cutter radius
Axial Depth of Cut

T r
ap

5500V Technical Information

Average chip thickness: hy,

Veea) rem)

where: hm = fz2x
f, = Feed per tooth a. = Radial Depth of Cut
hm= Average chip thickness ap = Axial Depth of Cut
r = Insert radius X
To find programmed feedrate: f,

h

Aeea) Arom)

f, =

Insert Assembly Information

RG Insert Orientation

Countersink
EE‘/

A
Insert Bottom

Insert through hole has a countersink on
one side and a counterbore on the other
side. Assemble as shown to create proper
pull back against the cutter pocket.

Counterbore

A206 KZKENNAMETAE www.kennametal.com
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KZ @ 7700VR Series
KENNAMETAL Copy Milling Cutter

EEBQSTELLRAM’ 5 @ @

Facing Copy /3D Ramping Spiral/ Circular Helical Helical Pocketing
Interpolation  Interpolation
with Bore Hole
ROUND INSERT MILLING CUTTERS WITHOUT INDEXATION 7700VR
The 7700VR series is mainly for medium roughing and semi-finishing with low axial depth of
cut as well as for finishing of Steel, Tool Steel, Stainless Steel, High Temperature Alloys and 7700VRO6:
Aluminium Alloys. Maximum ap = 3mm

Diameter Range = 14mm to 20mm
This series is without an anti-rotation pocket, which allows a maximum number of insert
indexing according to the axial depth of cut requirement. This is an advantage when the 7700VR08:

cutter is being used for semi-finishing and finishing. g_aXimtumSp = 4m”1‘6 1032
iameter Range = 16mm to 32mm

7700VR10:

Maximum ap = 5mm
Diameter Range = 20mm to 32mm

www.kennametal.com ‘ZKENNAMETAE A207
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7700VR06
Copy Milling Cutter

‘\’a STELLRAM

A

o e

\ 3

KZKENNAMETAI:

PR

Product Dimensions (mm) Spares
Screw
_ No. of ) h
EDP Item Description Da* D L l1 dp n?gx teoetﬂ EDP ﬁﬁ EDP Tlgi;\ztrannlng
e 7700VR06 Weldon Shank
L 021727 | 7700VRO6WA016R067 16 10 115 67 16 3 2 015060 | F2505T | 018488 | T7 0,80
021728 | 7700VRO6WA016R102 16 10 150 102 16 3 2 015060 | F2505T | 018488 | T7 0,80
021729 | 7700VRO6WA020R060 20 14 110 60 20 3 3 015060 | F2505T | 018488 | T7 0,80
021730 | 7700VRO6WA020R090 20 14 140 90 20 3 3 015060 | F2505T | 018488 | T7 0,80
I 021731 | 7700VRO6WA020R120 20 14 170 120 20 3 3 015060 | F2505T | 018488 | T7 0,80
D = Effective Diameter (Axis) from insert centreline to centreline.
Da* = Outside Diameter
Da* |e— Product Dimensions (mm) Spares
Weldon Shank EDP item Description Da | D | L | M | d | B [N epp | o | EDP Tghenn
p a 1| max | teeth é gNm 9
| M | 7700VR06 Modular Head
033732 | 7700VR06SA014Z2R35 14 8 35 M10 | 10,50 3 2 015060 | F2505T | 018488 | T7 0,80
033733 | 7700VR06SA016Z3R35 16 10 35 M10 | 10,50 3 3 015060 | F2505T | 018488 | T7 0,80
033734 | 7700VR06SA020Z4R35 20 14 35 M10 | 10,50 3 4 015060 | F2505T | 018488 | T7 0,80
d;—» - . ) ) } .
D = Effective Diameter (Axis) from insert centreline to centreline.
T Da* = Outside Diameter
Note: For Cylindrical Shank extensions in high density alloy with through coolant refer to page A76.
L
|
D
Da* la—
Modular Head
7700VRO06 Technical Information (mm)
Product Dimensions =
=\ /o)
| e 2| ) (S
EDP Item Description oy :n’gﬁe"? ﬁg??ln:lglle Helical | | e
Linear - e
021727 | 7700VRO6WAOQ16R067 10 9.3 22 30 2,00 124000 o |nter3(l)|aﬁon
021728 | 7700VRO6WAO016R102 10 9.3 22 30 2,00 110000
021729 | 7700VRO6WAO020R060 14 54 30 38 2,00 90000
021730 | 7700VRO6WAO020R090 14 54 30 38 2,00 90000 Flat
021731 | 7700VRO6WA020R120 14 54 30 38 2,00 90000
033732 | 7700VR06SA014Z2R35 8 7.8 18 26 2,00 124000
— 033733 | 7700VR06SA016Z3R35 10 9.3 22 30 2,00 110000 o
Iap 033734 | 7700VRO6SA020Z4R35 14 5.4 30 38 2,00 | 90000 IR D

Depth of Cut (ap)

A208
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KZ 7700VR06
KENNAMETAL Milling Inserts & Recommended Feeds
‘\:)QSTELLRAM‘
RPEX06-701 RPMT06-41 RPEWO06-T M @
Product Application & Material Dimensions (mm) d I_S-|
Roughing Semi-Finishing Finishing
v \AJ \AA4
EDP Item Description Grade Depth of Cut (mm) d(cy| | S r | hmmin
ap max ap min - max ap min - max
0,50- 1,50 0,10-,50 é’
=
034540 | RPEX0602MOF-701 SP6519 - [} ‘ mem | 6,00 - 2,38 | 3,00 | 0,02 =
[=]
023313 | RPEX0602MOF-701 GH2 - ‘ ‘ 6,00 - 2,38 | 3,00 | 0,02 "g
(&)
034541 | RPEX0602MOF-701 SP4019 - n | ‘l’ 6,00 - 2,38 | 3,00 | 0,02
015219 | RPMT0602MOE-41 X500 - [ ] .‘ - 6,00 - 2,38 | 3,00 | 0,03
034542 | RPMT0602MOE-41 SP6519 - u 1] - 6,00 - 2,38 | 3,00 | 0,03
023327 |RPMT0602MOE-41 MP91M - ‘ - 6,00 - 2,38 | 3,00 | 0,03
024755 ‘RPEWOGOZMOT ‘XSOO | - ‘ ’ ‘ - | 6,00 ‘ - ‘ 2,38 ‘ 3,00 ‘ 0,06

Machining Choice: 0 1t Choice M 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.

7700VRO06 Feeds f, (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
F-701 | SP6519 | Contouring | 0,02-0,10 | 0,02-0,08 | 0,02-0,10 | 0,02-008 | 002-010 | 0,02-010 | 0,02-0,07 | 002-0,10 | 0,02-007 | 0,02-0,05 | 002-005 | 0,02-006 | 0,02-0,07
F-701 GH2 | Contouring - - - - - - - 002-0,10 | 0,02-0,07 - - - -
F-701 | SP4019 | Contouring | 0,02-0,08 | 0,02-0,06 | 0,02-0,08 | 0,02-006 | 002-008 | 0,02-008 | 0,02-0,05 | 002-0,10 | 0,02-007 | 0,02-0,04 | 002-0,04 | 002-005 | 0,02-0,06
E-41 X500 | Contouring | 0,03-0,12 | 003-0,10 | 0,03-0,12 | 0,03-0,10 | 003-012 | 0,03-012 | 0,03-0,10 - - 0,03-0,06 | 003-0,05 | 0,02-005 | 0,03-0,07
E-41 | SP6519 | Contouring | 0,03-012 | 0,03-010 | 003-012 | 0,03-0,10 | 0,03-012 | 003-0,12 | 0,03-0,10 - - 0,03-0,06 | 0,03-005 | 0,02-005 | 0,03-0,07
E-41 | MP91M | Contouring - - - - 003-0,12 | 0,03-012 | 0,03-0,10 - - - -

T | X500 | Comtouring | 010-013 [ 010-042 | - [ - [ - [ - [ - T - I D R

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A214.
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Contour Mills

7700VR08 KZ
Copy Milling Cutter KENNAMETAL
‘\‘QSTELLRAM” Z N = 6 = . =
[T & = =
— —
4" dl ‘47
Product Dimensions (mm) Spares
Screw
EDP Item Description Dat | D | UH | I | di | 2B ’fe"e-tﬁf eop | M | EDP Tigf;\ﬁening
L m
7700VR08 Weldon Shank
021732 [ 7700VR0BWAO25R070-M3 [ 25 | 17 [ 126 | 70 | 25 [ 4 | 3 [o15062] F3006T [013214] T9 [ 140
Iy 021733 | 7700VROBWAO25R124-M3 | 25 | 17 | 180 | 124 | 25 [ 4 | 3 |015062| F3006T |013214] T9 | 140
7700VRO08 Cylindrical Shank - Medium and Fine Pitch
031134 | 7700VROBCA020Z3R40 20 | 12 [ 180 | 40 | 20 4 3 | 015062 | F3006T [013214] T9 1,40
031135 | 7700VR0OBCA025Z3R50 25 | 17 | 200 | 50 | 25 4 3 | 015062 | F3006T | 013214 T9 1,40
| 031602 | 7700VROBCAQ25Z4R50 25 | 17 [ 200 | 50 | 25 4 4 | 015062 | F3006T | 013214 T9 1,40
D 031137 | 7700VROBCAQ32Z4R70 32 | 24 [ 250 | 70 | 32 4 4 | 015062 | F3006T | 013214 T9 1,40
031081 | 7700VROBCA032Z5R70 32 | 24 [ 250 | 70 | 3 4 5 |015062 | F3006T | 013214] T9 1,40
—» Da* e
D = Effective Diameter (Axis) from insert centreline to centreline.
Weldon Shank
Da* = Outside Diameter
»‘ d; }«
Product Dimensions (mm) Spares
Screw
L EDP Item Description Dat | D | ULH | M | di n?gx Te"e-tﬁf Eop | qMd | EDP Tigf;\ﬁening
m
7700VR08 Modular Head - Medium and Fine Pitch
? 031124 | 7700VR08SA01672R25 16 8 25 [ M8 | 85 4 2 | 015062 | F3006T [013214] T9 1,40
031125 | 7700VR08SA020Z3R25 20 | 12 | 25 [ M0 [ 105 | 4 3 |015062 | F3006T [013214| T9 1,40
Iy 031126 | 7700VR08SA025Z3R35 25 | 17 | 35 | m12 | 125 | 4 3 | 015062 | F3006T | 013214 T9 1,40
031127 | 7700VR08SA025Z4R35 25 | 17 | 35 | mM12 | 125 | 4 4 | 015062 | F3006T |013214| T9 1,40
031080 | 7700VR08SA032Z5R35 32 | 24 | 35 | M6 | 170 | 4 5 |015062 | F3006T | 013214] T9 1,40
\M D = Effective Diameter (Axis) from insert centreline to centreline.
D
. I
Da* |« Dga* = Outside Diameter
Cylindrical Shank Note: For Cylindrical Shank extensions in high density alloy with through coolant refer to page A76.
- M |
dy—» -
L 7700VRO08 Technical Information (mm)
Product Dimensions =
l = VA
i Facing | Ramping Helical Hole op M| ax —
EDP Item Description Pitch Angle ® i, - max HL?ggglrl RPM
D g -
< Da* > 021732 |7700VROBWAOZSRO70M3 | 17 785 E T 2,67 | 68000 S
021733 | 7700VROBWAO025R124-M3 17 7.85 % | 48 2,67 | 68000
Modular Head 031134 | 7700VRO8CA020Z3R40 12 9.10 26 38 2,67 | 81000
031135 | 7700VRO8CA025Z3R50 17 7.85 36 48 2,67 | 68000 Flat
031602 | 7700VRO8CA025Z4R50 17 7.85 36 48 2,67 | 68000
031137 | 7700VR0O8CA032Z4R70 24 6.75 50 62 2,67 | 57000
031081 | 7700VRO8CA032Z5R70 24 6.75 50 62 2,67 | 57000
Facing Pitch
031124 | 7700VROBSAQL6Z2R25 8 32.60 18 30 2,67 | 99000 acing Pre
— 031125 | 7700VR08SA020Z3R25 12 12.70 26 38 2,67 | 81000
Iap 031126 | 7700VR08SA025Z3R35 17 7.85 36 48 2,67 | 68000
031127 | 7700VR08SA025Z4R35 17 7.85 36 48 2,67 | 68000
031080 | 7700VR08SA032Z5R35 24 7.20 50 62 2,67 | 57000

Depth of Cut (ap)
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KZ 7700VR08
KENNAMETAL Milling Inserts & Recommended Feeds
‘\EQSTELLRAM"
RPEX08-701 RPMT08-41 RPHTO08-422 @
Product Application & Material Dimensions (mm) d I_.|
S
Roughing Semi-Finishing Finishing
v vy vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | S r | hmmin
ap max ap min - max ap min - max *
- 0.80 - 1,50 0,10- 0,80 =
034544 | RPEX0803M3F-701 SP4019 - n [ 1] 8,00 - 3,18 | 4,00 | 0,02 §
[=]
023315 |RPEX0803M3F-701 | GH1 - ¢ ¢ 800 | - |318400 | 0,02 g
(&)
031312 | RPEX0803M3E-701 X500 - [ ] - 8,00 - 3,18 | 4,00 | 0,02
034543 | RPEX0803M3E-701 SP6519 - - ‘ 8,00 - 3,18 | 4,00 | 0,02
015220 | RPMT0803M3E-41 X500 - 8,00 - 3,18 | 4,00 | 0,02
031473 |RPMT0803M3E-41 SP6519 - | X J | n 8,00 - 3,18 | 4,00 | 0,02
017308 | RPMT0803M3E-41 MP91M - O‘ .‘ 8,00 - 3,18 | 4,00 | 0,02
031186 | RPHT0803M3E-422 X500 - ‘ 8,00 - 3,18 | 400 | 0,03
031187 | RPHT0803M3E-422 SP6519 - ’ [ 1] ‘ [ L] 8,00 - 3,18 | 4,00 | 0,03

Machining Choice: 0 1t Choice M 2" Choice @ 39 Choice | Material Guide Key descriptions found on page A5.

7700VRO08 Feeds f, (mm/tooth)

T
5 2 5%
g 3 s 3 =8 g8
£ < < =@ =g =8
8 (C] 2 @ s
o o [Z233
Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
F-701 | SP4019 | Contouring - - - - - - - 0,02-0,08 | 0,02-006 | 0,02-006 | 002-006 | 002-007 | 0,02-0,09
F-701 GH1 | Contouring - - - - - - - 0,02-0,08 | 0,02-0,06 - - - -

E-701 [ X500 [ Contouring [ - | [ - [ - [ - [ - [o02-006]002-006]002-007[002-000 [ - ]

E-701 [SP6519 | Contouring | - | - [og2-010 [o02-008 [ - [ - [ - [ - [ - [002-006]002-006 | 002-007 [ 002-009 | - |

E-41 X500 | Contouring 0,03-0,12 | 0,03-0,10

E-41 | SP6519 | Contouring | 0,03-014 | 003-0,12 | 0,03-012 | 0,03-010 | 003-0,14 | 0,03-014 | 0,03-012
E-41 | MP91IM | Contouring | 0,03-0,13 - - - 0,03-013 | 0,03-0,13 | 0,03-0,11

E-422 [ X500 [ Contouring [ - ] 003-0,12 [ 003-0,14 [ 0,03-011 | [ - T o003008]003-008]003-009]003-01] - ]

E-422 | SP6519 | Contouring | 0,03-0,14 | 003-0,12 | 0,03-014 | 0,03-011 | 003-014 | 003-014 [ 003-012 | - | - ]003-008 | 0,03-008 | 003-009 | 003-011 | - |

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A214.
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Contour Mills

7700VR10 KZ
Copy Milling Cutter KENNAMETAL
‘\‘QSTELLRAM” Z N = 6 = . =
an ISP
— 1 I
—»‘ dl ‘47
Product Dimensions (mm) Spares
- a No. of _Screw
EDP Item Description Da* D L/H I1 dg me’)Jx teeth EDP M EDP Tlgr;\ﬁsr?mg
L 7700VR10 Weldon Shank - Medium and Fine Pitch
021737 | 7700VR10WA032R070 32 22 | 130 | 70 32 5 3 | 015260 | D400ST | 015240 | T15 3,10
Iy 027820 | 7700VR10WA032Z4R070 32 22 130 70 32 5 4 015260 | D4008T | 015240 | T15 3,10
021738 | 7700VR10WA032R140 32 22 200 140 32 5 3 015260 | D4008T | 015240 | T15 3,10
021739 | 7700VR10WA032R190 32 22 250 190 32 5 3 015260 | D4008T | 015240 | T15 3,10
7700VR10 Cylindrical Shank - Medium and Fine Pitch
“D" 031203 | 7700VR10CA020Z2R40 20 10 | 180 | 40 20 5 2 031223 ] D4007T | 015240 | T15 3,10
. 031204 | 7700VR10CA025Z3R50 25 15 200 50 25 5 3 031223 | D4007T | 015240 | Ti15 3,10
Da* la— 031205 | 7700VR10CA032Z3R70 32 22 200 70 32 5 3 015260 | D4008T | 015240 | T15 3,10
031206 | 7700VR10CA032Z4R70 32 22 [ 250 | 70 32 5 4 015260 | D4008T | 015240 T15 3,10
Weldon Shank
D = Effective Diameter (Axis) from insert centreline to centreline.
»‘ dy }« Da* = Outside Diameter
Product Dimensions (mm) Spares
- a No. of _Screw
EDP Item Description Da* D L/H M dg me’)Jx teeth EDP M EDP Tlgr;\ﬂsr?mg
L 7700VR10 Modular Head - Medium and Fine Pitch
031210 | 7700VR10SA020Z2R25 20 10 25 M10 | 105 5 2 031223 | D4007T | 015240 | T15 3,10
e 031211 | 7700VR10SA025Z3R35 25 15 35 | M12 | 125 5 3 [031223] D4007T | 015240 | T15 3,10
T 031212 |7700VR10SA032Z3R35 32 22 35 | M16 | 17.0 5 3 015260 | D400ST | 015240 | T15 3,10
Iy 031213 | 7700VR10SA032Z4R35 32 22 35 M16 | 17.0 5 4 015260 | D4008T | 015240 | T15 3,10
D = Effective Diameter (Axis) from insert centreline to centreline.
Da* = Outside Diameter
[
D Note: For Cylindrical Shank extensions in high density alloy with through coolant refer to page A76.
Da* |e—
Cylindrical Shank
> M |
d;— -
L 7700VR10 Technical Information (mm)
i Product Dimensions =
vy = VA
i Facing | Ramping Helical Hole 2p M| pMax —
\Tﬂ EDP Item Description Pitch Angle ° iR, = Max. Helical / | rpm
Linear _ -
<« Da* —»| 021737 | 7700VRIOWAQ32R070 2 755 % &2 333 | 53000 S
027820 | 7700VR10WA032Z4R070 22 7.55 46 62 3,33 53000
Modular Head 021738 | 7700VR10WAQ32R140 22 7.55 46 62 333 | 53000
021739 | 7700VR10WA032R190 22 7.55 46 62 3,33 | 53000 Flat
031203 | 7700VR10CA020Z2R40 10 26.80 22 38 3,33 79000
031204 | 7700VR10CA025Z3R50 15 17.70 32 48 3,33 65000
031205 | 7700VR10CA032Z3R70 22 7.55 46 62 3,33 | 53000 e
031206 | 7700VR10CA032Z4R70 22 755 46 62 3,33 | 53000 facinglhilet
031210 | 7700VR10SA020Z2R25 10 26.80 22 38 3,33 | 79000
Iap 031211 | 7700VR10SA025Z3R35 15 17.70 32 48 3,33 65000
031212 | 7700VR10SA032Z3R35 22 7.55 46 62 3,33 53000
031213 | 7700VR10SA032Z4R35 22 7.55 46 62 3,33 [ 53000

Depth of Cut (ap)
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KZKENNAMETAIZ
- ____________________________________4

7700VR10

Milling Inserts & Recommended Feeds

RPEX10-701 RPHT10-421 RPMT10-41 RPHT10-422 RPHT10-T RPMW10-T
Product Application & Material
Roughing Semi-Finishing Finishing
v \A/ vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ap max ap min - max ap min - max
- 1,00 - 2,00 0,20 - 1,00
034546 | RPEX10T3MOF-701-X4 | SP4019 u l‘ 10,00 - | 397|500 | 0,02
030456 | RPEX10T3MOF-701-X4 |GH1 ’ ‘ 10,00 - | 3,97 | 500 | 0,02
034545 | RPEX10T3MOE-701-X4 ‘SP6519| ‘ n |l0,00‘ - ‘ 3,97 ‘ 5,00 ‘ 0,02
030449 | RPHT10T3MOE-421-X4 | X500 [ ] - 10,00 | - 3,97 | 500 | 0,04
030410 | RPHT10T3MOE-421-X4 | X700 - [ ] 10,00 - | 397|500 | 0,04
030452 | RPMT10T3MOE-41-X4 | X500 - 1000| - | 397|500 | 0,04
031539 |RPMT10T3MOE-41-X4 | SP6519 - ] ® 10,00 - |[397 | 500 | 0,04
030451 | RPMT10T3MOE-41-X4 | MP91M ] [ J ‘ 10,00 | - 3,97 | 500 | 0,04
030697 | RPHT10T3MOE422-X4 | X500 ‘ 1000 - | 397|500 | 003
030767 | RPHT10T3MOE-422-X4 | X700 10,00 - | 397|500 | 003
030862 | RPHT10T3MOE-422-X4 | SP6519 [} on ‘ u 10,00 - |397 | 500 | 003
030329 | RPHT10T3MOT-X4 X500 [ | - 1000 - | 397|500 | 0,08
031555 | RPHT10T3MOT-X4 SP6519 ’ ‘ - 10,00 - |397 | 500 | 008
030454 ‘RPMWlOTSMOT-X4 ‘XSOO | ‘ ‘ ‘ ‘ - |10,00‘ - ‘ 3,97 ‘ 5,00 ‘ 0,13

Machining Choice: ‘ 1% Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

RPMW10T3MOT-X4 X500 is recommended for materials with heavy scale.

7700VR10 Feeds f, (mm/tooth)

2\:)@ STELLRAM

Dimensions (mm) l d ! L?—I

o T
_ _ 5%
R g & 37 | 52
(O] o nx
Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
F-701-X4 | SP4019 | Contouring 0,02-0,10 | 0,02-0,08 | 002-0,07 | 0,02 -0,07 | 0,03-008 | 0,03-009
F-701-X4| GHL | Contouring - - 0,02-0,10 | 0,02-0,08 - - - -
E-701-X4] SP6519 | Contouring [ [ [ [ [ - ] [ - ] [ [ 002-007 [ 002-007 [ 003-008 [ 003-009 | [
E-421-X4| X500 | Contouring [ [ [ [ [ - ] [ - ] [ [ 0,04-008 [ 004-008 [ 004-009 [ 004-011 | |
E-421-X4] X700 | Contouring | | | [ | ] [ | 0,04-0,08 | 004-0,08 [ 004-0,09 | 004-011 | |
E-41-X4 | X500 | Contouring - - 0,04-0,18 - - -
E-41-X4 | SP6519 | Contouring | 0,04-018 [ 0,04-016 | 0,04-0.18 0,04-0,18 | 0,04-0,18 | 004-0,16
E-41-X4 | MP91M | Contouring | 0,04-0,18 | 0,04-0,16 - 004-016 | 004-016 | 004-0.4
E-422-X4| X500 | Contouring 0,06-030 [ 0,06-025 0,06-0,14 [ 0,06-0,14 [ 0,06-0,16 [ 0,06-018
E-422-X4| X700 | Contouring - - 0,06-028 | 0,06-0,22 - - - - - - -
E-422-X4| SP6519 | Contouring | 0,06-0,30 | 0,06-025 | 006-028 | 006-022 | 006-025 | 006-025 | 006-022 0,06-0,12 | 0,06-0,12 | 0,06-0,14 | 0,06-0,16
TX4 | X500 | Contouring | 05-033 | 05-028 | [ - - - [ [ - ] [ [ [ [
T-X4 | SP6519 | Contouring | 0,15-0,32 | 0,15-0,27 | | | 015-030 | 015-030 | 015-028 | | ] | ] |
T-X4 | X500 [ Contouring [ 022-0,35 [ 022-033 [ 022-035 [ 022-030 [ - ] [ - ] [ [ 013-0,18 [ 013-0,18 [ 013-0,20 [ 013-0,22 | [
Note: HTA = High Temperature Alloys
Note: Speed recommendations can be found on page A214.
.
www.kennametal.com KZKENNAMETAL A213
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‘ZKENNAMETAII
- ___________________________________________________________________

7700VR
Recommended Speeds

) w
VMW STELLRAM
ﬂ/b‘

Speed v (m/min)

Wear Resistance

7700VR Series - +
Speed min. - max.
Coolant Recommendation cVD PVD PVD Uncoated PVD cvD Uncoated
Recommended @ Possible ® X Grade X Grade Standard Micrograin Standard Standard Micrograin
) Rm and \ \ . \
IO | Materials | 2ot 1O @ X0 O @ xw00 | @] sPeste | @ eH2 |O @) spaoe O @) mPom (O @] GHL
2
DY 130- 270 130- 295 140- 315 140 - 345
ssoumt | ©|© 115-240 ©° 115- 260 ° 120- 275 * 120- 305
<280 HBN - - - -
X 2
v 100- 210 100- 230 105 - 245 105- 270
Aloyd | oo szoonne | ©| @ 75-160 ©® 75-175 ° 80- 190 * 80- 205
Steel 280-355 HBN ) ) ) )
1200-1400 N/mm?
o LY ® | 50-100 ® | 50-110 ® | 50-120 @ | 50-130
Austenitic + Ferritic
Stanless T 115 - 250 115 - 260 115- 270 120 - 280
Steel Martensitic © e © e © e © e
P 100 - 220 105 - 230 105 - 235 110 - 250
PHswinless | R0V | @ 50-110 | @ 50-115 | @ 50- 120 ° 50- 130
Grey . N - -
ok 120 - 280 140 - 295 145 - 330 145 - 365
Spheroidal-Ductile ~ _ _ _
Gaes ® | @ | 105-205 © | @ | 110-240 ® | 115-255 @ | 115-285
Malleable B B R B
To NP 95- 170 100 - 220 105 - 235 105 - 260
Aluminium & Alloys
< 16% Si 116 HBN 400 - 2745 400 - 2895 400 - 3050
[ ] [ J [ ]
Aluminium + Silicon
S SERLER 295 - 2135 295 - 2320 295 - 2440
Iron Based 23-48 23-52 23-55 24 - 63
Cobalt Based 21-44 22-46 22-48 23-52
[ ] [ ] [ ) [ ]
Nickel Based 24 -51 25-53 25-55 26 - 59
Titanium Based 35-73 36-75 36-79 37-84
Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 Nimm?
> 400 HBN
A214 KZKENNAMETAL www.kennametal.com
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KZKENNAMETAE

7700VR Technical Information

‘* D2 *‘ ?

<«— Dy

7710VR Technical Information

where:

f, = Feed per tooth a. = Radial Depth of Cut
hm= Average chip thickness ap = Axial Depth of Cut
r = Insert radius

7700VR
Technical Information

‘\BQSTELLRAM“
Working Diameter:
L
= 2 - - 2 —
D, = D,+2 x r-(r-a) =
B
=
2
where: D, = Working Diameter s
D, = Diameter of cutter insert centre to centre o
r = Insert radius
a = Axial Depth of Cut

Formula to find programmed feed rate based on radial engagement and

axial depth of cut. .

Vrz-(r = ale)2 Vrz-(r = ap)2
X

r r

f, =

Formula to calculate the average chip thickness hm in relation with radial

engagement and depth of cut.
ﬂ/ﬂ- (- ae)2 VrZ-(r - ap)2
X

r r

Simplified formulas to evaluate hm and fz based on radial engagement or depth of cut.

Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f)
a

P
f,=hm X ’\/ai Lz

h,, = Average chip thickness
= Depth of cut

= Feed per tooth

= Insert diameter d

Formula: Average Chip Thickness (hpy)

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f)

h,, = Average chip thickness

Formula: Average Chip Thickness (hy)

a, = Radial engagement

f,=hy x 4/_d f, = Feed per tooth ho =1, x a,
2 d = Cutter diameter d

www.kennametal.com
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7700VR
Technical Information KZKENNAMETAE

Contour Mills

2\:? STELLRAM

With round inserts, the thickness of the chip varies depending on the axial depth of cut (ap) and is related to the size of the cutting edge-preparation.
For best tool life it is important to maintain the proper chip thickness as shown below.

7700VR06 Inserts RP..0603.. 7700VR10 Inserts RP..10T3..
Dimensions (mm) Dimensions (mm)
Inserts Insert ap h h f f Inserts I ap
) m m 7 7 nsert ) hm hm fz fz
Geometry Size Axial min. max. min. max. Geometry Size Axial min. max. min. max.
d.o.c. d.o.c.
6,00 0,25 0,02 0,05 0,10 0,24 10,00 0,25 0,02 0,06 0,13 0,38
6,00 0,50 0,02 0,05 0,07 0,17 10,00 0,50 0,02 0,06 0,09 0,27
F701 6,00 0,75 0,02 0,05 0,06 0,14 10,00 0,75 0,02 0,06 0,07 0,22
6,00 1,00 0,02 0,05 0,05 0,12 F-701-X4 10,00 1,00 0,02 0,06 0,06 0,19
6,00 1,25 0,02 0,05 0,04 011 10,00 1,25 0,02 0,06 0,06 017
6,00 1,50 0,02 0,05 0,04 0,10 10,00 1,50 0,02 0,06 0,05 0,15
6,00 0,25 0,03 0,06 0,15 0,29 10,00 2,00 0,02 0,06 0,04 0,13
6,00 0,50 0,03 0,06 0,10 0,21 10,00 0,25 0,03 0,07 0,19 0,44
E41 6,00 0,75 0,03 0,06 0,08 0,17 10,00 0,50 0,03 0,07 0,13 031
6,00 1,00 0,03 0,06 0,07 0,15 10,00 0,75 0,03 0,07 0,11 0,26
6,00 1,25 0,03 0,06 0,07 0,13 E-701-X4 10,00 1,00 0,03 0,07 0,09 0,22
6,00 1,50 0,03 0,06 0,06 0,12 10,00 1,25 0,03 0,07 0,08 0,20
6,00 0,25 0,05 0,08 0,24 0,39 10,00 1,50 0,03 0,07 0,08 0,18
6,00 0,50 0,05 0,08 017 0,28 10,00 2,00 0,03 0,07 0,07 0,16
T 6,00 0,75 0,05 0,08 0,14 023 10,00 0,25 0,04 0,08 0,25 051
6,00 1,00 0,05 0,08 0,12 0,20 10,00 0,50 0,04 0,08 0,18 0,36
6,00 1,25 0,05 0,08 0,11 0,18 10,00 0,75 0,04 0,08 0,15 0,29
6,00 1,50 0,05 0,08 0,10 0,16 E-421-X4 10,00 1,00 0,04 0,08 0,13 0,25
10,00 1,25 0,04 0,08 0,11 0,23
10,00 1,50 0,04 0,08 0,10 0,21
10,00 2,00 0,04 0,08 0,09 0,18
10,00 0,25 0,04 0,08 0,25 0,51
7700VRO08 Inserts RP..0803.. 10,00 0,50 0,04 0,08 0,18 0,36
X X 10,00 0,75 0,04 0,08 0,15 0,29
Dimensions (mm) E-41-X4 10,00 1,00 0,04 0,08 0,13 0,25
Inserts Insert ap hm hm f f 10,00 1,25 0,04 0,08 0,11 0,23
; Axial : ¢ 10,00 1,50 0,04 0,08 0,10 0,21
Geometry | Size doc. mn- e mn- e 10,00 2,00 0,04 0,08 0,09 0,18
8,00 0,25 0,02 0,05 011 0,28 10,00 0,25 0,03 0,13 0,19 0,82
8,00 0,50 0,02 0,05 0,08 0,20 10,00 0,50 0,03 0,13 0,13 0,58
F.701 8,00 0,75 0,02 0,05 0,07 0,16 10,00 0,75 0,03 0,13 0,11 0,47
8,00 1,00 0,02 0,05 0,06 0,14 E-422-X4 10,00 1,00 0,03 013 0,09 041
8,00 1,25 0,02 0,05 0,05 0,13 10,00 1,25 0,03 0,13 0,08 0,37
8,00 1,50 0,02 0,05 0,05 0,12 10,00 1,50 0,03 0,13 0,08 0,34
8,00 0,25 0,02 0,05 0,11 0,28 10,00 2,00 0,03 0,13 0,07 0,29
8,00 0,50 0,02 0,05 0,08 0,20 10,00 0,25 0,07 0,14 0,44 0,89
E700 8,00 0,75 0,02 0,05 0,07 0,16 10,00 0,50 0,07 0,14 031 0,63
8,00 1,00 0,02 0,05 0,06 0,14 10,00 0,75 0,07 0,14 0,26 051
8,00 1,25 0,02 0,05 0,05 0,13 RPHT_T-X4 10,00 1,00 0,07 0,14 0,22 0,44
8,00 1,50 0,02 0,05 0,05 0,12 10,00 1,25 0,07 0,14 0,20 0,40
8,00 0,25 0,03 0,06 0,17 0,34 10,00 1,50 0,07 0,14 0,18 0,36
8,00 0,50 0,03 0,06 0,12 0,24 10,00 2,00 0,07 0,14 0,16 031
41 8,00 0,75 0,03 0,06 0,10 0,20 10,00 0,25 0,10 0,16 0,63 1,01
8,00 1,00 0,03 0,06 0,08 0,17 10,00 0,50 0,10 0,16 0,45 0,72
8,00 1,25 0,03 0,06 0,08 0,15 10,00 0,75 0,10 0,16 0,37 0,58
8,00 1,50 0,03 0,06 0,07 0,14 RPMW_T-X4 | 10,00 1,00 0,10 0,16 0,32 051
8,00 0,25 0,03 0,07 0,17 0,40 10,00 1,25 0,10 0,16 0,28 0,45
8,00 0,50 0,03 0,07 012 0,28 10,00 1,50 0,10 0,16 0,26 041
E-422 8,00 0,75 0,03 0,07 0,10 0,23 10,00 2,00 0,10 0,16 0,22 0,36
8,00 1,00 0,03 0,07 0,08 0,20
8,00 1,25 0,03 0,07 0,08 0,18
8,00 1,50 0,03 0,07 0,07 0,16

A216 ‘Z KENNAMETAL www.kennametal.com
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‘Z @ 7702VRD & 7712VRD Series
KENNAMETAL Copy/Contour Milling Cutter

) A =) & ~
EEEQSTELLRAM” igj \.) @ @ \)@

Facing Copy /3D Ramping Spiral/ Circular Helical Helical Pocketing Contour
Interpolation  Interpolation Milling
with Bore Hole
ROUND INSERT MILLING CUTTERS WITH AND WITHOUT INDEXATION 7702VRD
The 77.2VRD series is specifically designed for the Die & Mould industry.This cutter family
is especially qualified for medium-roughing, semi-finishing and finishing of Steel, Alloy Steel, 7702VRDO7:
Tool Steel and Aluminium Alloys, as well as for Hardened Steel. Maximum ap, = 3,5mm

Diameter Range = 15mm to 20mm
The cutter series 7702VRD is without an anti-rotation pocket, which allows a maximum

number of insert indexing according to the axial depth of cut (ap) requirement. This is an 7702VRD10:
advantage when this cutter is used for semi-finishing and finishing with low axial depth Maximum ap = 5mm
of cut (ap) . Diameter Range = 20mm to 35mm

The series 7712VRD is ideal for roughing, semi-finishing and finishing of Steel, Alloyed Steel,
Tool Steel and Aluminium as well as for Hardened Steel. This cutter series has an anti-
rotation design which ensures a precise number of indexes per insert.

7702VRD12 and 7712VRD12:
Maximum ap= 6mm
Diameter Range = 25mm to 80mm

This unique patented pocket design prevents the inserts from rotating in the pocket, during 7702VRD16 and 7712VRD16:
heavy feed machining and unstable conditions. Maximum a- = 8mm

Diameter Range = 32mm to 100mm
The insert for the 7712VRD12 cutter is six times indexable and the insert for the 7712VRD16
cutter is eight times indexable. This gives a maximumpossible usage of the available edges
for roughing applications.

Also, the axial negative rake cutting angle greatly reduces the vibration when using
long extensions.

This robust design provides savings within the production process, under unstable
conditions.

www.kennametal.com KZKENNAMETN: A217
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7702VRD0O7 KZ
Copy/Contour Milling Cutter KENNAMETAL
‘\‘QSTELLRAM” = o & o
‘ I ‘ \) @ @ @
—»| di |
Product Dimensions (mm) Spares
Screw
. No. of . f
L EDP Item Description Da* L I1 dp ap EDP . EDP Tightening
- max Teeth S@ Nm
7702VRDO0O7 Weldon Shank
I 025691 |7702VRDO7WAOL6R50 | 16 93 50 16 35 2 015060 [ F2505T [018488 | T7 0,80
025693 | 7702VRDO7TWAO20R50 | 20 | 1200 | 50 | 20 | 35 | 3 [015060| F2505T |018488] T7 | 0,80
Da* = Outside Diameter
—»| D* &
Weldon Shank
Product Dimensions (mm) Spares
*‘ M ‘* Screw
o No. of . h
EDP Item Description Da* L M dg ap EDP i EDP Tightening
max Teeth @ Nm
7702VRD0O7 Modular Head
d 030863 [ 7702VRD0O7SA015R25 [ 15 [ 25 ] M8 [ 85 [ 35 | 2 [015060[ F2505T [018488] T7 | 0,80
11— -
_— Note: For Cylindrical shanks extensions in high density alloy with through coolant refer to page A76.
T Da* = Outside Diameter
L
}«Da*+‘
Modular Head
7702VRO07 Technical Information (mm)
Product Dimensions =
=\l /o)
- Facing | Ramping Helical Hole 3 MX 1y
EDP [tem Description Pitch Angle © i - max. Helical / | Rpm
Linear i Helical
025691 | 7702VRDO7WAO16R50 9 13.0 20 | 30 2,33 | 99000 o Interpolation
025693 | 7702VRDO7WA020R50 13 14.5 28 | 38 2,33 | 82500
030863 [7702VRDO7SA015R25 | 8 | 257 [ 18 | 28 | 2,33 105000
Flat
e (—')

Facing Pitch

Depth of Cut (ap)

A218 ‘Z KENNAMETAL www.kennametal.com
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7702VRD0O7

‘KKENNAMETAIZ Milling Inserts & Recommended Feeds

‘\‘u STELLRAM

"

RDET07-701 RDHWO7 M @
Application & Material Dimensions (mm) d I—I
S

Product
Roughing Semi-Finishing Finishing
v \AJ v
EDP Item Description Grade Depth of Cut (mm) d(cy| | S r | hmmin
ap max ap min - max ap min - max
- 0,30-1,30 0,10-0,50 2
034556 | RDET0702MOE-701 SP4019 - - ‘ “l 7,00 E 2,38 | 350 | 0,03 E
3
£
034557 ‘RDHWO?OZMOT ‘SP4019| - ‘ ‘ mEn | 7,00 ‘ - ‘ 2,38 ‘ 3,50 ‘ 0,07 5
*et B £

Machining Choice: ‘15‘ Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

7702VRDO07 Feeds f, (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.
0,03-0,05 | 0,03-0,05

[ - - - - [004-008 [ 004-008

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
0,05-0,12 | 0,05-0,10 - - 0,05-012 | 0,05-0,12 | 0,05-0,10 | 0,03-0,10 | 0,03-0,08

E-701 | SP4019 | Contouring
T | SP4019 [ Contouring [ 012-020 [ 012-018 [ - - [012-02 [012-02 [012-018 [ - ]

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A226.

www.kennametal.com ‘ZKENNAMETAE A219
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7702VRD10

Shoulder Milling Cutter

|
|

—»| D;* =

—»‘ d1 ‘47
Iy

Weldon Shank

‘4— Da*—»

Modular Head

|

Depth of Cut (ap)

A220

‘\‘QSTELLRAM” &= o & o
‘ I ‘ \) @ @ @
Product Dimensions (mm) Spares
Screw
- No. of . ;
EDP Item Description Da* L I1 dp ap max EDP EDP Tightening
p Teeth @ Nm
7702VRD10 Weldon Shank
025697 [7702VRDIOWAO20R70 | 20 [ 120 [ 70 | 20 [ 5 | 2 [022056] F3507T [015240] T15 | 2,10
025699 |7702VRDIOWAO25R70 | 25 | 126 | 70 | 25 | 5 | 2 |015269| F3508T | 015240 Ti5 | 2,10
Product Dimensions (mm) Spares
Screw
EDP Item Description Da* L M dy | apmax '#gég EDP @ EDP Tightening
Nm
7702VRD10 Modular Head
031238 [7702VRD10SA020R30 20 30 M10 | 105 5 2 022056 | F3507T [ 015240 T15 2,10
031290 |7702VRD10SA025R35 25 35 M12 | 125 5 3 | 015269 | F3508T | 015240 T15 2,10
031222 |7702VRD10SA030R35 30 35 M16 | 17,0 5 4 | 015269 | F3508T | 015240 | Ti5 2,10
031440 |7702VRD10SA032R35 32 35 M16 | 17,0 5 4 | 015269 | F3508T | 015240 | Ti5 2,10
031289 | 7702VRD10SA035R35 35 35 M16 | 17,0 5 5 | 015269 | F3508T | 015240 | Ti5 2,10
Note: For Cylindrical shanks extensions in high density alloy with through coolant refer to page A76.
Da* = Outside Diameter
7702VRD10 Technical Information (mm)
Product Dimensions =
EDP Item Description Facing | Ramping Helical Hole ap MAX 1 oy — .—
P Pitch | Angle® min. - max. Hj{';gg'/ RPM
ping Helical
025697 | 7702VRD10WA020R70 10 175 2 [ 38 3,33 | 74500 Inter:tlw(l::tion
025699 | 7702VRD10WA025R70 15 10.7 2 | 4 3,33 | 60500
031238 | 7702VRD10SA020R30 10 175 22 38 3,33 | 74500
031290 |7702VRD10SA025R35 15 10.7 32 48 3,33 | 60500 Hlat
031222 | 7702VRD10SA030R35 20 155 42 58 3,33 | 52500
031440 |7702VRD10SA032R35 22 14.0 46 62 3,33 | 50000
031289 | 7702VRD10SA035R35 25 10.7 52 68 3,33 | 47000 Facing itch
-acing Pitcl

‘ZKENNAMETAE
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KZKENNAMETAIZ

00

7702VRD10
Milling Inserts & Recommended Feeds

‘\‘u STELLRAM

24

N3

O

RDET10-701 RDHW10
Product Application & Material Dimensions (mm) d I—I
S
Roughing Semi-Finishing Finishing
v \AJ \AAJ
EDP Item Description Grade Depth of Cut (mm) d@cy| | S r [ hmmin
ap max ap min - max ap min - max o
2,50% 0,40 - 2,00 0,10 - 0,80 =
034558 | RDET1003MOE-701 SP4019 - ’ “l 10,00 3,18 | 5,00 | 0,05 E
| : | X 5
2
034559 ‘RDHWlOOSMOT ‘SP4019| ‘ ‘ [ ] | |10,00‘ - ‘ 3,18 ‘ 5,00 ‘ 0,12 S
4 | M ¢ 5
Machining Choice: Q 1t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.
* Max. recommended ap = 2,5mm (depending on the application)
7702VRD10 Feeds f; (mm/tooth)
a EES
2 15 B3 83 D
O] o »hx
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
E-701 | SP4019 | Contouring | 0,07-015 | 0,07-012 0,07-0415 [ 007-015 [ 012-010 [ 005-012 | 005-0.0 0,04-007 [ 004-007
T [ SP4019 [ Contouring | 0,18-028 | 0,18-025 | | 018-0,28 [ 0,18-0,28 | 0,18-0,25 | | | ] 0,06-0,10 | 0,06-0,10
Note: HTA = High Temperature Alloys
Speed recommendations can be found on page A226.
www.kennametal.com ‘ZKENNAMETAL A221
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7702VRD12 & 7712VRD12
Copy/Contour Milling Cutter

—»| D |

Weldon Shank

}4— Dy —»

Shell Mill Fixation

%—D;—»

Modular Head

Depth of Cut (ap)

A222

‘\’QSTELLRAM" | o P
‘ ‘ \)@@ @
Product Dimensions (mm) Spares
Screw
- No. of . h
EDP Item Description Da* L Ih dp ap max EDP i EDP Tightening
p Teeth a@ Nm
7702VRD12 Weldon Shank
025703 [7702VRDI2WA025R70 [ 25 | 126 | 70 [ 25 [ 6 | 2 015269 | F3508T [015240[ T15 | 210
025705 |7702VRDI2WAO32R70 | 32 | 130 | 70 | 32 | 6 | 3 015269 | F3508T |015240| T15 | 210
7712VRD12 Shell Mill Fixation
029054 |7712VRD12-A052R 52 55 - 22 6 5 [015269 | F3508T [015240 [ T15 2,10
029055 | 7712VRD12-A066R 66 55 - 27 6 6 | 015269 | F3508T | 015240 | T15 2,10
029056 | 7712VRD12-A080R 80 55 - 27 6 7 | 015269 | F3508T | 015240 | T15 2,10

Da* = Outside Diameter

The cutter series 7702VRD is a without a anti-rotation pocket, which allows a maximum number of insert indexing according
to the axial depth of cut (ap) requirement.

This is an advantage when the cutter is used for semi-finishing and finishing with low axial depth of cut (ap).

Product Dimensions (mm) Spares
Screw
EDP Item Description Da* L M dp | apmax ’#gét?]f EDP ﬂﬂ EDP Tightening
Nm
7712VRD12 Modular Head
031383 [7712VRD12SA035R35 | 35 | 35 [ M16 | 170 | 6 | 3 022056 F3507T [015240] T15 | 2,10

Note: For Cylindrical shank extensions in high density alloy with through coolant refer to page A76.

Da* = Outside Diameter

The 7712VRD series with anti-rotation pocket ensures a precise number indexes per insert.

This unique patented pocket design prevents the inserts from rotating in the pocket during heavy feed machining and
unstable conditions.

The insert for the 7712VRD12 cutter is 6 times indexable.

7702VRD12 & 7712VRD12 Technical Information (mm)

Product Dimensions =
=R\ BVE
. . ap max
i Facing Ramping Helical Hole P Max ]
EDP Item Description Pitch Angle © iR, < Max. Hj!]lg:lr/ RPM
Ramping Helical
025703 | 7702VRD12WA025R70 13 16,50 28 | 48 4,00 [ 50000 Interpolation
025705 | 7702VRD12WA032R70 20 12,00 42 | 62 4,00 | 40000
029054 |7712VRD12-A052R 40 5,00 82 102 4,00 [ 28500
029055 |7712VRD12-A066R 54 3,70 110 130 4,00 | 24500 IRE
029056 | 7712VRD12-A080R 68 2,80 138 158 4,00 | 21500 - E——
031383 [7712VRD12SA035R35 | 23 | 1860 | 48 [ 68 | 400 [ 37500
Facing Pitch
KZKENNAMETAL www.kennametal.com
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KZ 7702VRD12 & 7712VRD12
KENNAMETAL Milling Inserts & Recommended Feeds
‘\EQSTELLRAM"
RDET12-701 RDMW12 RDMW12-20 RDHW12-20 @ @
Product Application & Material Dimensions (mm) d I_I
S
Roughing Semi-Finishing Finishing
v \AJ \AAS
EDP Item Description Grade Depth of Cut (mm) d@cy | | S r | hmmin
ap max ap min - max ap min - max
3,50% 0,50 - 2,50 0,10-0,80 %’
=
034560 | RDET12T3MOE-701-X6 |SP4019 - - ‘ “l 12,00 - 3,97 | 6,00 | 0,05 5
[=]
031524 | RDMW12T3MOT-X6 SP5419 - ] - 12,00 - 3,97 | 6,00 | 0,15 §
034562 | RDHW12T3MOT-X6 | SP4019 . (1Y 1) momd  |1200] - |397|600| 015
031523 | RDMW12T3MOT-20-X6 | SP5419 ° - - 12,001 - | 397600 020
031519 |RDHW12T3MOT-20-X6 | SP5419 u - - 12,00 - 3,97 | 6,00 | 0,20
034561 | RDHW12T3MO0T-20-X6 | SP4019 ‘ “ - - 12,00 - 3,97 | 6,00 | 0,20

Machining Choice: 0 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

* Max. recommended ap = 3,5mm (depending on the application)
RDMW12T3MOT-20-X6 and RDHW12T3MOT-20-X6 are for heavy roughing applications.

7702VRD12 & 7712VRD12 Feeds f, (mm/tooth)

i
- @ 52,
g 2 s 3 =8 g2
5 5 s =@ g0 c8
8 S 2 @@ 3T
O] o o
Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.
E-701-X6 | SP4019 | Contouring | 0,07-020 | 007-0,18 - - 007-020 | 0,07-020 | 0,07-0,18 | 005-0,14 | 005-0.12 - - - - 004-008 | 0,04-008
ROMW...| sps419 | Contouring | 020-032 | 020-030
ROFW..| sPao1 | Contouring | 0.20-030 | 0.20-028 - - 020-030 | 020-030 | 020-025 - - - - - - 010-012 | 010-012
RO | SP5419 | Contouring | 030-045 | 030-042
RDHW... .
T-20-x6 | SP5419 | Contouring | 030-045 | 030-042
R | SP4019 | Contouring | 0.30-042 | 030-040 - - 030-045 | 030-045 | 030-042 - - - - - - 010-014 | 010-014

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A226.
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7702VRD16 & 7712VRD16 KZ :
Copy/Contour Milling Cutter KENNAMETAL

Contour Mills

‘\’g STELLRAM

SEEEEEOT

4" d 1 ‘47

Product Dimensions (mm) Spares
Screw
- No. of 1 i
L EDP Item Description Da* L Ih dp ap max EDP i EDP Tightening
p Teeth a@ Nm
7702VRD16 Weldon Shank
I 025709 [7702VRD16WAO32R70 [ 32 [ 130 | 70 [ 32 [ 8 | 2 [015270 | F4011T [015241[ T20 | 310
7712VRD16 Shell Mill Fixation
029057 | 7712VRD16-A052R 52 55 - 22 8 4 015270 | F4011T | 015241 | T20 3,10
029058 | 7712VRD16-A066R 66 55 - 27 8 5 015270 | F4011T | 015241 | T20 3,10
*‘ Da* ‘* 029059 | 7712VRD16-A080R 80 55 - 27 8 6 015270 | F4011T | 015241 | T20 3,10
029060 | 7712VRD16-A100R 100 55 - 32 8 7 015270 | F4011T | 015241 | T20 3,10
Weldon Shank
Da* = Outside Diameter
ﬂ d ‘¢ The cutter series 7702VRD is a without a anti-rotation pocket, which allows a maximum number of insert indexing according
1 to the axial depth of cut (ap) requirement.
This is an advantage when the cutter is used for semi-finishing and finishing with low axial depth of cut (ap).
H
Product Dimensions (mm) Spares
Screw
-~ No. of : ;
EDP Item Description Da* L M di ap max EDP p EDP Tightening
P Teeth a@n Nm
*
< Da* ——»f 7712VRD16 Modular Head
o 031300 [7712VRD16SA032R43 | 32 | 43 [ w16 | 170 | 8 | 2 Jo015270] F4011T [015241] T20 | 3,10
Shell Mill Fixation
Note: For Cylindrical shank extensions in high density alloy with through coolant refer to page A76.
»‘ M ‘« Dga* = Outside Diameter
The 7712VRD series with anti-rotation pocket ensures a precise number indexes per insert.
d This unique patented pocket design prevents the inserts from rotating in the pocket during heavy feed machining and
1> - unstable conditions.
T The insert for the 7712VRD16 cutter is 8 times indexable.
L
[«— D*—»
Modular Head
7702VRD16 & 7712VRD16 Technical Information (mm)
Product Dimensions =
I @
it Facing | Ramping Helical Hole ap MaX 1 pax —
EDP Item Description Pitch Angle © min. - max. Helical / | rpm
Linear i Helical
025709 | 7702VRD16WAO32R70 16 17.50 3 | 62 533 | 34000 " Interpolation
029057 |7712VRD16-A052R 36 5.20 74 102 533 22500
029058 | 7712VRD16-A066R 50 4.10 102 130 5,33 19000
029059 | 7712VRD16-A080R 64 3.35 130 158 5,33 17000 Flat
029060 |7712VRD16-A100R 84 2.65 170 198 5,33 14500 P E—
Iap 031300 [7712VRD16SA032R43 [ 16 | 108 [ 3 | 62 | 533 [ 34000
Facing Pitch

Depth of Cut (ap)

A224 KZKENNAMETN: www.kennametal.com
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KZ 7702VRD16 & 7712VRD16
KENNAMETAL Milling Inserts & Recommended Feeds
‘\gg STELLRAM
RDET16-701 RDMW16-T RDHW16-T RDMW16-30 RDHW16-30 @
Product Application & Material Dimensions (mm) d ITI
Roughing Semi-Finishing Finishing
v \A/ v
EDP Item Description Grade Depth of Cut (mm) d@cy | | S r | hmmin
ap max ap min - max ap min - max
5,00 0,50 - 2,50 0,10 - 0,80 =
=
034563 | RDET1604MOE-701-X8 | SP4019 - - ‘ “- 16,00 - | 4,76 | 800 | 0,05 5
[=]
=]
031521 | RDMW1604MOT-X8 SP5419 - ° - 16,00 - | 476 | 800 | 0,15 §
031653 | RDHW1604MOT-X8 SP5419 - [ - 16,00 - | 476 | 800 | 0,15
034565 | RDHW1604MOT-X8 SP4019 - (XY X momd  |1600] - |476[800| 015
031522 | RDMW1604MO0T-30-X8 | SP5419 Q - - 16,00 - | 4,76 | 800 | 0,30
031520 | RDHW1604MOT-30-X8 | SP5419 [ ] - - 16,00 - | 4,76 | 800 | 0,30
034564 | RDHW1604MOT-30-X8 | SP4019 ° Q - - 16,00 - | 4,76 | 8,00 | 0,30

Machining Choice: 0 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

* Max. recommended ap = 5mm (depending on the application)
RDMW1604MOT-30-X8 and RDHW1604MOT-30-X8 are for heavy roughing applications.

7702VRD16 & 7712VRD16 Feeds f, (mm/tooth)

i
5 2 3T
= 5 8% | £3 | 28
E < g =0 @ £8
D (O} =3 [ o
O} o o
Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max.
E-701-X8 | SP4019 | Contouring | 0,07-022 | 007-020 - - 007-022 | 007-022 | 0,07-020 | 005-020 | 0,05-018 - - - - 004-008 | 0,04-008
ROV | SP5419 | Contouring | 025-045 | 025-042
ROHW..| sPsa1o | Contouring | 0.25-045 | 0.25-042
R'%_H;’SV'" SP4019 | Contouring | 0,25-0,40 | 0,25-0,38 . . 025-042 | 025-042 | 025-038 . . . . . . 010-015 | 0,10-0,15
R | SP5419 | Contouring | 045-070 | 042-060
RO | sPsa1o | Contouring | 045-070 | 042-060
RO | sPao1 | Contouring | 0.42-085 | 040-080 - - 045-060 | 045-060 | 0,42-055

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A226.
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7702VRD & 7712VRD Series
Recommended Speeds

‘ZKENNAMETAII

Contour Mills

‘\gu STELLRAM

Speed Vv (m/min)

7702VRD & 7712VRD
Series

Wear Resistance

Speed min. - max.

Coolant Recommendation
Recommended @ Possible ®

Rm and

ISO | Materials Hardness

PVD PVD
Standard Standard

SP5419 O ® SP4019

<600 N/mm?
<180 HBN
<950 N/mm?
<280 HBN

115 - 205 140 - 315

105 - 185 120 - 275

700-950 N/mm?
200-280 HBN
950-1200 N/mm2
280-355 HBN

Alloyed
Steel

90 - 160 105 - 245

70-120 80 - 190

1200-1400 N/mm?
355-415 HBN

45 - 80 ([ 50-120

Austenitic + Ferritic

Stainless 300 series
Steel Martensitic

400 series

Refractory
PH.

PH Stainless

Grey
GG-Ft

Spheroidal-Ductile
GGG-FGS
Malleable
GTS - MN/MP

145 - 330

[ ] 115 - 255

105 - 235

Aluminium & Alloys
< 16% Si 116 HBN

Aluminium + Silicon
>16% Si 92 HBN

400 - 2895

295 - 2320

Iron Based

Cobalt Based

Nickel Based

Titanium Based

Hard Steel
>1400 N/mm?
>415 HBN

Chilled Cast Iron
>1400 N/mm?

50 - 100

> 400 HBN

40-90

‘ZKENNAMETAE www.kennametal.com
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KZ @ 7702VRD & 7712VRD Series
KENNAMETAL Technical Information

E\BQSTELLRAM”

7702VRD & 7712VRD Technical Information

Working Diameter:

Formula to evaluate the correct working diameter
based on axial depth of cut (ap).

| L
r—- ap D, = D,+2 x r-(r-a) %
? w 2 p g
- g
<—D2» g
Dw where: D, = Working Diameter ©
D, = Diameter of cutter insert centre to centre
r = Insert radius
a = Axial Depth of Cut

7702VRD & 7712VRD Technical Information

Formula to find programmed feed rate based on radial engagement and

axial depth of cut. "
Vr -(rr- ae) ) Vr -(rr- ap)

f,=

where:

f, = Feed per tooth a. = Radial Depth of Cut

hm= Average chip thickness ap = Axial Depth of Cut

r = Insert radius Formula to calculate the average chip thickness hm in relation with radial

engagement and depth of cut.

hm = f; X

Vees) Vel

Simplified formulas to evaluate hm and fz based on radial engagement or depth of cut.

Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f;) h, = Average chip thickness Formula: Average Chip Thickness (hy)
a, = Depth of cut

p
f=hy x 4 / : f, = Feed per tooth hy =1, x ap
d

p d = Insert diameter

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f5) hn, = Average chip thickness Formula: Average Chip Thickness (hpy)
a. = Radial engagement

f,=hm x 4/_9 f, = Feed per tooth ho =1, x ae
a d = Cutter diameter d

e

www.kennametal.com ‘ZKENNAMETN: A227
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7702VRD & 7712VRD Series KZ :
Technical Information KENNAMETAL

‘\’q STELLRAM

With round inserts, the thickness of the chip varies depending on the axial depth of cut.
For best tool-life it is important to maintain the proper chip thickness as shown below.

Inserts RD..0702...

n
E Dimensions (mm)
5 Inserts Insert ap hm hm fz fz
k=] Geometry Size Axial d.o.c. min. max. min. max.
g 7,00 0,10 0,02 0,06 0,17 0,50
© 7,00 0,25 0,02 0,06 0,11 0,32
7,00 0,50 0,02 0,06 0,07 0,22
E-701 7,00 0,75 0,02 0,06 0,06 0,18
7,00 1,00 0,02 0,06 0,05 0,16
7,00 1,25 0,02 0,06 0,05 0,4
7,00 1,30 0,02 0,06 0,05 0,14
7,00 0,10 0,05 0,08 0,42 0,67
7,00 0,25 0,05 0,08 0,26 042
7,00 0,50 0,05 0,08 0,19 0,30
T 7,00 0,75 0,05 0,08 0,15 0,24
7,00 1,00 0,05 0,08 0,13 0,21
7,00 1,25 0,05 0,08 0,12 0,19
7,00 1,30 0,05 0,08 0,12 0,19
With round inserts, the thickness of the chip varies depending on the axial depth of cut.
For best tool-life it is important to maintain the proper chip thickness as shown below.
Inserts RD..1003..
Dimensions (mm)
Inserts Insert ap hm hm fz fz
Geometry Size Axial d.o.c. min. max. min. max.
10,00 0,10 0,04 0,07 0,40 0,70
10,00 0,25 0,04 0,07 0,25 0,44
10,00 0,50 0,04 0,07 0,18 0,31
10,00 0,75 0,04 0,07 0,15 0,26
10,00 1,00 0,04 0,07 0,13 0,22
E-701 10,00 1,25 0,04 0,07 0,11 0,20
10,00 1,50 0,04 0,07 0,10 0,18
10,00 1,75 0,04 0,07 0,10 0,17
10,00 2,00 0,04 0,07 0,09 0,16
10,00 2,25 0,04 0,07 0,08 0,15
10,00 2,50 0,04 0,07 0,08 0,14
10,00 0,10 0,10 0,15 1,00 1,50
10,00 0,25 0,10 0,15 0,63 0,95
10,00 0,50 0,10 0,15 0,45 0,67
10,00 0,75 0,10 0,15 0,37 0,55
10,00 1,00 0,10 0,15 0,32 0,47
T 10,00 1,25 0,10 0,15 0,28 0,42
10,00 1,50 0,10 0,15 0,26 0,39
10,00 1,75 0,10 0,15 0,24 0,36
10,00 2,00 0,10 0,15 0,22 0,34
10,00 2,25 0,10 0,15 0,21 0,32
10,00 2,50 0,10 0,15 0,20 0,30
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With round inserts, the thickness of the chip varies depending on the axial depth of cut.
For best tool-life it is improtant to maintain the proper chip thickness as shown below.

Inserts RD..12T3..

7]
Dimensions (mm) E
Inserts Insert ap hm hm fz fz 5
Geometry Size Axial d.o.c. min. max. min. max. 2
12,00 0,25 0,04 0,09 0,28 0,62 g
12,00 0,50 0,04 0,09 0,20 0,44 o
12,00 0,75 0,04 0,09 0,16 0,36
12,00 1,00 0,04 0,09 0,14 0,31
12,00 1,25 0,04 0,09 0,12 0,28
E-701-X6 12,00 1,50 0,04 0,09 0,11 0,25
12,00 1,75 0,04 0,09 0,10 0,24
12,00 2,00 0,04 0,09 0,10 0,22
12,00 2,50 0,04 0,09 0,09 0,20
12,00 3,00 0,04 0,09 0,08 0,18
12,00 3,50 0,04 0,09 0,07 0,17
12,00 0,25 0,13 0,18 0,90 1,25
12,00 0,50 0,13 0,18 0,64 0,88
12,00 0,75 0,13 0,18 0,52 0,72
12,00 1,00 0,13 0,18 0,45 0,62
12,00 1,25 0,13 0,18 0,40 0,56
T-X6 12,00 1,50 0,13 0,18 0,37 0,51
12,00 1,75 0,13 0,18 0,34 0,47
12,00 2,00 0,13 0,18 0,32 0,44
12,00 2,50 0,13 0,18 0,28 0,39
12,00 3,00 0,13 0,18 0,26 0,36
12,00 3,50 0,13 0,18 024 0,33
12,00 0,25 0,18 0,22 1,25 1,52
12,00 0,50 0,18 0,22 0,88 1,08
12,00 0,75 0,18 0,22 0,72 0,88
12,00 1,00 0,18 0,22 0,62 0,76
12,00 1,25 0,18 0,22 0,56 0,68
T-20-X6 12,00 1,50 0,18 0,22 0,51 0,62
12,00 1,75 0,18 0,22 0,47 0,58
12,00 2,00 0,18 0,22 0,44 0,54
12,00 2,50 0,18 0,22 0,39 0,48
12,00 3,00 0,18 0,22 0,36 0,44
12,00 3,50 0,18 0,22 0,33 0,41
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With round inserts, the thickness of the chip varies depending on the axial depth of cut.
For best tool-life it is important to maintain the proper chip thickness as shown below.

Inserts RD..1604..

(7]
E Dimensions (mm)
= Inserts Insert ap hm hm fz fz
k=] Geometry Size Axial d.o.c. min. max. min. max.
5 16,00 0,25 0,04 0,10 0,32 0,80
bl 16,00 0,50 0,04 0,10 0,23 0,57
16,00 0,75 0,04 0,10 0,18 0,46
16,00 1,00 0,04 0,10 0,16 0,40
16,00 1,25 0,04 0,10 0,14 0,36
16,00 1,50 0,04 0,10 0,13 0,33
16,00 1,75 0,04 0,10 0,12 0,30
E-701-X8 16,00 2,00 0,04 0,10 0,11 0,28
16,00 2,50 0,04 0,10 0,10 0,25
16,00 3,00 0,04 0,10 0,09 0,23
16,00 3,50 0,04 0,10 0,09 0,21
16,00 4,00 0,04 0,10 0,08 0,20
16,00 4,50 0,04 0,10 0,08 0,19
16,00 5,00 0,04 0,10 0,07 0,18
16,00 0,25 0,14 0,20 112 1,60
16,00 0,50 0,14 0,20 0,79 1,13
16,00 0,75 0,14 0,20 0,65 0,92
16,00 1,00 0,14 0,20 0,56 0,80
16,00 1,25 0,14 0,20 0,50 0,72
16,00 1,50 0,14 0,20 0,46 0,65
X8 16,00 1,75 0,14 0,20 0,42 0,60
16,00 2,00 0,14 0,20 0,40 0,57
16,00 2,50 0,14 0,20 0,35 0,51
16,00 3,00 0,14 0,20 0,32 0,46
16,00 3,50 0,14 0,20 0,30 0,43
16,00 4,00 0,14 0,20 0,28 0,40
16,00 4,50 0,14 0,20 0,26 0,38
16,00 5,00 0,14 0,20 0,25 0,36
16,00 0,25 0,25 0,30 2,00 2,40
16,00 0,50 0,25 0,30 141 1,70
16,00 0,75 0,25 0,30 1,15 1,39
16,00 1,00 0,25 0,30 1,00 1,20
16,00 1,25 0,25 0,30 0,89 1,07
16,00 1,50 0,25 0,30 0,82 0,98
16,00 1,75 0,25 0,30 0,76 0,91
T-30-x8 16,00 2,00 0,25 0,30 0,71 0,85
16,00 2,50 0,25 0,30 0,63 0,76
16,00 3,00 0,25 0,30 0,58 0,69
16,00 3,50 0,25 0,30 0,53 0,64
16,00 4,00 0,25 0,30 0,50 0,60
16,00 4,50 0,25 0,30 0,47 0,57
16,00 5,00 0,25 0,30 0,45 0,54
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KENNAMETAL Copy / Contour Milling Cutter

Facing Copy /3D Ramping Spiral/ Circular Helical Helical Pocketing
Interpolation  Interpolation
with Bore Hole

T =, 5, =, &
2§BQSTELLRAM = iéj i@ @ @

ROUND INSERT MILLING CUTTERS WITH INDEXATION 7710VRD20
The 7710VRD cutter series is excellent for heavy roughing and semi-finishing of all
materials. Specifically for Stainless Steels, High Temperature Alloys as well as for 7710VRD20:
Unalloyed Steel, Alloyed Steel and Cast Iron. Maximum a, = 10mm

Diameter Range = 63 to 160mm
This cutter design is perfectly suited for face milling forgings where material allowance Note: Larger diameter Shell Mill Fixation
is unpredictable. cutters with interchangeable cartridges are

available. Please see page A156.
The 7710VRD cutter series with anti-rotation ensures a precise number of indexes
per insert.

This unique patented pocket design prevents the inserts from rotating in the pocket, during
heavy feed machining and unstable conditions.

This 20mm insert size is 8 times indexable that gives a maximum possible usage of the
available edges.
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Copy / Contour Milling Cutter KENNAMETAL

Contour Mills

\’g STELLRAM

-
AP

) [=Aaj=

T Product Dimensions (mm) Spares
H
¢ Effe%tive ap No. of Screw
- . ) . "
EDP Item Description Da’ Cutling H 11 dl max | Teeth EDP EDP T|gr’1\§erzr?|ng
Diameter
« o> 7710VRD20 Shell Mill Fixati
« Dyl ell Mill Fixation
031443 | 7710VRD20-A063Z4R 63 43 40 40 22 10 4
N Eivati 031444 | 7710VRD20-A080Z5R 80 60 50 50 27 10 5
=iell (Il e 031445 | 7710VRD20-A100Z6R 100 80 5 | 50 | 32 10 6 029640 | D6014T | 015241 | T20 10,50
031446 | 7710VRD20-A125Z7R 125 105 63 63 40 10 7
031447 | 7710VRD20-160Z08R 160 140 63 | 63 | 40 10 8
D = Effective Diameter (Axis) from Insert centreline to centreline
Da* = Outside Diameter
7710VRD20 Technical Information (mm)
Product Dimensions =
A\l 7o
- Facing | Ramping Helical Hole 8p Max | pjay
EDP Item Description Pitch Angle ° min. - max. thcal ' RPM
Linear i Helical
031443 | 7710VRD20-A063Z4R 43 8.30 88 124 6,60 14850 o Interpolation
031444 | 7710VRD20-A080Z5R 60 5.40 122 158 6,60 18500
031445 | 7710VRD20-A100Z6R 80 3.80 162 198 6,60 16000
B 031446 | 7710VRD20-A125Z7R 105 2.80 212 248 6,60 14000 Flat
031447 | 7710VRD20-160Z08R 140 2.20 282 318 6,60 12100
ap
- Facing Pitch
D—|
Da*—!

Depth of Cut (ap)
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KENNAMETAL Milling Inserts & Recommended Feeds
‘\BQSTELLRAM"
RDHT20-42-X8 RDHW20-E-X8 RDHW20-S-X8 RDHW20-25-X8 @
Product Application & Material Dimensions (mm) d L?J
Roughing Semi-Finishing Finishing
v vy vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ap max ap min. - max. ap min. - max.
10,0* 1,0-3,0 02-10 2
029310 | RDHT2006MOE-42-X8 | X500 [ ] - 2000 - |635[10,00| 0,08 §
[=]
031533 | RDHT2006MOE-42-X8 | SP6519 ° ° - 2000 - |635[10,00] 0,08 *g
(&)
029309 | RDHW2006MOE-X8 ‘xsoo | ‘ ° o‘ ‘ - |zo,oo‘ ‘6,35 ‘10,00‘ 0,10
031661 | RDHW2006M0S-X8 X500 0 mnm 2000 - |6.35(10.00| 0,15
031662 | RDHW2006M0S-X8 SP6519 mnm Q 0 - 2000 - |6.35[10.00| 0,15
031660 | RDHW2006M0S-25-X8 | X500 eoe 2000 - |635[10,00] 0,25
031576 | RDHW2006M0S-25-X8 | SP6519 e - - 2000| - | 6351000 025

Machining Choice: ‘ 1%t Choice ® 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Max. recommended ap = 7,5mm (depending on the application)

INSERT APPLICATION NOTES:

RDHW2006MOE-X8 X500 should be your first choice for medium roughing application when machining Titanium without heavy scale.
RDHW2006M0S-X8 SP6519 should be used when machining Stainless Steel with heavy scale.

RDHW2006M0S-X8 X500 should be used when machining High Temperature Alloys with heavy scale.

RDHT2006MOE-42-X8 should be used when the machine tool has low power available and when the conditions are stable.
RDHW2006M0S-25-X8 should be used for heavy duty applications.

7710VRD20 Feeds f; (mm/tooth)

T T

- 2 5%

S g &8 | =8 | g$

2 E g =0 50 8

5] 5} 2 @ =]

o o hx

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max.

E-42-X8| X500 Facing - - 0,15-0,35 | 0,15-0,30 - - - - - 012-0,25(0,12-0,25|0,12-0,25 | 0,12-0,30
E-42-X8| SP6519 Facing - - 0,15-0,35 [ 0,15-0,28 - - - - - 0,12-0,25 | 0,12-0,25 | 0,12-0,25 | 0,12-0,30

[0,20-028]020-0,28]0,20-0,28]020-032 ]
[025-032]025-032[025-0,32]025-035

E-X8 | X500 | Facing [0,20-0,30]0,18-0,28 [ 0,20-0,40 | 0,20-0,30 [ 0,20-0,35 | 0,20-0,35 | 0,20-0,30 |
S-X8 | X500 | Facing [0,25-045[0,25-035]0,25-045[0,25-032]0,25-045 [ 0,25-045 [ 0,25-040 |

S-X8 | SP6519| Facing |025-045025-035] - | - |025-045]0.25-045]0.25-040 |
S-25-X8] X500 | Facing [035-060[035-050] - [ - [035-060[035-0,55]035-045 | - - 1T - 1 - ]
S-25-X8] SP6519 | Facing [ 035-055[035-045] - | - [035-055]035-050[035-040 | -1 -1 -1 -

Note: HTA = High Temperature Alloys

Note: Speed recommendations can be found on page A234.
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7710VRD20
Recommended Speeds ‘ZKENNAMETAII

‘\&7 STELLRAM

P

Speed V¢ (m/min)

Wear Resistance

7710VRD20 Series | - +
Speed min. - max.
Coolant Recommendation oW PVD
Recommended @ Possible ® X Grade Standard

Contour Mills

. Rm and \ \
ISO | Materials Hardness O ® X500 O ® SP6519
2
o 130-270 130-295
<950 N/mm? ® 14 ® L4
P 115 - 240 115 - 260
X 2
v 100- 210 100 - 230
— o | @ © e
Alloyed 950-1200 N/mm 75- 160 75-175
Steel 280-355 HBN
L 2
L ° 50 - 100 ° 50- 110
Aust;ggic + Feritic 115 - 250 115 - 270
series
Steel Martensitic © g © g
arens 100-220 105-235
series
PHStailess | Moo ° 50-110 ° 50- 120

Grey B R
GGt 120-280 140 - 295

Spheroidal-Ductile
GGG-FGS ® [ ] 105 - 205 ® [ ] 110 - 240

Malleable
GTS - MNIMP 95 - 170 100 - 220

Aluminium & Alloys
< 16% Si 116 HBN

Aluminium + Silicon
>16% Si 92 HBN

Iron Based 23-48 23-55

Cobalt Based 21-44 22-48

Nickel Based 24-51 25-55

Titanium Based 35-73 36-79

Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron

>1400 N/mm?

> 400 HBN
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7710VRD20 Technical Information

Working Diameter:

Formula to evaluate the correct working diameter
based on axial depth of cut (ap).

L
' =
r —» ap D, = D,+2 x r:-(r-a) 5
Y 2
D, ¢ 3
— —
2 where: D, = Working Diameter ©
<Dy D, = Diameter of cutter insert centre to centre
r = Insert radius
a = Axial Depth of Cut

7710VRD20 Technical Information

Formula to find programmed feed rate based on radial engagement and
axial depth of cut.

h
f, = m
Vrz-(r - ae)2 Vrz-(r - ap)2
X
where: r r
f, = Feed per tooth a. = Radial Depth of Cut
m= Average chip thickness ap = Axial Depth of Cut
r = Insert radius Formula to calculate the average chip thickness hm in relation with radial
engagement and depth of cut.
Vrz—(r -ag)’ Vrz—(r -ap)’
hm = f; x X
r r
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Technical Information KZKENNAMETAE

‘\&‘7 STELLRAM

Simplified formulas to evaluate hm and fz based on axial depth of cut (ap) or radial engagement (ae).

Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f) hn,, = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Depth of cut

P
f,=hy x A/ ;i f, = Feed per tooth hy =", x p

d = Insert diameter d

Contour Mills

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of dia.

Formula: Programme Feed Rate (f;) h, = Average chip thickness Formula: Average Chip Thickness (hy)
a, = Radial engagement

f,=hy x A / ; f, = Feed per tooth hy =f, x e

e d = Cutter diameter d

With round inserts, the thickness of the chip varies depending on the axial depth of cut (ap) and is related to the size of the cutting edge-preparation.
For best tool life it is important to maintain the proper chip thickness as shown below.
This chart calculates in relation with axial depth of cut (ap) only and not radial cut (ag).

RD..2006..insert

Insert Insert size ap d.o.c. hm (mm) fz (mm/2)

(mm) (mm) min. max. min. max.

20,00 1,00 0,08 0,18 0,36 0,80

20,00 2,00 0,08 0,18 0,25 0,57

20,00 3,00 0,08 0,18 0,21 0,46

20,00 4,00 0,08 0,18 0,18 0,40

RDHT2006MOE-42-X8 20,00 5,00 0,08 0,18 0,16 0,36
20,00 6,00 0,08 0,18 0,15 0,33

20,00 8,00 0,08 0,18 0,13 0,28

20,00 10,00 0,08 0,18 0,11 0,25

20,00 1,00 0,10 0,20 0,45 0,89

20,00 2,00 0,10 0,20 0,32 0,63

20,00 3,00 0,10 0,20 0,26 0,52

20,00 4,00 0,10 0,20 0,22 0,45

RDHW2006MOE-X8 20,00 5,00 0,10 0,20 0,20 0,40
20,00 6,00 0,10 0,20 0,18 0,37

20,00 8,00 0,10 0,20 0,16 0,32

20,00 10,00 0,10 0,20 0,14 0,28

20,00 2,00 0,15 0,25 0,47 0,79

20,00 3,00 0,15 0,25 0,39 0,65

20,00 4,00 0,15 0,25 0,34 0,56

RDHW2006M0S-X8 20,00 5,00 0,15 0,25 0,30 0,50
20,00 6,00 0,15 0,25 0,27 0,46

20,00 8,00 0,15 0,25 0,24 0,40

20,00 10,00 0,15 0,25 0,21 0,35

20,00 4,00 0,25 0,30 0,56 0,67

20,00 5,00 0,25 0,30 0,50 0,60

RDHW2006M0S-25-X8 20,00 6,00 0,25 0,30 0,46 0,55
20,00 8,00 0,25 0,30 0,40 0,47

20,00 10,00 0,25 0,30 0,35 0,42
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KZ @ 7713VR Series
KENNAMETAL Copy / Contour Milling Cutter
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Facing Copy /3D Ramping Spiral / Circular Helical Helical Pocketing
Interpolation  Interpolation
with Bore Hole
ROUND INSERT MILLING CUTTER WITH INDEXATION 7713VR
The 7713VR is our newest round insert cutter series. Designed with a new nickel plated
surface treatment that reduces the body degradation during high performance applications and 7713VR10:
enhances the body tool life. Maximum a, = 5mm

Diameter Range = 20 to 63mm
This cutter series has an anti-rotation design which ensures a precise number of indexes per

insert. This gives a maximum possible usage of the available edges for roughing applications.
7713VR12:

Maximum ap = 6mm

This unique patented pocket system prevents the inserts from rotating in the pocket, during )
Diameter Range = 25 to 80mm

heavy feed machining and unstable conditions.
This 7713VR cutter is excellent for roughing and semi-finishing of all materials, specifically

for Stainless Steel and High Temperature Alloys as well as for Steel, Tool Steel and
Aluminium Alloys.
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7713VR10
Copy / Contour Milling Cutter

4>‘ dl ‘47

—

#\ D
—p Da* —
Cylindrical Shank

4" d 1 ‘47

l«—— D —»!
« D' »

Shell Mill Fixation

|« D-»|
a— Da*

Modular Head

Jao
Depth of Cut (ap)

A238

KZKENNAMETAI:

< STELLRAM & o o
\ 3 —
[T &= Salalsl
— 1 ] ]
Product Dimensions (mm) Spares
D Screw
_ ) No. of ’ . f
EDP Item Description Da* | Effectve | UH | Iy | di | 2P EDP | EDP Tightening
Diameter max | Teeth @w Nm
7713VR10 Cylindrical Shank - Medium and Fine Pitch
033100 |7713VR10CA020Z2R40 20 10 180 | 40 20 5 2 031233 | D4007T | 031654 | TB15 3,10
033101 | 7713VR10CA025Z3R50 25 15 200 | 50 25 5 3 031233 | D4007T | 031654 | TB15 3,10
033102 | 7713VR10CA032Z3R70 32 22 250 | 70 32 5 3 015260 | D4008T | 031654 | TB15 3,10
033103 | 7713VR10CA032Z4R70 32 22 250 | 70 32 5 4 015260 | D4008T | 031654 | TB15 3,10
7713VR10 Shell Mill Fixation - Medium and Fine Pitch
033104 | 7713VR10-A040Z05R 40 30 40 16 5 5 015260 | D4008T | 031654 | TB15 3,10
033105 | 7713VR10-A042Z06R 42 32 40 16 5 6 018481 | D4006T | 031654 | TB15 3,10
033106 | 7713VR10-A050Z06R 50 40 40 22 5 6 015260 | D4008T | 031654 | TB15 3,10
033107 | 7713VR10-A050Z07R 50 40 40 22 5 7 015260 | D4008T | 031654 | TB15 3,10
033108 | 7713VR10-A063Z08R 63 53 40 22 5 8 015260 | D4008T | 031654 | TB15 3,10
D = Effective Diameter (Axis) from Insert centreline to centreline
Da* = Outside Diameter
Product Dimensions (mm) Spares
D Screw
EDP Item Description Da* | Effecve | L | M | di | 2P "\Il'gét?\f EDP M EDP Tightening
Diameter Nm
7713VR10 Modular Head - Medium and Fine Pitch
033109 | 7713VR10SA020Z2R25 20 10 25 | M10 | 10.5 5 2 031233 | D4007T | 031654 | TB15 3,10
033110 | 7713VR10SA025Z2R35 25 15 35 | M12 | 125 5 2 031233 | D4007T | 031654 | TB15 3,10
033111 | 7713VR10SA025Z3R35 25 15 35 | M12 | 125 5 3 031233 | D4007T | 031654 | TB15 3,10
033112 | 7713VR10SA032Z3R35 32 22 35 | M16 | 17.0 5 3 015260 | D4008T | 031654 | TB15 3,10
033113 | 7713VR10SA032Z4R35 32 22 35 | M16 | 17.0 5 4 015260 | D4008T | 031654 | TB15 3,10
033114 | 7713VR10SA035Z5R35 35 25 35 | M16 |17.00] 5 5 031233 | D4007T | 031654 | TB15 3,10
D = Effective Diameter (Axis) from Insert centreline to centreline
Da* = Outside Diameter
Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.
The 7713VR10 series with anti-rotation pocket ensures a precise number of indexes per insert.
This unique patented pocket design prevents the inserts from rotating in the pocket during heavy feed
machining and unstable conditions.
7713VR10 Technical Information (mm)
Product Dimensions =
=\ /o)
- Facing | Ramping Helical Hole 8p M 1 pax —
EDP Item Description Pitch Angle © min. - max. Helical /| rpm
Linear :
033100 7713VR10CA02022R40 | 10 1.89 2 B 333 | 64500 L
033101 | 7713VR10CA025Z3R50 15 5.22 32 48 3,33 53500
033102 | 7713VR10CA032Z3R70 22 8.64 46 62 3,33 53500
033103 | 7713VR10CA032Z4R70 22 8.64 46 62 3,33 53500 Flat
033104 | 7713VR10-A040Z05R 30 7.8 62 78 3,33 [ 47000 @
033105 7713VR10-A042Z06R 32 6.71 66 82 3,33 39500
033106 7713VR10-A050Z06R 40 5.22 82 98 3,33 39500 Facing Pitch
033107 7713VR10-A050Z07R 40 5.31 82 98 3,33 39500
033108 7713VR10-A063Z08R 53 3.79 108 124 3,33 34000
033109 | 7713VR10SA020Z2R25 10 1.89 22 38 3,33 64000
033110 | 7713VR10SA025Z2R35 15 5.22 32 48 3,33 64000
033111 | 7713VR10SA025Z3R35 15 5.22 32 48 3,33 64000
033112 | 7713VR10SA032Z3R35 22 8.64 46 62 3,33 64000
033113 | 7713VR10SA032Z4R35 22 8.64 46 62 3,33 53500
033114 |  7713VR10SA035Z5R35 25 7.20 52 68 3,33 53500
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KZ 7713VR10
KENNAMETAL Milling Inserts & Recommended Feeds
‘\:)QSTELLRAM"
RPEX10-701 RPHT10-421 RPMT10-41 RPHT10-422 RPHT10-T RPMW10-T @
Product Application & Material Dimensions (mm) d
Roughing Semi-Finishing Finishing s
v vV \AA
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ap max ap min. - max. ap min. - max.
5,00* 1,00-2,0 0,20-1,00 2
034546 | RPEX10T3MOF-701-X4 | SP4019 m = IQ 1000 - |397|500| 002 §
[=]
030456 | RPEX10T3MOF-701-X4 | GH1 0 ¢ Q 1000 - |397|500| 002 =
3
034545 | RPEX10T3MOE-701-X4 ‘SP6519| ‘ - ‘ m |10,00‘ ‘ 397 ‘ 5,00 ‘ 0,02
030449 | RPHT10T3MOE-421-X4 | X500 - ° - 1000 - |397 |500| 004
030410 | RPHT10T3MOE-421-X4 | X700 - - ° 1000| - |397|500| 004
030452 | RPMT10T3MOE-41-X4 | X500 - - 1000 - |397 |500| 004
031539 | RPMT10T3MOE-41-X4 | SP6519 - - Ence 1000| - |397 |500| 004
030451 | RPMT10T3MOE-41-X4 | MP91M - = ° ‘ 1000| - |397|500| 004
030697 | RPHT10T3MOE422-X4 | X500 ¢ O 1000| - |397 500 003
030767 | RPHT10T3MOE-422-X4 | X700 ° 1000 - |397 |500| 003
030862 | RPHT10T3MOE-422-X4 |SP6519| ® om | o om Q ®m [1000| - |397 500 003
030329 | RPHT10T3MOT-X4 X500 = m - 1000| - |397 |500| 008
031555 | RPHT10T3MOT-X4 SPE519 (1Y ) (1Y ) ; 1000| - |397 500/ 008
osoass [RPwwioTavorxe  [xso0 | @0 4 | 40 4 | . 1000 - | 397|500 013

Machining Choice: ‘ 1% Choice M 2" Choice @ 3" Choice | Material Guide Key descriptions found on page A5.

RPMW10T3MOT-X4 X500 is recommended for materials with heavy scale.
*Max. recommended ap = 2,5mm (depending on the application)

7713VR10 Feeds f, (mm/tooth)

i
5 2 5%,
g g % s & = s
£ I = s H 23
s | & g = @ 55
O] O n o
Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
F-701-X4 | SP4019 | Contouring - - - - - - - 0,02-0,10 | 0,02-0,08 | 0,02-0,07 | 002-0,07 | 003-008 | 0,03-009
F-701-X4| GH1 | Contouring - - - - - - - 0,02-0,10 | 0,02-0,08 - - - - -
E-701-X4[SP6519 [ Contouring [ - [ - [ - [ - [ - [ - [ - [ - T - To002-007]002-007 [ 003-008 [ 003-009 ] - |
E-421.X4] X500 [Contouring [ - [ - [ - [ - [ - [ - [ - [ - T - [o004-008]004-008]004-000[004-000 ] - ]
E-421-X4] X700 [Comtouring [ - | - [ - [ - [ - [ - 1 - | - 1 - ]o04-008]004-008 ] 004-009 | 004-011 | - |
E-41-X4 | X500 | Contouring - - 0,04-0,18 - - - -
E-41-X4 | SP6519 | Contouring | 0,04- 0,18 | 0,04-0,16 | 0,04-0,18 - 0,04-0,18 | 0,04-0,18 | 0,04-0,16
E-41-X4 | MP9IM | Contouring | 0,04- 0,18 | 0,04-016 - - 0,04-0,16 | 0,04-0,16 | 0,04-0,14
E-422-X4 | X500 | Contouring - - 0,06-030 | 0,06-025 - - - - - 0,06-0,14 | 0,06-0,14 [ 0,06-0,16 | 0,06-0,18
E-422X4 | X700 | Contouring - - 0,06-028 | 0,06-022 - - - - - 0,06-0,12 | 0,06-0,12 | 0,06-0,14 | 0,06-0,16
E-422-X4 | SP6519 | Contouring | 0,06-030 | 0,06-025 | 0,06-0,28 | 0,03-0,22 | 0,06-0,25 | 0,06-0,5 | 0,06-0,22 - - 0,06-0,12 | 0,06-0,12 | 0,06-0,14 | 0,06-0,16
TX4_ | X500 | Contouring | 008-033 | 008-028 | - | [ - T - ] [

B I - - T T
T-X4 | SP6519 | Contouring | 0,08-032 | 008-027 | - [ - [os-030 [o008-030 [o0s-028 - [ - [ - [ - [ - | - [ - ]
T-x4 [ X500 [ Contouring [ 013-0,35 [ 013-033 [ 013-035 J0413-030 [ - [ - [ - [ - ] [ 013-018 [ 013-0,18 [ 013-0,20 [ 013-0,22 |

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A243.
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7T7T13VR12

Contour Milling Cutter

4>‘ dl ‘47

-

Yy
#\ DI
4> Da* —

Cylindrical Shank

4" d 1 ‘47

!
b

l«— D —»!

<« D"

Shell Mill Fixation

\¢ D *‘
— Da*

Modular Head

—

Depth of Cut (ap)

A240

< STELLRAM & o o
\ 3 —
[T &= Salalsl
—— 1 ]
Product Dimensions (mm) Spares
D Screw
- . No. of 'Eﬁ . h
EDP Item Description Da* | Effective | L/H I dy ap EDP | i EDP Tightening
Diameter max | Teeth Nm
7713VR12 Cylindrcal Shank
033126 [7713VR12CA02572R50 | 25 | 13 [ 200 [ 50 [ 25 [ 6 | 2 [015260] D4008T 015240 T15 [ 3,10
033127 |[7713VR12CA032Z3R70 | 32 | 20 [ 250 | 70 | 32 | 6 | 3 [015260| D4008T |015240| T15 | 3,10
7713VR12 Shell Mill Fixation - Medium and Fine Pitch
033115 | 7713VR12-A040Z04R 40 28 40 - 16 6 4 015262 | D4010T | 015240 | T15 3,10
033116 | 7713VR12-A040Z05R 40 28 40 16 6 5 015262 | D4010T | 015240 | T15 3,10
033117 | 7713VR12-A050Z05R 50 38 40 22 6 5 015262 | D4010T | 015240 | T15 3,10
033118 | 7713VR12-A050Z06R 50 38 40 22 6 6 015262 | D4010T | 015240 | T15 3,10
033119 | 7713VR12-A052Z05R 52 40 40 22 6 5 015262 | D4010T | 015240 | T15 3,10
033120 | 7713VR12-A052Z06R 52 40 40 22 6 6 015262 | D4010T | 015240 | T15 3,10
033121 | 7713VR12-A063Z06R 63 51 50 22 6 6 015262 | D4010T | 015240 | T15 3,10
033122 | 7713VR12-A063Z07R 63 51 50 22 6 7 015262 | D4010T | 015240 | T15 3,10
033123 | 7713VR12-A066Z06R 66 54 50 27 6 6 015262 | D4010T | 015240 | T15 3,10
033124 | 7713VR12-A066Z07R 66 54 50 27 6 7 015262 | D4010T | 015240 | T15 3,10
033125 | 7713VR12-A080Z08R 80 68 50 27 6 8 015262 | D4010T | 015240 | T15 3,10
D = Effective Diameter (Axis) from Insert centreline to centreline
Da* = Outside Diameter
Product Dimensions (mm) Spares
D Screw
EDP Item Description Da* | Effective L M dg ggx '#gét?]f EDP M EDP Tightening
Diameter Nm
7713VR12 Modular Head - Medium and Fine Pitch
033128 | 7713VR12SA025Z2R35 25 13 35 | M12 [1250| 6 2 015260 | D4008T | 015240 | T15 3,10
033129 | 7713VR12SA032Z3R35 32 20 35 | M16 [17,00| 6 3 015260 | D4008T | 015240 | T15 3,10
033130 | 7713VR12SA040Z4R43 40 28 43 | M16 | 17,00 6 4 015260 | D4008T | 015240 | T15 3,10
033131 | 7713VR12SA040Z5R43 40 28 43 | M16 |17,00| 6 5 015260 | D4008T | 015240 | T15 3,10
D = Effective Diameter (Axis) from Insert centreline to centreline
Da* = Outside Diameter
Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.
The 7713VR12 series with anti-rotation pocket ensures a precise number of indexes per insert.
This unique patented pocket design prevents the inserts from rotating in the pocket during heavy feed
machining and unstable conditions.
7713VR12 Technical Information (mm)
Product Dimensions =
i Facing | Ramping Helical Hole ap MaX |~ pax :l E
EDP Item Description Pitch Angle © min. - max. Helical /| rpwm
Linear i Helical
033126 | 7713VR12CA025Z2R50 13 11.20 28 | 48 4,00 [ 50000 o Interzolation
033127 | 7713VR12CA032Z3R70 20 10.80 42 \ 62 4,00 40000
033115 7713VR12-A040Z04R 28 7.90 58 78 4,00 34000 -
033116 7713VR12-A040Z05R 28 7.90 58 78 4,00 34000
033117 7713VR12-A050Z05R 38 5.50 78 98 4,00 29000 -
033118 7713VR12-A050Z06R 38 5.50 78 98 4,00 29000
033119 7713VR12-A052Z05R 40 5.15 82 102 4,00 28500 Facing Pitch
033120 7713VR12-A052Z06R 40 5.15 82 102 4,00 28500
033121 7713VR12-A063Z06R 51 3.85 104 124 4,00 25000
033122 7713VR12-A063Z07R 51 3.85 104 124 4,00 25000
033123 7713VR12-A066Z06R 54 3.60 110 130 4,00 24500
033124 7713VR12-A066Z07R 54 3.60 110 130 4,00 24500
033125 7713VR12-A080Z08R 68 2.75 138 158 4,00 21500
033128 |  7713VR12SA025Z2R35 13 11.20 28 48 4,00 50000
033129 | 7713VR12SA032Z3R35 20 10.80 42 62 4,00 40000
033130 | 7713VR12SA040Z4R43 28 7.90 58 78 4,00 34000
033131 | 7713VR12SA040Z5R43 28 7.90 58 78 4,00 34000
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‘Z 7713VR12
KENNAMETAL Milling Inserts
‘\g‘vSTELLnAM*
RPEX12-701 RPHT12-421 RPMT12-41 RPHT12-442 RPHT12-T RPMW12-T
Product Application & Material Dimensions (mm) d— L_J
S
Roughing Semi-Finishing Finishing
v \Ad vvy
EDP Item Description Grade Depth of Cut (mm) d(IC) | S r | hmmin
ap max ap min. - max. ap min. - max. »
6,00% 1,00- 2,50 0,20-1,00 =
=
029284 | RPEX1204MOF-701-X4 | GHL ¢ ¢ ¢ 12,00 476 | 6,00 | 002 =
[=]
K]
029282 | RPEX1204MOE-701-X4 ‘xsoo | ; ‘ . ‘ |12,oo‘ ; ‘ 4,76 ‘ 6,00 ‘ 0,03 §
029286 | RPHT1204MOE-421-X4 | X500 - 1200 - | 476|600 | 004
029700 | RPHT1204MOE-421-X4 | X700 ; . 1200 - | 476|600 | 004
029272 | RPMT1204MOE-41-X4 | X500 . 1200 - | 476|600 | 005
031517 | RPMT1204MOE-41-X4 | SP6519 ; mne ece 1200 - | 476|600 | 005
029291 | RPMT1204MOE-41-X4 | MP91M ; n eom 1200 - | 476|600 | 005
032129 | RPHT1204MOE-442-X4 | X500 . 1200 - | 476|600 | 004
032130 | RPHT1204MOE-442-X4 | X700 1200 - | 476|600 | 004
032128 | RPHT1204MOE-442-X4 | SP6519 O ) 00 ¢ |20 - |47 |600 | 004
029034 | RPHT1204MOT-X4 X500 . . 1200 - | 476|600 010
029699 | RPHT1204MOT-X4 X700 - . 1200 - | 476|600 010
031516 | RPHT1204MOT-X4 SP6519 eme . . 1200 - | 476 | 60 | 010
029295 | RPMW1204MOT-X4 X500 . . 1200 - | 476|600 013
031518 | RPMW1204MOT-X4 SP6519 nbdm - . 1200 - | 476|600 013
029294 | RPMW1204MOT-X4 MP91M " - 1200 - | 476|600 013

Machining Choice: ’ 1t Choice M 2" Choice ® 39 Choice | Material Guide Key descriptions found on page A5.

RPMW1204MO0T-X4 should be used for materials with heavy scale
* Max. recommended ap = 3,5mm (depending on the application)

Note: Feed recommendations can be found on page 250. Speed recommendations can be found on page A243.
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7713VR12
Recommended Feeds ‘ZKENNAMETAII

E\BQSTELLRAM’

7713VR12 Feeds f, (mm/tooth)

o T
= 2 5%
g 2 g =3 50 =8
5] S 2 @ =]
(0] O nx
2
E Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.
= F-701-X4| GHL | Contouring - - - - - - - 0,03-0,12 | 0,03-0,10 - - - -
= _—
S E-701-X4] X500 [Contouring [ - [ - [ - [ - [ - [ - [ - [ - [ - ]o003-008][003-008]003-010]003-011] - |
[ |
S E-421-X4] X500 [ Contouring [ - [ - - - -1 - T - 1 - T - ]o004-020 [ 004-020 | 0,04-0,22 [ 0,04-0.24 | |
© E-421-X4] X700 | Contouring | - | - [o005-025 [o04-012 | - | - | - | - | - [o04-020 | 004-020 [ 004-021 [ 004-0,23 | |
|
E-41-X4] X500 | Contouring - 005-022 [ 0,05-025 - - -
E-41-X4| SP6519 | Contouring | 0,05-0,25 | 0,05-0,22 - - 0,05-025 | 0,05-0,25 | 0,05-0,20
E-41-X4| MP9IM | Contouring | 0,05-0,25 | 0,05-0,22 - - 0,05-025 | 005-025 | 005-020
]
E-442-X4| X500 | Contouring - - 0,06-0,40 [ 0,06-0,33 - - - - - 0,06-0,24 | 0,06-0,24 | 0,06-0,24 | 0,06-0,26
E-442-X4| X700 | Contouring - - 0,06-038 | 0,06-031 - - - - - 0,06-0,23 | 0,06-0,23 | 0,06-0,23 | 0,06-0,25
E-442-X4 | SP6519 | Contouring | 0,06-0,45 | 0,06-0,38 | 0,06-038 | 006-03L | 006-040 | 006-040 | 006-035 - - 006-023 | 006-023 | 006-023 | 0,06-025
]
RPHT- )
TX4 X500 | Contouring - 0,15-0,40
RPHT- )
TX4 X700 | Contouring - - - 0,15-0,35
RO | sPes19 | contouring | 015-045 | 015-040 . . 015-045 | 015-045 | 0,15-040
|
RPMW- )
Tx4 | X800 | Contouring - - 0,13-0,35 | 0,13-0,30 - - - - - 0,13-025 | 013-0,25 | 013-0.27 | 013-0,29
RPMW- )
Txq | SP65L9 | Contouring | 013-045 | 013-040 - - 0,13-045 | 0,13-045 | 013-040
RPMW- )
Txa | MPOIM | Contouring | 013-042 - - - 0,13-042 | 0,13-042 | 013-0.35 - - . - - . 009-015 | 009-015

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A243.
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KZKENNAMETAL Recommended Speeds
‘\gq STELLRAM
Speed v (m/min)
Wear Resistance
7713VR Series - +
Speed min. - max. "
Coolant Recommendation o) PVD PVD PVD o) Uncoated =
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin !5
[=]
k=]
’ Rm and ; ‘ \ s
IS0 | Materials | =t O @] x0 |O @] x00 | @) speste | @) spa0r9 () @] MPam | @) GHL S
2
< 130-270 130-295 140 - 345
ssonme | ©|@ 115 - 240 ©® 115 - 260 ¢ 120 - 305
<280 HBN i i )
- 2
oty 100- 210 100- 230 105 - 270
Al 71©|® ©e ()
oyed 950-1200 N/mm 75 - 160 75-175 80 - 205
Steel 280-355 HBN
1200-1400 N/mm?
355.415 HBN @ | 50-100 @ | 50-110 @ | 50-130
Austenitic + Ferritic
- 300 series 115 - 250 115 - 260 115-270
Steel Martensitic © e © e © e
M (TOeals 100- 220 105 - 230 105- 235
PHswinkess| ROV | g 50-10 | @ 50-115 | @ 50-120
Grey _ -
o 140 - 295 145 - 365
Spheroidal-Ductile B ~
SEEReE ©®© | @ | 110-240 @ | 115-285
Malleable
S 100 - 220 105 - 260
Aluminium & Alloys
<16% Si 116 HBN 400 - 2895 400 - 3050
o o
Aluminium + Silicon 205 - 2320 295 - 2440
> 16% Si 92 HBN - .
Iron Based 23-48 23-52 23-55 24-63
Cobalt Based 21-44 22-46 22-48 23-52
[ J o [} ([ J
Nickel Based 24-51 25-53 25-55 26-59
Titanium Based 35-73 36-75 36-79 37-84
Hard Steel
>1400 N/mm? 50-105
>415 HBN
Chilled Cast Iron L
>1400 N/mm? 40- 95
> 400 HBN

www.kennametal.com KZKENNAMETAE A243
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7713VR
KZKENNAMETAE

Technical Information

‘\g‘v STELLRAM

7713VR Technical Information

Working Diameter:
Formula to evaluate the correct working diameter
based on axial depth of cut (ap).

; i a D, = D,+2 x A) e -(r-a)y

cozel | ]
where: D, = Working Diameter
—Dw—" D, = Diameter of cutter insert centre to centre
r = Insert radius
a, = Axial Depth of Cut
7713VR Technical Information
Formula to find programmed feed rate based on radial engagement and
axial depth of cut.
hm
f, =
Afr-g-ag Ar--ay
X
where: r r
f, = Feed per tooth a. = Radial Depth of Cut
m= Average chip thickness ap = Axial Depth of Cut
r = Insert radius Formula to calculate the average chip thickness hm in relation with radial

engagement and depth of cut.

Vrz—(r - ae)2 Vrz—(r - ap)2

hm = f; X X
r r

Simplified formulas to evaluate hm and fz based on axial depth of cut or radial engagement.
Calculation of the average chip thickness in relation with the D.O.C. (Axial)

Formula: Programme Feed Rate (f) hm = Average chip thickness Formula: Average Chip Thickness (hp)
a, = Depth of cut

P
f,=hm x A / d f, = Feed per tooth hpy =1, x ap
& d = Insert diameter d

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ae is less than 50% of Dia.

Formula: Programme Feed Rate (f,) h, = Average chip thickness Formula: Average Chip Thickness (hpy)
a, = Radial engagement

f,=hy x A / d f, = Feed per tooth hp=f, x\/ 8
a d = Cutter diameter d

@
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‘Z : 7713VR10
KENNAMETAL Technical Information

z\gQSTELLRAM”

With round inserts, the thickness of the chip varies depending on the axial depth of cut and is related to the size of
the cutting edge preparation. For best tool-life it is important to maintain the proper chip thickness as shown below.

Inserts RP..10T3..

(7]
Dimensions (mm) =
Inserts Insert ap hm hm fz fz §
Geometry Size Axial d.o.c. min. max. min. max. k=
10,00 0,25 0,02 0,08 0,13 0,51 3
10,00 0,50 0,02 0,08 0,09 0,36
10,00 0,75 0,02 0,08 0,07 0,29
10,00 1,00 0,02 0,08 0,06 0,25
F-701-X4 10,00 1,25 0,02 0,08 0,06 0,23
10,00 1,50 0,02 0,08 0,05 0,21
10,00 2,00 0,02 0,08 0,04 0,18
10,00 2,50 0,02 0,08 0,04 0,16
10,00 0,25 0,03 0,09 0,19 0,57
10,00 0,50 0,03 0,09 0,13 0,40
10,00 0,75 0,03 0,09 0,11 0,33
10,00 1,00 0,03 0,09 0,09 0,28
E-701-X4 10,00 1,25 0,03 0,09 0,08 0,25
10,00 1,50 0,03 0,09 0,08 0,23
10,00 2,00 0,03 0,09 0,07 0,20
10,00 2,50 0,03 0,09 0,06 0,18
10,00 0,25 0,04 0,10 0,25 0,63
10,00 0,50 0,04 0,10 0,18 0,45
10,00 0,75 0,04 0,10 0,15 0,37
10,00 1,00 0,04 0,10 0,13 0,32
E-421-X4 10,00 1,25 0,04 0,10 0,11 0,28
10,00 1,50 0,04 0,10 0,10 0,26
10,00 2,00 0,04 0,10 0,09 0,22
10,00 2,50 0,04 0,10 0,08 0,20
10,00 0,25 0,04 0,12 0,25 0,76
10,00 0,50 0,04 0,12 0,18 0,54
10,00 0,75 0,04 0,12 0,15 0,44
10,00 1,00 0,04 0,12 0,13 0,38
E-41-X4 10,00 1,25 0,04 0,12 0,11 0,34
10,00 1,50 0,04 0,12 0,10 0,31
10,00 2,00 0,04 0,12 0,09 0,27
10,00 2,50 0,04 0,12 0,08 0,24
10,00 0,25 0,04 0,16 0,25 1,01
10,00 0,50 0,04 0,16 0,18 0,72
10,00 0,75 0,04 0,16 0,15 0,58
10,00 1,00 0,04 0,16 0,13 0,51
B-422-X4 10,00 1,25 0,04 0,16 0,11 0,45
10,00 1,50 0,04 0,16 0,10 0,41
10,00 2,00 0,04 0,16 0,09 0,36
10,00 2,50 0,04 0,16 0,08 0,32
10,00 0,25 0,08 0,18 0,51 1,14
10,00 0,50 0,08 0,18 0,36 0,80
10,00 0,75 0,08 0,18 0,29 0,66
10,00 1,00 0,08 0,18 0,25 0,57
RPHT-T-X4 10,00 1,25 0,08 0,18 0,23 0,51
10,00 1,50 0,08 0,18 0,21 0,46
10,00 2,00 0,08 0,18 0,18 0,40
10,00 2,50 0,08 0,18 0,16 0,36
10,00 0,25 0,13 0,19 0,82 1,20
10,00 0,50 0,13 0,19 0,58 0,85
10,00 0,75 0,13 0,19 0,47 0,69
10,00 1,00 0,13 0,19 0,41 0,60
RPMW-T-X4 10,00 1,25 0,13 0,19 0,37 0,54
10,00 1,50 0,13 0,19 0,34 0,49
10,00 2,00 0,13 0,19 0,29 0,42
10,00 2,50 0,13 0,19 0,26 0,38
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Technical Information KZKENNAMETAE
=

E\BQSTELLRAM”

A246

With round inserts, the thickness of the chip varies depending on the axial depth of cut and is related to the size of
the cutting edge preparation. For best tool-life it is important to maintain the proper chip thickness as shown below.

Inserts RP..1204..

Dimensions (mm)
Inserts Insert ap hm hm fz fz

Geometry Size Axial d.o.c. min. max. min. max.
12,00 0,25 0,02 0,11 0,14 0,76

12,00 0,50 0,02 0,11 0,10 0,54

12,00 1,00 0,02 0,11 0,07 0,38

12,00 1,50 0,02 0,11 0,06 0,31

F-701-X4 12,00 2,00 0,02 0,11 0,05 0,27
12,00 2,50 0,02 0,11 0,04 0,24

12,00 3,00 0,02 0,11 0,04 0,22

12,00 3,50 0,02 0,11 0,04 0,20

12,00 0,25 0,03 0,12 0,21 0,83

12,00 0,50 0,03 0,12 0,15 0,59

12,00 1,00 0,03 0,12 0,10 0,42

12,00 1,50 0,03 0,12 0,08 0,34

E-701-X4 12,00 2,00 0,03 0,12 0,07 0,29
12,00 2,50 0,03 0,12 0,07 0,26

12,00 3,00 0,03 0,12 0,06 0,24

12,00 3,50 0,03 0,12 0,06 0,22

12,00 0,25 0,04 0,14 0,28 0,97

12,00 0,50 0,04 0,14 0,20 0,69

12,00 1,00 0,04 0,14 0,14 0,48

12,00 1,50 0,04 0,14 0,11 0,40

E-421-x4 12,00 2,00 0,04 0,14 0,10 0,34
12,00 2,50 0,04 0,14 0,09 0,31

12,00 3,00 0,04 0,14 0,08 0,28

12,00 3,50 0,04 0,14 0,07 0,26

12,00 0,25 0,05 0,16 0,35 1,11

12,00 0,50 0,05 0,16 0,24 0,78

12,00 1,00 0,05 0,16 0,00 0,55

12,00 1,50 0,05 0,16 0,14 0,45

E-41-x4 12,00 2,00 0,05 0,16 0,12 0,39
12,00 2,50 0,05 0,16 0,11 0,35

12,00 3,00 0,05 0,16 0,10 0,32

12,00 3,50 0,05 0,16 0,09 0,30

12,00 0,25 0,06 0,20 0,42 1,39

12,00 0,50 0,06 0,20 0,29 0,98

12,00 1,00 0,06 0,20 0,21 0,69

12,00 1,50 0,06 0,20 0,17 0,57

E-442-X4 12,00 2,00 0,06 0,20 0,15 0,49
12,00 2,50 0,06 0,20 0,13 0,44

12,00 3,00 0,06 0,20 0,12 0,40

12,00 3,50 0,06 0,20 0,11 0,37

12,00 0,25 0,10 0,21 0,69 1,45

12,00 0,50 0,10 0,21 0,49 1,03

12,00 1,00 0,10 0,21 0,35 0,73

12,00 1,50 0,10 0,21 0,28 0,59

RPHT-T-X4 12,00 2,00 0,10 0,21 0,24 0,51
12,00 2,50 0,10 0,21 0,22 0,46

12,00 3,00 0,10 0,21 0,20 0,42

12,00 3,50 0,10 0,21 0,19 0,39

12,00 0,25 0,13 0,22 0,90 1,52

12,00 0,50 0,13 0,22 0,64 1,08

12,00 1,00 0,13 0,22 0,45 0.76

12,00 1,50 0,13 0,22 0,37 0.62

RPMW-T-X4 12,00 2,00 0,13 0,22 0,32 0.54
12,00 2,50 0,13 0,22 0,28 0.48

12,00 3,00 0,13 0,22 0,26 0.44

12,00 3,50 0,13 0,22 0,24 0.41
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KZKENNAMETAIZ

57_VLZ.. Series
Profiling / Pocketing Milling Cutter

ﬁ?STELLRAM@

Facing Ramping Pocketing

ALUMINUM HIGH SPEED MILLING CUTTERS

Stellram’s 5702VZD14 cutter is designed, manufactured and tested in accordance with EN I1SO
15641:2001 to ensure maximum stability in high speed applications. The tool is capable

of 43,000 RPM.

This cutter is specially designed for machining pockets and profiles on Aluminium and Aluminium
alloys. This cutter design also performs contouring operations (finishing) in composite materials
and titanium alloys, due to the fully ground 701 geometry.

Stellram’s 5720VZ16 cutters are our latest design for high metal removal in Aluminium applica-
tions. This tool is designed manufactured and tested in accordance with EN ISO 15641:2001 for
maximum stability in high speed applications. The tools are capable of 51,000 RPM depending on
the cutter diameter.

This new patented design allows each body to hold all inserts with different radii without losing
any gauge height of the cutter length.

Features and Benefits of the 5702VZD and 5720VZ:
All Stellram profile and pocketing cutters feature through-tool coolant allowing better chip
evacuation and higher feed rates.

Cylindrical Shank and special HSK Integral Shanks on any 5702VZD14 and 5720VZ16 are
designed and balanced to G6.3 at 30,000 rpm for diameters 50mm and below. Diameters larger
then 50mm are balanced to G6.3 at 24,000 rpm.

The pockets are reinforced to allow for heavy feed, safe ramping and more line contact when
utilising a larger radius insert for more stability during machining. These features increase tool life
and productivity.

These unique ZDCX14...FR-701 and ZDET16...FR-721 insert designs allow machining in thin-
walled applications due to very low cutting pressure.

For the 5702VZD: 5 different radii are available. For the 5720VZ: 12 different radii are available,
each with the same cutting depth capacity of 16mm.

Standard radii are available from facet to 4,00mm, for the 5702VZD14 and facet to 6,00mm for the
5720VZ16.

HSK specials are available upon request with specific shank and reach lengths

KZKENNAMETAL’"

www.kennametal.com

SRR

Helical Spiral/Circular ~ Copy / 3D Shoulder/

Interpolation  Interpolation Profiling/
with Bore Hole Slotting
5702VZD14:

Maximum ap =12mm
Diameter Range = 20mm only

5720VZ16:
Maximum ap = 16mm
Diameter Range = 25mm - 80mm

Note: Shell mill and modular head cutters
are not balanced. It is recommended to
balance the cutter and adapter as an as-
sembly for high speed machining at 8,000
rpm or above. See detailed notes on the
following product pages.

A247
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5702vVZD14 KZ
Profiling / Pocketing Milling Cutter KENNAMETAL
‘\’QSTELLRAM” B . B o
o & =) o) A R
| E—
4>{ dl ‘4*
I ﬂ Product Dimensions (mm) Spares
L . Screw
I Lo a No. of | Insert radius . .
i EDP Item Description D |LUH| I1 d1 mgx Teeth range EDP ‘@ﬂ EDP T|gr’\lltne1rl|ng
| 5702VZD14 Cylindrical Shank
1 f 028998 [5702VZD14CA020R58-2 | 20 [ 108 [ 58 [ 20 | 12 [ 2 | <200 [015060] F2505T [018488] T7 [ 0,80
v 1 028999 |5702VZD14CA020R58-4 | 20 [ 108 | 58 | 20 | 12 | 2 | 250t04,00 [015060| F2505T |018488| T7 | 0,80
*‘ D ‘¢ * It is important to change the screw each time the insert is changed to ensure the highest security.
— A dynamometric key and the right torque value are important. See above for the correct torque information.
Cylindrical Shank
5702VZD Technical Information (mm)
Product Dimensions =
=\ /o)
i Facing | Ramping Helical Hole on M| Max
EDP Item Description Pitch Angle ° i, - max. HLei::gglr/ RPM
028998 | 5702VZDI4CAD20R58-2 20 10t %68 | 380 300 | 43000 P aoation
028999 | 5702VZD14CA020R58-4 20 11.0* 26,8 \ 38,0 3,00 43000
* Max. ramping angle for insert is calculated with facet Flat

Depth of Cut (ap)

A248

Find the different ramping angles for all available insert radii on technical information page A254.
Radial depth of cut 0,20mm up to full cutter diameter. Facing Pitch

These tools have been designed, manufactured and tested in accordance with
EN ISO standard 15641:2001.

These tools are stocked without an electronic chip.

Note: If using a insert with radius, then the facing pitch for the 5702VZD cutter is equal to the cutting
diameter (D) minus 2 x chosen radius.

Cylindrical Shanks or Special HSK Integral Shanks are designed and balanced to G6.3 at
30,000 RPM for diameters 50mm and below. Diameters larger then 50mm are balanced to
G6.3 at 24,000 rpm.

Cylindrical Shank tools mounted in a shrink fit holder or any other mill chuck holder + inserts + screws
must be re-inspected for balance as an assembly by the end user when at or exceeding 8,000 rpm. End
user must balance the assembly to a G6.3 value minimum.

Additional Balancing and Torque values can be found in the technical section pages A256.

KZKENNAMETN: www.kennametal.com
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KZ : 5702VZD14
KENNAMETAL Milling Inserts, Recommended Feeds & Speeds

2\:)@ STELLRAM

ZDCX14-701
Product Application & Material Dimensions (mm) ‘«d *‘ r ‘i
Roughing Semi-Finishing Finishing
v \Ad \AAJ
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ap max. ap min. - max. ap min. - max.
12* 1,00 - 4,00 0,20 - 1,00
029027 | ZDCX1403PDFR-701 GH1 ‘ ‘ ‘ 759 16,83 | 3,18 | Facet| 0,02
029028 |ZDCX140320FR-701 | GH1 ¢ ¢ ¢ 759 1683|318 | 20 | 0,02 =
=
026019 | ZDCX140325FR-701 GH1 ‘ ‘ ‘ 759 116,83 | 318 | 25 0,02 =
029029 | ZDCX140330FR-701 GH1 ‘ ‘ ‘ 759 116,83 | 3,18 | 3,0 0,02 E
8
026020 |ZDCX140340FR-701 | GHL ¢ ¢ ¢ 759 |1683| 318 | 40 | 002 <
Machining Choice: ‘15‘ Choice m 2™ Choice @ 39 Choice | Material Guide Key descriptions found on page A5. 2
E
* Max. possible ap of 12mm and ae the full diameter (depending on the application). E

* For Slotting applications with 5702VZD14 series the maximum ap is 6mm.

5702VZD Feeds f, (mm/tooth) Speed v; (m/min)
= s H K10-K20/C3 - C2 ISO / ANSI
8 g g 2 5702VZD Series
» I 5} <)
© © Speed min. - max.
Min. - Max. Min. - Max. Coolant Recommendation
i Uncoated Micrograin
14mm FR-701 GHL Profile/ Pocketing 002-025 0,02-020 Recommended @ Possible ®
ISO | Materials Hz'r'é ;’2:5 ) ® GH1
Aluminium & Alloys
<16% Si 116 HBN 400 - 3050
Aluminium + Sili i
uminium + Silicon
>16% Si 92 HBN 295-2440

www.kennametal.com KZKENNAMETAt A249
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* It is important to change the screw each time the insert is changed to ensure the highest security.
A dynamometric key and the right torque value are important. See above for the correct torque information.

5720VZ16 KZ
Profiling / Pocketing Milling Cutters KENNAMETAL
<\ STELLRAM e, Aoy A &
\{ —
| SIS P=P=TRS
| I
»‘ d; ‘«
I I I Product Dimensions (mm) Spares
L A Screw
-~ ay No. of | Insert radius » ) h
- EDP Item Description D | LH| 1 d1 mgx Teeth range EDP M EDP TlgR‘t;rllng
| 5720VZ16 Cylindrical Shank - Coarse and Medium Pitch
1 034614 |5720VZ16CA025Z2R75 25 [ 131 | 75 | 25 | 16 2 Facet to 6,00 | 030820 | DP5009A 030819 | TP20 6,00
E 034617 |5720VZ16CA032Z2R75 32 135 | 75 | 32 | 16 2 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
yYv ‘ ‘ 034640 |5720VZ16CA032Z3R75 32 | 135 | 75 32 16 3 Facet to 6,00 [ 030820 | DP5009A| 030819 | TP20 6,00
% N 5720VZ16 Shell Mill Fixation - Coarse and Medium Pitch
= Cylindrical Shank 034619 [5720vZ16-A040Z03R 40 [ 45 [ - [ 16 | 16 3 [ Facetto 6,00 [ 030820 [DP5009A] 030819 | TP20 6,00
=1 031325 |5720VZ16-A050Z03R 50 45 - 22 16 3 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
£ 031326 |5720VZ16-A050Z04R 50 | 45 | - 22 | 16 4 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
§é‘ d 031328 |5720VZ16-A063Z05R 63 45 - 22 16 4 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
8 *‘ 1 ‘« 031327 |5720VZ16-A063Z04R 63 45 - 22 16 5 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
o 031329 |5720VZ16-A080Z04R 80 50 - 27 16 4 Facet to 6,00 [ 030820 | DP5009A| 030819 | TP20 6,00
‘g 031330 |5720VZ16-A080Z05R 80 | 50 | - 27 | 16 5 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
=
=
<
[-w

}47 D—»

Shell Mill Fixation

Product Dimensions (mm) Spares
: Screw
- ay No. of | Insert radius = . h
EDP Item Description D |[UH| M d1 mgx Teeth range EDP M EDP T|gI’:|tr?]r*1mg
5720VZ16 Modular Head - Coarse and Medium Pitch

034616 |5720VZ16SA025Z2R50 25 50 | M12 |12,50| 16 2 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
034618 | 5720VZ16SA032Z2R50 32 50 | M16 | 17 16 2 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00
031639 | 5720VZ16SA032Z3R50 32 50 | M16 | 17 16 3 Facet to 6,00 | 030820 | DP5009A| 030819 | TP20 6,00

* It is important to change the screw each time the insert is changed to ensure the highest security.
A dynamometric key and the right torque value are important. See above for the correct torque information.

Note: For cylindrical shank extensions in high density alloy with through coolant refer to page A76.

Modular Head
]
Depth of Cut (ap)

A250 KZKENNAMETN: www.kennametal.com
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‘Z @ 5720VZ16
KENNAMETAL Profiling / Pocketing Milling Cutters

‘\’a STELLRAM

P

5720VZ Technical Information (mm)

Product Dimensions =
=
I - , = £
EDP Item Description F&?Cr;]g %:glpgnog m‘f"’_"nﬁg? HL2|ica| / F’;ASIG
Inear Ramping Helical
034614 |5720VZ16CA02522R75 25 14.5* 29,5 48,0 4,00 | 50000 Interpolation »
034617 |5720VZ16CA032Z2R75 32 11.4* 435 62,0 4,00 | 41500 =
034640 |5720VZ16CA032Z3R75 32 11.4* 435 62,0 4,00 | 41500 Flat i
034619 |5720VZ16-A040Z3R 40 7.6* 59,5 78,0 4,00 | 36500 £
031325 |5720VZ16-A050Z03R 50 7.9* 79,5 98,0 4,00 | 30000 2
031326 |5720VZ16-A050Z4R 50 7.9% 79,5 98,0 4,00 | 30000 ]
031328 |5720VZ16-A063Z05R 63 5.9* 105,5 124,0 4,00 | 26000 Facing Pitch £
031327 |5720VZ16-A063Z4R 63 5.9% 105,5 124,0 4,00 | 26000 o3
031329 |5720VZ16-A080Z04R 80 4.4* 139,5 158,0 4,00 | 23000 2
031330 |5720VZ16-A080Z05R 80 4.4* 139,5 158,0 4,00 | 23000 E
034616 | 5720VZ165A02522R50 25 14.5* 29,5 48,0 4,00 | 50000 E
034618 | 5720VZ165A032Z2R50 32 11.4* 435 62,0 4,00 | 41500
031639 |5720VZ165A032Z3R50 32 11.4* 435 62,0 4,00 | 41500

* Max. ramping angle for insert is calculated with facet

Find the different ramping angles for all available insert radii on technical information page A254
Radial depth of cut 0,20mm up to full cutter diameter.

These tools have been designed, manufactured and tested in accordance with
EN ISO standard 15641:2001.

These tools are stocked without an electronic chip.

Note: If using a insert with radius, then the facing pitch for the 5702VZ cutter is equal to the
cutting diameter (D) minus 2 x chosen radius.

Cylindrical Shanks or Special HSK Integral Shanks are designed and balanced to G6.3 at
30,000 RPM for diameters 50mm and below. Diameters larger then 50mm are balanced to
G6.3 at 24,000 rpm.

Cylindrical Shank tools mounted in a shrink fit holder or any other mill chuck holder + inserts +
screws must be re-inspected for balance as an assembly by the end user when at or
exceeding 8,000 rpm. End user must balance the assembly to a G6.3 value minimum.

Shell Mills and Modular Heads are not balanced. These tools must be re-inspected for
balance as an assembly, cutter + adapter + inserts + screws by the end user when at or
exceeding 8,000 rpm. End user must balance the assembly to a G6.3 value minimum.

Additional Balancing and Torque values can be found in the technical section pages A256.

www.kennametal.com KZKENNAMETN: A251
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Profiling & Pocketing Mills

5720VZ16 ‘Z
Milling Inserts, Recommended Feeds & Speeds KENNAMETAL
‘\gg STELLRAM
N _
\ | I
ZDET16-721 '
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing -~ d- r e
v A\A4 vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | S r | hmmin
ap max. ap min. - max. ap min. - max.

1,00 - 5,00 0,20 - 1,00

030927 | ZDET16M5PDFR-721 GH1 11,30 122,92 | 5,00 |Facet| 0,02

031384 | ZDET16M504FR-721 GH1 11,30 122,92 | 5,00 | 0,40 | 0,02

030928 | ZDET16M508FR-721 GH1 11,30 | 22,92 | 5,00 | 0,80 | 0,02

031385 | ZDET16M512FR-721 GH1 11,30 122,92 | 5,00 | 1,20 | 0,02

030929 | ZDET16M516FR-721 GH1 11,30 122,92 | 5,00 | 1,60 | 0,02

030930 | ZDET16M520FR-721 GH1 11,30 122,92 | 5,00 | 2,00 | 0,02

030931 | ZDET16M525FR-721 GH1 11,30 122,92 | 5,00 | 2,50 | 0,02

030932 | ZDET16M530FR-721 GH1 11,30 | 22,92 | 5,00 | 3,00 | 0,02

030933 | ZDET16M532FR-721 GH1

11,30 122,92 | 5,00 | 3,20 | 0,02

030934 | ZDET16M540FR-721 GH1 11,30 122,92 | 5,00 | 4,00 | 0,02

030935 | ZDET16M550FR-721 GH1 11,30 122,92 | 5,00 | 500 | 0,02

030936 | ZDET16M560FR-721 GH1 11,30 122,92 | 5,00 | 6,00 | 0,02

S b b b b b 2B b b 2b 28 b k=
A b b b 2B 48 b 4f 28 28 4f b o
S b db b b 2b b db 2b 28 b b 2

Machining Choice: Q 1t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Max. possible ap of 16mm and ae the full diameter (depending on the application).
* For Slotting applications with 5720VZ16 series please see recommendations for maximum ap on page A254 .

5720VZ Feeds f, (mm/tooth) Speed v, (m/min)
= s H K10-K20/C3 - C2 ISO / ANSI
g g 3 g 5720VZ Series
o 2 5 g
o o Speed min. - max.
Min. - Max. Min. - Max. Coolant Recommendation
. Uncoated Micrograin
14mm FR-721 GH1 Profile/ Pocketing 0,02-0,25 0,02-0,20 Recommended @ Possible ®
ISO | Materials | 2" &6 ® GHL
Aluminium & Alloys
< 16% Si 116 HBN 400 - 3050
Aluminium + Sili i
uminium + Silicon
> 16% Si 92 HBN 295-2440

A252 KZKENNAMETN: www.kennametal.com
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KZKENNAMETAE

5720VZ14
Technical Information

‘\’QSTELLRAM“

Calculation of the average chip thickness in relation with the ac (Radial Engagement) if ac is less than 50% of Dia.

h,, = Average chip thickness
a, = Radial engagement

Formula: Programme Feed Rate (f;)

f,=h, x A/ d f, = Feed per tooth
z m
e d = Cutter diameter

5702VZD14 Ramp Angle °

Insert ZDCX1403...FR-701 (Radius mm)
2,50mm 3,00mm
9.0 8.0

Facet
11.0

Cutter dia.
20mm

2,0mm
9.8

4,00mm
6.3

*For Slotting applications with 5702VZD14 series the maximum aj,
is 6mm.

These tools are designed, manufactured, tested and balanced in
accordance with EN ISO 15641:2001 for maximum stability in high
speed applications.

www.kennametal.com

Formula: Average Chip Thickness (hy,)

hp=f, x 2
d
K}
=
=3
S
=
[}]
X
[£]
e
Metal Removal e
Calculated with 24000 RPM E’
Cutter 7z Qmax - cm3/min ;._5
2 2 720 o

‘ZKENNAMETAII

The chart above shows total metal removal capacity
(based on 24,000 RPM) by cutter diameter and
number of teeth (2).

The maximum RPM is engraved on all cutter bodies.

A253
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5720VZ16
Technical Information

KZKENNAMETAI:

Profiling & Pocketing Mills

‘\‘u STELLRAM
4

Calculation of the average chip thickness in relation with the ac (Radial Engagement) if ac is less than 50% of Dia.

Formula: Programme Feed Rate (f;)

5720VZ16 Ramp Angle °

h,, = Average chip thickness
a, = Radial engagement

f, = Feed per tooth i =f, ae
d = Cutter diameter d

Formula: Average Chip Thickness (hy,)

Insert ZDET16M5...FR-721 (Radius mm)

Cutter Dia. (mm) | PDFR to R1,20 R1,60 R2,00 R2,50 R3,00 R3,20 R4,00 R5,00 R6,00
25,0 14.50 17.30 9.40 9.60 18.80 18.90 9.00 11.20 7.30
32.0 11.40 11.90 11.90 12.20 12.40 12.40 13.10 13.80 13.40
40,0 7.60 7.80 7.80 8.00 8.10 8.10 8.50 8.80 9.10
50,0 7.90 7.20 7.30 7.90 7.60 7.60 8.90 9.00 9.25
63,0 5.90 5.40 5.50 5.80 5.60 5.60 6.90 6.60 6.65
80,0 4.40 4.00 4.10 4.30 4.20 4.20 5.10 4.80 4.90

Possible Max. a, Slotting Possible Metal Removal
Chart for maxium ap when slotting with 5720VZ16 series Calculated with 24000 RPM
Diameter (mm) No. of Inserts ap max (mm) Cutter dia. z Qcmd/min
25 2 7,50 25 2 1560
32 2 11,00 32 2 3226
32 3 6,00 32 3 2056
40 3 9,00 40 3 5184
50 3 11,00 50 3 7921
50 4 9,00 50 4 8641
63 4 11,00 63 4 13307
63 5 9,00 63 5 13609
80 4 11,00 80 4 16898
80 5 11,00 80 5 21123

ap max in connection with: The cutter
diameter, rigidity of the cutter, rigidity of the
machine and the size of the flute.

A254

The chart above shows total metal removal
capacity (based on 24,000 RPM) by cutter
diameter and number of teeth.

The maximum RPM is engraved on all cutter
bodies.

KZKENNAMETAI:
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‘Z : 5702VZD & 5720V2
KENNAMETAL Technical Information

\ STELLRAM

40

Machinability by Materials (Aluminium)

0,
Alloy Alloy CHEMICAL COMPOSITION LIMITS (WT3) Typical | Rm | Machinability | Machinability Typical ve m/min |f, mm/Z
Group | Designation ] tremper | (Mpa) | Chip formation Applications min. - max. | max.
Cu Si Fe Mn Mg Zn Cr Ti |Pb|Bi Al Others
1050 0.05 025 [04] 05 0.05 0.05 - - | - | - | 99.50min - H14 | 105 D A Chemical equipment
Al Sheet metal work 600-3000{ 0,2
1100 |0.05~0.20{Si+Fel.0max 0.05 - 0.1 - - | - | - | 99.00min - H14 | 9 D A Cailed tube
2011 50.~60. 0.4 07 - - 03 - - 10206 | remaining . T3 | 310 A A
2014 39~50 | 05~12 |07 | 04~1.2 | 0.2~0.8 0.25 0.1 015| - | - | remaining - T6 430 B A IScrew machine products. w
- Tuck frame. =
2017 35~45 | 02~08 |07 | 04~10 | 04~08 | 025 01 |015| - | - | remaining . T4 | 390 B A Aircraft structure. =
Al-Cu 3 ine imoell 400 - 2500| 0,25 >
2024 3.8~4.9 05 05| 03-09 | 1.2-18 | 025 01 |015| - | - | remaining B T4 465 B A et engine impellers. =
Aircraft engine -
2218 35~45 0.9 1 0.2 1.2~1.8 0.25 0.1 - - | - | remaining | Ni1.7~2.3 | T72 331 B B cylinder heads. g
[£]
2224 3.8~4.4 012 |015]0.30~09 | 1.2~1.8 | 0.25 01 |015| - | - | remaining A A s
i - ]
AMn | 3003 [005-020] 06 | 07| L0-15 - 01 - - | - | - | remaining - H14 | 140 D B Cooking utensils. |, _5509| 5 >
Chemical equipment. =
AlSi 4032 05~13 | 11.0~135 | 1 - 08~13 | 025 0.1 - | - | - | remaining | Ni05~13 | T6 | 379 B D Pistons. 200 -1000| 0,18 %
S
5052 0.1 0.25 04| 01 |22-28 | 01 015035 - | - | - | remaining - H14 | 260 c A o
H34 Architectural.
5056 0.1 03 |04 |005-020| 45-56 | 01 [0.05~020| - | - | - | remaining . H12 | 300 c A Cable Sheeting.
Welded pressure
Al-Mg H32 vessels. Hydraulic tubes.| 400 - 3000| 0,25
5083 0.1 04 04 | 04~10 | 40~49 | 025 |0.05~0.25|015| - | - | remaining . H112 | 335 c A Transportation
5086 0.1 04 05 | 0.20~0.7 | 35~45 | 025 |0.05~0.25(0.15| - | - | remaining - H32 | 300 [¢ A equipment.
H116
6061 |0.15~0.40| 04~08 |07 | 015 | 08~1.2 | 025 [0.04~0.35/0.15| - | - | remaining - T6 | 300 c B
6063 0.1 02~06 |035| 01 [045~09| 01 01 |01 - | - | remaining - TS5 | 200 c B
6070 |0.15~0.40| 1.0~1.7 | 0.5 | 0.40~1.0 | 0.50~1.2 | 0.25 01 |015| - | - | remaining - T6 | 379 c c Heavy duty structure.
Furniture. Architectural.
A-Mg-Si| 6151 0.35 06~12 | 1 02 |045~0.8| 025 |0.15~0.35/0.15| - | - | remaining - T6 C c Heavy duty welded |400 - 2500| 0,2
- structure. Pipeline.
6262 |0.15~0.40| 04~08 |07 | 015 | 08~1.2 | 025 |0.04~0.14|0.15|0.4 |0.7 | remaining - T9 | 400 B B Heat Sink.
6351 0.1 0.7~1.3 | 05 | 04~08 | 0.40~08 | 02 - 02| - | - | remaining - T6 | 310 D c
6463 02 0.20~06 |0.15| 005 |045~09| 005 - - | - | - | remaining - T6 | 241 C B
7001 16~2.6 035 04| 02 | 26-34 | 6880 |0.18~0.35|02 | - | - | remaining . o] B A
7003 02 03 035 03 |050~10|50-65 | 02 |02 - | - | remaining |Z10.050.25| T5 | 400 B A
7050 2.0~26 012 |015| 01 | 1.9~26 | 57~6.7 | 004 [0.06| - | - | remaining |Zr0.08~015| T73 | 530 B A High strength structure.
Al-Zn 400 - 3000| 0,25
7075 1.2~2.0 0.4 05| 03 |21~29 | 51~6.1 |0.18~0.28| 0.2 | - | - | remaining . T6 | 570 B A Aircraft structure. Bat.
7178 16~24 0.4 05| 03 | 24-31 | 63~73 |0.18~0.35| 02 | - | - | remaining - T6 | 600 B A
7475 12~19 0.1 012| 006 | 19-26 | 52~62 |0.18~0.25|0.06| - | - | remaining . T6l | 565 B A

Machinability VR AR S SIS TR Al

A ACEEEE D: Tool diameter, N: RPM, V¢: Cutting speed, ™ = 3.1416

B GOOD-TO-EXCELLENT
C GOOD Choose a cutting speed in the range of values, compatible with
D NOT GOOD the cutter max rotation capacity (engraved on the body)

and your spindle stability.

www.kennametal.com KZKENNAMETN: A255
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5702VZD & 5720VZ
Technical Information

KZKENNAMETAI:

Profiling & Pocketing Mills

‘\‘Q STELLRAM

Recommendations for High Speed Machining
at 8,000 rpm or above.

e Check spindle condition:
Runout
Balancing
Clamping of the attachment in traction
Marking and cleanliness

¢ Check that the tool is suitable for the required use.

Inserts must be locked positively in the pocket and
secured using the torx screw provided. The screw must
be torqued to the correct value as indicated in our charts
on the steel product pages A248 & A250 .

For security use a new screw each time.

Check the balancing of the — assembled tool — cutter
body, inserts and attachment.

Before start up, note the maximum RPM engraved on
the tool or in our technical documents. The maximum
RPM is linked to a precise balancing value.

Ensure that the field of application of the tool shown in
our technical documents and technological parameters

is observed:

ae (Mmm) width of cut, lateral engagement (radial)
a, (mm) Axial depth of cut

f, (mm/tooth) Feed per tooth

n (rpm) RPM

Stellram cannot accept responsibility for misuse of
this product:

» Non observance of the above instructions
« Machine without casing

» Incorrect clamping of workpieces

« No safety device on the machine

« Any misuse or incorrect clamping

The optimum rotation must be determined by condition of
the spindle. The spindle must be rigid to run at these higher
RPMs.

The Cutter Nomenclature Code:

Example: 5702VZD14CA020R58-2

5702 =  Stellram Product Family
V = Screw fixation
Z = Insert shape (parallelogram)
D = ISO insert clearance (D = 15°)
14 = |Insert edge length (mm)
C = Plain straight shank (No flats)

A = Through the tool coolant

020 = Cutting diameter (mm)
R = Right hand tool
58 = Reach of tool in mm
-2 = Maximum value of the insert radius in 1/10mm increments

This tool must only be used for the following applications: Face milling,
shoulder milling, slotting and pocketing.

Cylindrical shanks & HSK shanks (special): 5702VZD14 and 5720VZ16 are
designed and balanced to G6.3 at 30,000 rpm for diameters 50mm and below.
Diameters larger then 50mm are balanced to G6.3 at 24,000 rpm. Cylindrical
shank tools mounted in a shrink fit holder or any other mill chuck holder + inserts
+ screws must be re-inspected for balance by the end user when exceeding 8,000
rpm. End user must balance the assembly to a G6.3 value minimum.

Shell Mills and Modular Heads: 5720VZ16 Shell Mills and Modular Heads are
not balanced. These tools must be re-inspected for balance as an assembly,
cutter + adapter + inserts + screws by the end user when at or exceeding 8,000
rpm. End user must balance the assembly to a G6.3 value minimum.

Balancing requires removing some material by drilling or milling operations. To
avoid making modular heads weaker, limit these operations by avoiding high rpm.

For each new modular head added to the same extension, re-balance the
assembly. For each new Shell Mill installed on the same toolholder, re-balance
the assembly.

Tighten the Modular Head to the
Extension, with lubricant, apply the
torque value of:

Tighten the bolt between the shell mill and tool
holder, with lubricant apply the torque value of:

Thread sizes Torque Values Thread sizes Cutter Bore Torque Values
Under no circumstances must any attempt be made to repair (mm) N (mm) Size (mm) Nm
this tool. The only permitted maintenance is the indexing or M6 10 M6 13 10
replacement of the inserts. Use a new screw for each insert M8 0 M8 15 20
replacement.
M10 50 M10 22 50
When assembling the cutter to a shrink fit holder, the M12 80 M12 27 80
maximum protrusion can not exceed 10% of the reach M16 110 Mi6 30 110
of tool.
M20 40 120
A256 KZKENNAMETN: www.kennametal.com
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‘Z @ 7791VS Series
KENNAMETAL Plunging Cutter

&

‘\’QSTELLRAM*

ﬂo Plunging
HIGH PERFORMANCE LONG EDGE MILLING CUTTERS 7791VS

The 7791VS cutters are designed for high metal removal rates particularly for rough

machining. A wide range of indexable inserts and plunge milling cutters are available. 7791VS09:

Maximum ag = 8mm
These robust plunge milling cutters are ideal for machining a variety of materials such as Steel, Diameter Range = 25mm - 50mm
Alloyed Steel, Stainless Steel, Cast Iron, High Temperature Alloys and Aluminium Alloys.

Utilising plunge milling techniques may increase productivity 2 to 5 times over traditional 7791VS12:
profiling operations. Maximum ag = 11mm
Diameter Range = 63mm - 80mm
Strellram’s 7791VS family utilises square inserts with 4 cutting edges. The available insert
range takes either a 8mm or 11mm maximum possible radial cut.

The capability of this cutter design allows plunging vertically, horizontally down a slope
or a profile.

www.kennametal.com ‘ZKENNAMETN: A257



Plunging Mills

7791VS09 & 7791VS12
Plunge Milling Cutter

‘\g‘vSTELLnAM' I
DR —
T Product Dimensions (mm) Spares
Screw
i agmax | No.of ] ; M
H EDP Item Description D L/H 11 d1 plﬁnging Tget% EDP EDP Tlgfrl\ﬁfr?lng RF?K(/I
7791VS09 Shell Mill Fixation
029092 | 7791VS09-A040Z04R [ 40 [ 32 [ - T 16 ] 8 [ 4 [o015262]D4010T |[015240] T15 3,10 41100
b 029101 | 7791VS09-A050Z05R |50 [ 40 [ - |22 ] 8 | 5 |015262]| D4010T |015240| T15 3,10 35600
7791VS12 Shell Mill Fixation
Shell Mill Fixation 029102 [7791VS12-A063Z05R [ 63 ] 40 [ - [ 22 ] 11 [ 5 [015270] F4011T [015240] T20 3,10 31000
029103 | 7791VS12-A080Z06R [ 80 | 50 | - [ 27 ] 11 | 6 [015270] F4011T [015240] T20 3,10 27000
> M |
— <—d;
I Product Dimensions (mm) Spares
Screw
- agmax | No. of " . Max
i EDP [tem Description D L/H I1 d1 olunging | Teeth EDP EDP Tlgrllﬁtranmng RPM
7791VS09 Modular Head
«—D—»
031350 |7791VS09SA02522R35 | 25 | 35 [Mm12 [125] 8 [ 2 [015262] D4008T [015240] T15 | 3,10 57700
031405 |7791VS09SA032Z3R43 | 32 | 43 [m16| 17 | 8 | 3 |015262] D4008T | 015240 T15 | 3,10 47800

Modular Head

A258

3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

KZKENNAMETAIZ

Note: For Cylindrical Shank extensions in high density alloy with through coolant refer to page A76.

KZKENNAMETN: www.kennametal.com
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‘Z : 7791VS09 & 7791VS12
KENNAMETAL Milling Inserts

2\:? STELLRAM

SCMTO09-E SCMT09-41 SCMTO09-T
Product Application & Material Dimensions (mm) L_J
Roughing Semi-Finishing Finishing s
\{ v \AAS
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ae max. ae min. - max. ae min. - max.
8,00 1,00 - 3,00 -

7791VS09 Milling Inserts

018186 | SCMTO9T308E ‘GHl | L] ‘ (X ) ‘ - | 9,52 ‘ 9,52 ‘ 3,97 ‘ 08 ‘ 0,12

015147 | SCMTO9T308EN-41 X500 L] ‘ - 952 | 952|397 | 08 | 004 "

031474 | SCMTO9T308EN-41 SP6519 L] ‘ .l - 952 952|397 | 08 | 004 E
=3

017315 | SCMTO9T308EN-41 MP91M - EEmEe - 952 | 952|397 | 08 | 004 g
c

034550 | SCMT09T308T X400 ] ’ - 952 952|397 | 08 | 012 E

031568 | SCMTO09T308T SP6519 ‘ ‘ - - 952 952397 | 08 | 012

034551 | SCMT09T308T SP4019 ] u - 952 | 952|397 | 08 | 012

Machining Choice: ‘ 1 Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

SCMTO09T308E GH1 has limited usage for Aluminium Alloys.
SCMTO09T308T SP4019 is for Stainless Steel with heavy scale.

Note: Feed recommendations can be found on page A261. Speed recommendations can be found on page A262.

www.kennametal.com ‘ZKENNAMETN: A259
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7791VS09 & 7791VS12 KZ :
Milling Inserts KENNAMETAL

2\:? STELLRAM

SCHT12-422 SCMT12-41 SCMT12
Product Application & Material Dimensions (mm) L_J
Roughing Semi-Finishing Finishing S
v \Ad vy
EDP Item Description Grade Depth of Cut (mm) d(IC) | S r hm min
ae max. ae min. - max. ae min. - max.
11,00 1,00 - 4,00
7791VS12 Milling Inserts
030671 | SCHT12M512EN-422 ‘X?OO | - ‘ ‘ ‘ - |12,70 ‘ 12,70‘ 5,00 ‘ 1,20 ‘ 0,08
o 015226 | SCMT12M512EN-41 X500 [ J ] - 12,70 112,70 | 5,00 | 1,20 | 0,05
E 031475 | SCMT12M512EN-41 SP6519 ‘ ‘0 - 12,70 (12,70 | 5,00 | 1,20 | 0,05
g 017317 | SCMT12M512EN-41 MP91IM - N - 12,70 112,70 | 5,00 | 1,20 | 0,05
é 034554 | SCMT12M512T X400 u ’ - 12,70 12,70 | 5,00 | 1,20 | 0,12
024129 | SCMT12M512T X500 ® - 12,70 (12,70 | 5,00 | 1,20 | 0,12
034555 | SCMT12M512T SP6519 ‘ L] - - 12,70 12,70 | 5,00 | 1,20 | 0,12
034553 | SCMT12M512T SP4019 | u - 12,70 (12,70 | 5,00 | 1,20 | 0,12
017316 | SCMT12M512T MP91IM ’ ° - 12,70 (12,70 | 5,00 | 1,20 | 0,12

Machining Choice: ‘ 1t Choice M 2" Choice @ 3¢ Choice | Material Guide Key descriptions found on page A5.

SCMT12M512T SP4019 is for Stainless Steel with heavy scale.

Note: Feed recommendations can be found on page A261. Speed recommendations can be found on page A262.

A260 KZKENNAMETN: www.kennametal.com
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KZ @ 7791VS09 & 7791VS12
KENNAMETAL Recommended Feeds

2\, STELLRAM

Z

7791VS Feeds f, (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. [ Min. - Max. [ Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

=
]

Min. - Max. | Min. - Max. | Min. -
7791VS09 Insert Size

E | GHL | Plunging | [ - [ - [ - TJowr-02s]ow2-025]012-020[012-05] - [ - [ - [ - [ - T - ]
EN-41 | X500 | Plunging [ 0,05-0,33 | 005-0,30 | 005-0,28 | 005-0,25 - - - - - 0,05-0,10 | 0,05-0,10 [ 0,05-0,13 [ 0,05-0,15
EN-41 | SP6519 | Plunging | 0,05-0,33 | 005-0,30 | 005-028 | 005-025 | 005-030 | 0,05-030 | 0,05-025 - - 0,05-0,10 | 0,05-0,10 | 0,05-0,13 | 0,05-0,15 - -
EN-41 | MP9IM | Plunging | 0,05-0,30 | 012-0,28 - - 0,05-030 | 0,05-030 | 0,05-0,22 - - - - - 0,04-0,10 | 0,04-0,10 2
T X400 | Plunging [ 012-0,35 | 012-0,33 - - - - - - - - - - - 0,08-0.14 [ 0,08-0,14 =
T | SP6519 | Plunging | 010-035 | 0,12-033 - - 0,12-035 | 0,12-035 | 0,12-0,30 - - - - - - - - =7
T [ SP4019 [ Plunging - - 0,15-030 | 0,15-0,28 | 012-0,35 | 012-035 | 012-030 - - - - - - 0,08-0.14 | 0,08-0,14 =
n =
7791VS12 Insert Size E]
EN-422 | X700 | Plunging | [ - Jo08-028[008-025] - ] [ - 1T - - [007-010 [ 007-010 [ 007-013 [ 007-015 [ - ] o
EN-41 | X500 | Plunging [ 0,06-0,40 | 006-0,35 | 006-0,33 | 006-030 - - 0,06-0,10 | 0,06-0,10 [ 0,06-0,13 | 0,06-0,15
EN-41 | SP6519 | Plunging | 0,06-0,40 | 006-0,36 | 006-033 | 006-030 | 006-040 | 0,06-040 | 0,06-030 - - 0,06-0,10 | 0,06-0,10 | 0,06-0,13 | 0,06-0,15
EN-41 | MP9IM | Plunging | 0,06-0,36 | 0,06-0,30 - - 0,06-040 | 0,06-040 | 0,06-0,30 - - - - - -

T X400 Plunging | 0,12-045 | 0,12-0,40 - - - - - - - - - - - 0,0-015 | 010-0,15
T X500 Plunging | 0,12-0,45 | 0,12-0,40 - - - - - - - - - - -
T SP6519 | Plunging | 0,12-045 | 0,12-0,40 - - 012-045 | 012-045 | 0,12-040 - - - - - - - -
T SP4019 | Plunging - - 012-035 | 012-030 | 0,12-045 | 0,12-045 | 0,12-0,40 - - - - - - 0,0-0,15 | 0,10-0,15
T MP91M | Plunging - - - 012-045 | 012-045 | 0,12-040 - - - - - - 0,10-0,15 | 010-0,15

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A262.

www.kennametal.com KZKENNAMETAt A261
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7791VS09 & 7791VS12 ‘Z :
Recommended Speeds KENNAMETAL

2\:? STELLRAM

Speed V¢ (m/min)

Wear Resistance
7791VS Series - +
Speed min. - max.
Coolant Recommendation PVD PVD PVD PVD PVD cvD Uncoated
Recommended @ Possible ® X Grade X Grade X Grade Standard Standard Standard Micrograin
) Rm and \ \ \ \ s 9
ISO | Materials Hardness | © ®| x00 |0 @ x00 | @ x00 |O @) spes9 [ @] spao9 [ @) weam | @) 6H1
2
2 R 120- 260 130-270 130- 295 140-345
= T (RN ) [ONN J (XK J ([ J
E‘l <280 HBN 105 - 230 115 - 240 115 - 260 120 - 305
(=2} X 2
g [Py 95- 200 100- 210 100- 230 105- 270
= Aoyed. | ssoszonmne | | @ 70- 150 ©® 75- 160 ®® 75-175 ° 80 - 205
Steel 280-355 HBN ) ) ) )
1200-1400 N/mm?
355.415 HBN @ | 45-95 @ | 50-100 @ | 50-110 @ | 50-130
Austenitic + Ferritic
SHiES 300 series ole 115 - 250 ole 115 - 260 ole 115- 270 ole 120 - 280
Steel Martensitic
400 series 100 - 220 105 - 230 105 - 235 110 - 250
PH Stainless RefF’,aﬁ“’W ® 50-110 | @ 50-115 | @ 50-120 | @ 50 - 130
Grey ~ . ~ _
GGFt 140 - 295 145 - 330 145 - 365 135-290
Spheroidal-Ductile - - - -
GGG-FGS © | @ | 110-240 @ | 115-255 @ | 115-285 | @ | @ | 120-245
Malleable
ST 100 - 220 105 - 235 105 - 260 115 - 200
Aluminium & Alloys
<16% Si 116 HBN . -t
Aluminium + Silicon
>16% Si 92 HBN HD=2%
Iron Based 23-48 23-52 23-55
Cobalt Based 21-44 22 -46 22-48
[ J [ J [ J
Nickel Based 24 -51 25-53 25-55
Titanium Based 35-73 36-75 36-79
Hard Steel
>1400 Nimm? 45-95 50 - 100 50 - 105
'>415 HBN Ps o o
Chilled Cast Iron
>1400 N/mm? 35-80 40 - 90 40- 95
> 400 HBN

A262 KZKENNAMETN: www.kennametal.com
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KZ @ 7791VS09
KENNAMETAL Technical Information

2\25 STELLRAM
Tool Definition
Scallop height and step over - Dimensions (mm)

Diameter 25 32 40 50

Insert size 9 9 9 9

ae max 8,00 8,00 8,00 8,00

Scallop height Step over (mm)

0,25 4,97 5,63 6,30 7,05
0,50 7,00 7,94 8,89 9,95
0,75 8,53 9,68 10,85 12,16
1,00 9,80 11,14 12,49 14,00
2,00 13,56 15,49 17,44 19,60 %
3,00 16,25 18,65 21,07 23,75 =
4,00 18,33 2117 24,00 27,13 E,
5,00 20,00 2324 26,46 30,00 Tool E’
6,00 21,35 24,98 28,57 32,50 / o
7,00 - - 30,40 34,70
8,00 - - 32,00 36,66 /

The scallop height is calculated in relation with the step over.

/ Workpiece

Insert

ae (Maximum)

Scallop Height

- N

Stepover

The maximum radial engagement is directly in relation ‘ ‘

with insert cutting edge length. The cutting edge should not be in contact with the material
face after machining to maintain the cutting edge quality.

For insert type: SC...09 the ae, max is 8mm.

www.kennametal.com ‘ZKENNAMETN: A263



Plunging Mills

7791VS12
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Technical Information

‘\’QSTELLRAM"

Tool Definition

KZKENNAMETAE

Scallop height and step over - Dimensions (mm)
Diameter 63 80
Insert size 12 12
ae max 11,00 11,00
Scallop height Step over (mm)
0,25 7,92 8,93
0,50 11,18 12,61
0,75 13,67 15,42
1,00 15,75 17,78
2,00 22,09 24,98
3,00 26,83 30,40
4,00 30,72 34,87 Tool
5,00 34,06 38,73
6,00 36,99 42,14 /
7,00 39,60 45,21 /
8,00 41,95 48,00
9,00 44,09 50,56
10,00 46,04 52,92
11,00 47,83 55,10
The scallop height is calculated in relation with the step over. / Workpiece
Insert
ae (Maximum)
-+ Scallop Height
v, / \
Stepover
\ \
The maximum radial engagement is directly in relation ‘ ‘
with insert cutting edge length. The cutting edge should not be in contact with the material
. ] face after machining to maintain the cutting edge quality.
For insert type: SC...12 the ag, max is 11mm.
A264 KZKENNAMETAE www.kennametal.com
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‘Z @ 7745VT & 7760VT Series
KENNAMETAL Chamfer Milling Cutter

\ a’
<% sSTELLRAM =
ﬂ(} Chamfering
7745VT & 7760VT CHAMFER MILLING CUTTER T745VT & 7760VT
The cutter 7745VT11 is designed for removing heavy burrs and for machining small 45
degree chamfers. 7745VT11:
Diameter Range = 16mm
The cutter series 7745VT16 contains two different cutter versions. One version utilises two
inserts for machining heavy chamfers. The other version utilises one insert and is particularly 7745VT16:
qualified for spot drilling as well as for machining of small chamfers. Diameter Range = 20mm to 30mm
The cutter series 7760VT contains two diameters, both for 60 degree chamfer milling. 7760VT:

Diameter Range = 16mm to 25mm
Due to a wide range of available
geometries and grades all these cutters are suitable for machining all materials.

www.kennametal.com ‘ZKENNAMETN: A265



Chamfering Mills
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7745VT & 7760VT KZ
Chamfer Milling Cutter KENNAMETAL
<\ STELLRAM
40
[Ay]
»‘ dy ‘«
L Product Dimensions (mm)
EDP Item Description D LH 11 d1 d2 ap max No. of Teeth
|
! 450 45° Degrees Cutter - Weldon Shank
023065 | 7745VT11IWAO16R [ 16 [ 88 [ 38 [ 16 [ 4,00 [ 7,70 [ 1
\ d, 023066 | 7745VT16WAQ20R* [ 20 \ 110 \ 50 \ 20 \ 0,00 \ 6,00 \ 1
b 023067 | 7745VT16WAO30R | 30 \ 100 \ 32 \ 20 | 1200 | 130 | 2
60° Degrees Cutter - Weldon Shank
45° VT11 Weldon Shank 023068 | 7760VT11WAOL6R [ 16 \ 88 \ 38 \ 16 [ 700 [ 950 ] 1
023069 | 7760VT11WAO25R | 24,5 | 920 | 40 | 20 | 1500 | 9,50 | 2
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Depth of Cut (ap)

A266

* Denotes the cutter for spot drilling. For Spot Drilling the ap max. is 6,00mm and for linear movement the ap max. is 11,00mm.

7745VT & 7760VT Spares & Max RPM

Product Dimensions (mm)
Screw Max
EDP Item Description EDP EDP Tightening

Nm RPM
023065 | 7745VT11WA016R 015060 | F2505T | 015069 | T7F 0,80 107000
023066 | 7745VT16WAO20R* 015260 | D4008T | 015240 | T15 3,10 84000
023067 | 7745VT16WAO30R 015260 | D4008T | 015240 | T15 3,10 55500
023068 | 7760VT11WAQ16R 015060 | F2505T | 015069 | T7F 0,80 107000
023069 | 7760VT11WA025R 015060 | F2505T | 015069 | T7F 0,80 75000
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‘Z @ 7745VT & 7760VT
KENNAMETAL Milling Inserts
I 4 Ay

‘\’Q STELLRAM

TPMT11-M TCMX16-ZR TCMT16
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v \Ad vy
EDP Item Description Grade Depth of Cut (mm) d(acy| |1 S r | hmmin
ap max. ap min. - max. ap min. - max.
9,00 1,00 - 7,00 0,50 - 3,00m

Insert size 11mm for Chamfering only
024947 | TPMT110204E-M X500 - | I‘ 6,35 | 11,00 | 2,38 | 0,40 | 0,03
032277 | TPMT110204E-M SP4019 - ‘ ‘II 6,35 | 11,00 | 2,38 | 0,40 | 0,03
024948 | TPMT110204E-M GH1 - 0 0 6,35 | 11,00 | 2,38 | 0,40 | 0,03

Insert size 16mm for Spot Drilling and Chamfering ”
034535 | TCMX16T308E-ZR* ‘SP4019| - ‘ ‘ 0 “l | 9,52 ‘16,50‘ 3,97 ‘ 0,80 ‘ 0,05 E

Insert size 16mm for Chamfering only g
034536 | TCMT16T308E X400 - [ ] 9,52 (16,50 | 397 | 0,80 | 0,05 "E
024140 | TCMT16T308E X500 - 0 9,52 (16,50 | 3,97 | 0,80 | 0,05 §
031569 | TCMT16T308E SP6519 - [} [ L] 9,52 |16,50| 3,97 | 0,80 | 0,05
024139 | TCMT16T308E MP91M - 0 Q 9,52 (16,50 | 3,97 | 0,80 | 0,05
034538 | TCMT16T308T X400 ‘ - 0 9,52 (16,50 | 397 | 0,80 | 0,15
034539 | TCMT16T308T SP6519| M [ ] 9,52 (16,50 | 397 | 0,80 | 0,15
034537 | TCMT16T308T SP4019| ® QQ - [ 9,52 (16,50 | 397 | 0,80 | 0,15
023393 | TCMW16T308E GH1 - ° 9,52 (16,50 | 397 | 080 | 0,15

Machining Choice: ‘15‘ Choice ™ 2" Choice @ 3“Choice | Material Guide Key descriptions found on page A5.

* TCMX16T308E-ZR SP4019 has to be used for spot drilling and can also be used for chamfer milling.
Note: The feed for spot drilling needs to be reduced by 50%.

Note: Feed recommendations can be found on page A268. Speed recommendations can be found on page A269.

www.kennametal.com ‘ZKENNAMETN: A267
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7745VT & 7760VT KZ :
Recommended Feeds KENNAMETAL

2STELLRAM

7745VT & 7760VT Feeds f, (mm/tooth)
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Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

Insert size 11mm for Chamfering only
E-M X500 | Chamfering | 0,03-0,20 | 0,03-0,15 | 0,03-0,5 | 0,03-0,12 | 0,03-0,20 | 0,03-0,20 | 0,03-0,20 - - 0,03-0,10 | 0,03-0,10 | 0,03-0,10 | 0,03-0,12

E-M | SP4019 | Chamfering | 0,03-0,20 | 0,03-05 | 003-015 | 003-012 | 003-020 | 003-020 | 0,03-020 | 0,03-020 | 0,02-015 | 0,03-010 | 0,03-010 | 0,03-010 | 0,03-012

E-M GH1 | Chamfering - - - - - - - 0,03-0,20 | 0,02-0,15

Insert size 16mm for Spot Drilling and Chamfering

";: E-ZR ‘SP4019 ‘%ﬁ;g\;ﬂ:ﬂ%/ 0,03-0,20 | 0,03-0,15 | 0,03-0,15 | 0,03-0,10 | 0,03-0,15 | 0,03-0,12 | 0,03-0,10 | 0,03-0,20 | 0,03-0,15 | 0,03-0,10 | 0,03-0,10 | 0,03-0,10 | 0,03-0,12 | - |

2 Insert size 16mm for Chamfering only

-.E E X400 | Chamfering | 0,03-020 | 0,03-0,15

g E X500 | Chamfering - - 0,03-0,15 | 0,03-0,12 - - - - - 0,03-0,10 | 0,03-0,10 | 0,03-0,10 | 0,03-0,12

© E SP6519 | Chamfering [ 0,03-0,20 | 0,03-0,15 | 003-0,15 | 0,03-012 | 0,03-015 | 003-0,15 | 0,03-0,15 - - 0,03-0,10 | 0,03-0,10 | 0,03-0,10 | 0,03-0,12
E MP9IM | Chamfering | 0,03-0,18 | 0,03-0,12 - - 003-015 | 003-0,15 | 0,03-0,15
T X400 | Chamfering | 0,03-0,20 | 0,03-0,15 - - - - - - - - - - - 003-0,10 | 0,03-0,10
T SP6519 | Chamfering [ 0,03-0,20 | 0,03-015 | 003-0,15 | 0,03-0,12 | 0,03-020 | 003-0,20 | 0,03-0,18 - - 0,03-0,10 | 0,03-0,10 | 0,03-0,0 | 0,03-0,12
T SP4019 | Chamfering [ 0,04-0,20 | 0,04-014 | 003-0,15 | 0,03-0,12 | 0,03-020 | 003-0,20 | 0,03-018 - - 0,03-0,0 | 0,03-0,10 | 0,03-0,10 | 003-012 | 0,03-0,10 | 0,03-010
E GHL | Chamfering - - - - 003-0,20 | 0,03-020 | 0,03-0,18

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A269.

A268 KZKENNAMETN: www.kennametal.com
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KZKENNAMETAL Recommended Speeds
‘\‘g STELLRAM
Speed v (m/min)
Wear Resistance
TT45VT & 7760VT _ +
Series
Speed min. - max.
Coolant Recommendation PVD cvD PVD PVD cvD Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin
. Rm and \ \ \ \
IO | Materials | St |0 @ x00 |0 @ xs00 | @) spesie | @) spa09 O @) meatm | @) GHL
2
Py 120 - 260 130- 270 130- 295 140- 315 140 - 345
<950 N2 (ORK J (ORK ) ®© e ® [
SN 105 - 230 115 - 240 115 - 260 120 - 275 120 - 305 ”
Y 2 =
[y 95 - 200 100- 210 100- 230 105 - 245 105 - 270 s
Aloyed | sso1z00nmm2 | © | @ © e © e ® ® =3
o R 70- 150 75- 160 75-175 80-190 80 - 205 5
1200-1400 N/mm? E
1 R @® | 45-95 @ | 50-100 @® | 50-110 @® | 50-120 @ | 50-130 E
Austenitic + Ferritic o
Staiess T ole 115 - 250 ole 115-270 ole 120 - 280
Steel Martensitic
P 100 - 220 105 - 235 110 - 250
PHStainless | FeIcto ° 50-110 | @ 50-120 | @ 50- 130
géezl 120 - 280 140 - 295 145 - 330 145 - 365 135 - 290
ST e ©| @ 10525 |® @| 110-240 | |@|115-255 | | @ 115-285 |@© |@ | 120-245
Malleable
BTG E 95-170 100 - 220 105 - 235 105 - 260 115 - 200
Aluminium & Alloys
< 16% Si 116 HBN 400 - 2895 400 - 3050
o ([ J
Aluminium + Silicon 205 - 2320 295 - 2440
>16% Si 92 HBN ) )
Iron Based 23-48 23-55 24 - 63
Cobalt Based 21-44 22-48 23-52
() () (]
Nickel Based 24-51 25-55 26-59
Titanium Based 35-73 36-79 37-84
Hard Steel
>1400 N/mm? 45-95 50 - 100
>415 HBN
Chilled Cast Iron ® ®
>1400 N/mm? 35-80 40-90
> 400 HBN

www.kennametal.com KZKENNAMETALW A269
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7745VT16 & 7760VT11 KZ :
Technical Information KENNAMETAL

ﬁgQSTELLRAM“

Calculation of the average chip thickness in relation with the ae (Radial Engagement) if ac is less than 50% of Dia.

Formula: Programme Feed Rate (fz) hm = Average chip thickness Formula: Average Chlp Thickness (hm)
a. = Radial engagement

f,=hy x A / : f, = Feed per tooth hp =f, x ae
d

e = Cutter diameter d

7745VT16 Technical Information

Feed rate compensation: For 45° cutting, divide the hy, value by the
sine of the approach angle (the sine of 45° = 0,707)

Chamfering Mills

i:el: hm or 0,08mm
0,707 0,707 = 0,11mm programmed feed rate

7760VT11 Technical Information

Feed rate compensation: For 60° cutting, divide the hy, value by the
sine of the approach angle (the sine of 60° = 0,866)

i.e.. hm or 0,08mm
0,866 0,866 = 0,092mm programmed feed rate

A270 KZKENNAMETAE www.kennametal.com
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‘Z @ 5400VM Series
KENNAMETAL T-Slot Milling Cutter

-l
‘\’g STELLRAM \)
ﬂ O T-Slot
T-SLOT MILLING CUTTERS 5400VM
The 5400VM cutter is specifically designed for producing T-slots after machining the tenon
slot. This particular design places two inserts slightly higher on the body to machine the top of 5400VM:
the slot while the other two machine the bottom of the slot. Diameter Range = 18mm to 40mm

The unique design with reinforced insert support and shallow machined chip flutes, allows this
cutter design to run at higher feed rates.

The design allows chips to evacuate through the slot already machined. When possible the

tool shank passage should be only 1Tmm below the top of the T-slot, allowing the chips to
evacuate through the slot produced by this cutter.

www.kennametal.com ‘ZKENNAMETN: A271
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T-Slot Mills

] K<
T-Slot Milling Cutter KENNAMETAL
< STELLRAM 7
-'L'I
4>{ dl ‘4*
Product Dimensions (mm)
- Slot Height No of Teeth Insert Insert
EDP Item Description D L I I2 d1 d2 (rightleft Type Size
L 5400VM Weldon Shank
— 021662 | 5400VM04WA018R 18 70 8 25 12 8 2R +2L MP 04 RIL
— - d2 021663 | 5400VM04WA021R 21 75 9 30 12 10 2R+2L MP 04 RIL
021664 | 5400VMO6WA025R 25 83 11 35 16 12 2R+2L MP 06 RIL
Iy 018313 | 5400VMO8WA032R 32 91 14 43 16 15 2R +2L MP 08 RIL
+ 021665 | 5400VM11WAQ40R 40 106 18 50 25 19 2R +2L MP 11 RIL
v 1

«D»‘*

Weldon Shank

Product Spares
Screw Max
EDP [tem Description EDP EDP Tightening RPM
Nm
5400VM Weldon Shank

021662 | 5400VM04WAO18R 015059 | F2004T | 018487 | T6 0,40 10000
021663 | 5400VMO04WA021R 015059 | F2004T 018487 | T6 0,40 10000
021664 | 5400VMO6WAO25R 015060 | F2505T | 018488 | T7 0,80 10000
018313 | 5400VMO8WAO32R 015063 | F3008T | 013214 | T9 1,40 10000
021665 | 5400VM11WAO040R 015062 | D4010T 015240 | T15 3,10 10000

A272 KZKENNAMETN: www.kennametal.com
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‘Z : 5400VYM
KENNAMETAL Milling Inserts

‘\’Q STELLRAM

MPHWO04 MPFWO04 MPEX06-701 MPHWO06 MPFWO06
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
\{ v \AAS
EDP Item Description Grade Depth of Cut (mm) d(IC) | s r | hmmin
ae / ap max. * ae min. - max. ae min. - max.

Insert Size 04

017667 | MPHW0402PPTL X500 ] [ J 476 | 4,76 | 2,38 | Facet| 0,07
017666 | MPHW0402PPTR X500 ] [ J 476 | 4,76 | 2,38 | Facet| 0,07
031508 | MPFW0402PPTL SP6519 ‘ u 476 | 4,76 | 2,38 | Facet| 0,07
031507 | MPFW0402PPTR SP6519 ‘ ] 476 | 4,76 | 2,38 | Facet| 0,07
034523 | MPFW0402PPTL SP4019 [ J ‘ 476 | 4,76 | 2,38 | Facet| 0,07
034524 | MPFW0402PPTR SP4019 (] ‘ 4,76 | 4,76 | 2,38 | Facet| 0,07

Insert Size 06
024926 | MPEX0602PPFL-701 | GH1

6,35 | 6,35 | 2,38 | Facet| 0,02

T-Slot Mills

024927 | MPEX0602PPFR-701 GH1 6,35 | 6,35 | 2,38 | Facet| 0,02

A b 4

017669 | MPHW0602PPTL X500 ] ® 6,35 | 6,35 | 2,38 | Facet| 0,07
017668 | MPHW0602PPTR X500 ] [ J 6,35 | 6,35 | 2,38 | Facet| 0,07
031571 | MPFW0602PPTL SP6519 ‘ ] 6,35 | 6,35 | 2,38 | Facet| 0,07
031570 | MPFWO0602PPTR SP6519 ‘ ] 6,35 | 6,35 | 2,38 | Facet| 0,07
034525 | MPFW0602PPTL SP4019 [ J ‘ 476 | 4,76 | 2,38 | Facet| 0,07
034526 | MPFW0602PPTR SP4019 ° ‘ 476 | 4,76 | 2,38 | Facet| 0,07

Machining Choice: ‘ 1% Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Max ap and ae is determined by selection of the cutter.

Note: Feed recommendations can be found on page A275. Speed recommendations can be found on page A276.

www.kennametal.com ‘ZKENNAMETN: A273
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5400VM
Milling Inserts KZKENNAMETAE

‘\’Q STELLRAM

MPEX08-701 MPFW08 MPHT08-42 MPEX11-701 MPHT11-42 MPFW11
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v v A\AA4
EDP Item Description Grade Depth of Cut (mm) d(cy| |1 s r | hmmin
ag / ap max.* ae min. - max. ae min. - max.
Insert Size 08
034527 | MPEX0803PPFL-701 SP4019 u 794 | 794 | 3,18 | Facet| 0,02
034528 | MPEX0803PPFR-701 SP4019 | 794 | 7,94 | 3,18 | Facet| 0,02
024928 | MPEX0803PPFL-701 GH1 ‘ - - 794 | 794 | 318 | Facet| 0,02
017642 | MPEX0803PPFR-701 GH1 ‘ 476 | 4,76 | 2,38 | Facet| 0,02
015138 | MPHTO803PPTL-42 X500 - - 794 | 794 | 318 | Facet| 0,10
% 015140 | MPHT0803PPTR-42 X500 - - 794 | 7,94 | 3,18 | Facet| 0,10
§ 031510 | MPHTO803PPTL-42 SP6519 ‘ 794 | 794 | 3,18 | Facet| 0,10
z’ 031509 | MPHTO803PPTR-42 SP6519 ‘ 794 | 7,94 | 3,18 | Facet| 0,10
017296 | MPHTO803PPTL-42 MP91M oonm 794 | 794 | 3,18 | Facet| 0,10
017297 | MPHTO803PPTR-42 MP91M eom 794 | 794 | 3,18 | Facet| 0,10
034532 | MPFW0803PPTL X400 | 794 | 794 | 318 | Facet| 0,10
034531 | MPFW0803PPTR X400 u 794 | 7,94 | 3,18 | Facet| 0,10
034529 | MPFW0803PPTL SP4019 ‘ 7,94 | 7,94 | 3,18 | Facet| 0,10
034530 | MPFWO0803PPTR SP4019 ‘ 794 | 794 | 318 | Facet| 0,10
017658 | MPFW0803PPTL GH1 ® 794 | 7,94 | 3,18 | Facet| 0,10
017655 | MPFWO0803PPTR GH1 [ ] 794 | 794 | 3,18 | Facet| 0,10
Insert Size 11
017644 | MPEX1104PPFL-701 GH1 ‘ 11,11 | 11,11 | 4,76 | Facet| 0,02
017643 | MPEX1104PPFR-701 GH1 ‘ 11,11 | 11,11 | 4,76 | Facet| 0,02
015141 | MPHT1104PPTL-42 X500 u 11,11 | 11,11 | 4,76 | Facet| 0,10
015142 | MPHT1104PPTR-42 X500 ] 11,11 | 11,11 | 4,76 | Facet| 0,10
031512 | MPHT1104PPTL-42 SP6519 ‘ 11,11 | 11,11 | 4,76 | Facet| 0,10
031511 | MPHT1104PPTR-42 SP6519 ‘ 11,11 | 11,11 | 4,76 | Facet| 0,10
017298 | MPHT1104PPTL-42 MP9IM eom 11,11 | 11,11 | 4,76 | Facet| 0,10
017299 | MPHT1104PPTR-42 MP91M eom 11,11 | 11,11 | 4,76 | Facet| 0,10
034533 | MPFW1104PPTL SP4019 ‘ 11,11 | 11,11 | 4,76 | Facet| 0,15
034534 | MPFW1104PPTR SP4019 ‘ - - 11,11 | 11,11 | 4,76 | Facet| 0,15
017439 | MPFW1104PPTL GH1 L] 11,11 | 11,11 | 4,76 | Facet| 0,15
017440 | MPFW1104PPTR GH1 ® - - 11,11 | 11,11 | 4,76 | Facet| 0,15

Machining Choice: ’ 15t Choice M 2" Choice @ 3¢ Choice | Material Guide Key descriptions found on page A5.

* Max ap and ae is determined by selection of the cultter.

Note: Feed recommendations can be found on page A275. Speed recommendations can be found on page A276.

A274 KZKENNAMETN: www.kennametal.com
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KZ : 5400VM
KENNAMETAL Recommended Feeds

‘\‘z‘v STELLRAM

=24

5400VM Feeds f; (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

Min. - Max. | Min. - Max. | Min. - Max. | Min. -

5
5
=
&

Insert Size 04
TRITL X500 Slotting 0,06-0,10 | 0,05-0,08 | 0,06-0,08 | 0,05-0,07 | 0,05-0,10 | 0,05-0,10 | 0,05-0,08
TR/TL | SP6519 Slotting 0,06-0,10 | 0,05-0,08 | 0,06-0,08 [ 0,04-0,06 | 0,04-008 | 0,04-008 | 0,04-0,08
TRI/TL | SP4019 | Slotting 0,06-0,10 | 0,05-0,08 | 0,06-0,08 | 0,04-0,06 | 0,04-0,08 | 0,04-0,08 | 0,04-0,08

Insert Size 06

FRIFL-701] GH1 Slotting - - - - - - - 0,05-0,12 | 0,05- 0,10
TRTL | X500 Slotting 0,06-0,13 | 006-011 | 0,06-0,12 | 0,06-0,10 | 0,06-0,12 | 0,06-0,12 | 0,06-0,10 - -
TR/TL | SP6519 | Slotting 0,06-013 | 006-011 | 0,06-0,12 | 0,06-0,10 | 0,06-0,12 | 006-012 | 0,06-0,10
TRITL | SP4019 | Slotting 0,06-0,12 | 0,06-0,10 | 0,06-0,12 | 0,06-0,10 | 0,06-0,12 | 0,06-0,12 | 0,06-0,10

Insert Size 08

FRIFL-701] SP4019 | Slotting - - 0,04-0,10 - - - - 0,05-012 | 0,05-0,10
FRIFL-701] GH1 Slotting - - - - 0,05-0,12 | 0,05-0,10
TL/TL-42| X500 Slotting - - 0,0-015 | 0,0-0,14 - -
TRITL-42| SP6519 |  Slotting 0,0-0,16 | 0,10-014 | 0,10-0,15 | 0,10-0,14
TR/TL-42| MP91M | Slotting 010-0,15 | 0,10-0,13 - -
TRAL | X400 Slotting 0,10-0,16 | 0,10-0,14 - - - - -
TR/TL | SP4019 | Slotting - - - - 0,10-015 | 0,0-015 | 0,10-0,13
TRL GH1 Slotting - - - - 0,10-0,14 | 0,10-0,14 -

Insert Size 11

FRIFL-701] GH1 Slotting - - - -
TRITL-42| X500 Slotting 0,10-0,18 | 0,10-0,15 | 0,10-0,16 | 0,10-0,15
TR/TL-42| SP6519 | Slotting 0,10-0,18 | 0,10-0,15 | 0,10-0,16 | 0,10-0,15 - - -
TRITL-42| MP9IM |  Slotting 0,10-0,17 | 0,10-0,14 - - 0,10-0,16 | 0,10-0,16 | 0,10-0,14
TR/TL | SP4019 | Slotting - - - - 0,10-0,16 | 0,10-0,16 | 0,10-0,14
TRTL GH1 Slotting - - - - 0,10-0,14 | 0,10-0,14 -

Note: HTA = High Temperature Alloys

0,10-015 | 0,0-015 | 0,10-0,13

T-Slot Mills

0,05-012 | 0,05-0,10

Speed recommendations can be found on page A276.

www.kennametal.com KZKENNAMETAt A275
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5400VM
Recommended Speeds ‘ZKENNAMETAII

2\:? STELLRAM

Speed v (m/min)

Wear Resistance

5400VM Series - +

Speed min. - max.

Coolant Recommendation PVD cvD PVD PVD cvD Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin

. Rm and \ \ \ \ \
ISO | Materials Hardness | © ® x00 | @ x00 | @) sres9 | @] spa019 [ @ mPam [ @ eHL
)
e 120- 260 130-270 130-295 140-315 140 - 345
<sonm? | © | @ o o . .
ey 105 - 230 115- 240 115 - 260 120- 275 120- 305
. 2
[Py 95 - 200 100 - 210 100 - 230 105 - 245 105 - 270
Aloyed | 0200w | © | @ 70- 150 ©® 75-160 ©° 75-175 ¢ 80- 190 ¢ 80- 205
2 Steel 280-355 HBN : : - : -
= 1200-1400 N/mm?
= 255,415 HBN ®| 45-% ® | 50-100 @® | 50-110 ® | 50-120 @ | 50-130
L@ AustenficyFenilic 115- 250 115-270 120 - 280
= Stainless 300 series ® e ® e ® e
steel HanET 100-220 105-235 110 - 250
400 series
PH Stainless Ref;aﬁ“”y () 50-110 | @ 50-120 | @ 50 - 130
e 120- 280 140 - 295 145- 330 145 - 365 135- 290
St s ©|®) 105-205 |© | @ | 110-240 ® | 15-255 @ 15-285 |© | @ | 120-245
Malleable B B B R
afeatle 95-170 100- 220 105-235 105 - 260
Aluminium & Alloys B B
< 16% Si 116 HBN o 400 - 2895 . 400 - 3050
Aluminium + Silicon
o 295 - 2320 205 - 2440
Iron Based
Cobalt Based
Nickel Based

Titanium Based

Hard Steel
>1400 Nimm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN

A276 KZKENNAMETN: www.kennametal.com
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‘ZKENNAMETAE Technical Information

‘\‘QSTELLRAM”

5400VM Technical Information

a) b)

1 mm

I"_( 1 1 1

| t | | l |

l— — - | _—
0,5mm/

Stellram recommends the use of method a) whenever possible.
Compressed air or sufficient coolant is used to ensure adequate chip evacuation.

Note: Machining method a) is preferred as this method greatly reduces vibration.

T-Slot Mills

‘ZKENNAMETAI: A277

www.kennametal.com
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‘ZKENNAMETAIZ

‘\’QSTELLRAM'

DISK MILL CARTRIDGE CUTTERS

7220VM Disk Mill Cutter series with adjustable cartridges are designed for machining deep slots
or side shoulder milling operations. They are equipped with interchangeable cartridges with width
adjustment.

The cartridges are fixed to the cutter body by an efficient clamping system which works in the
same direction as the cutting force.

Due to the adjustable cartridges, these cutters are perfectly qualified to machine precision slots.

This cutter series is designed for roughing, semi-finishing and finishing of Steel, Steel Alloys,
Stainless Steel, Cast Iron, Aluminium Alloys, and High Temperature Alloys.

This Stellram® 72VM .. cartridge system is noted for its simplicity, reliability and precision. The
minimal size of the cartridge means it has a larger area for chip flow — a major factor for full-side
cutters where chips cannot be released when teeth are engaged. Stellram’s cutters can achieve
deep slotting operations without the chip flow problems of other systems.

The cutter bodies can be adapted for different milling operations. They can be fitted with
alternating left/right cartridges (full-side cutters) mainly for slotting, or only right or left
cartridges (half-side cutters) for maximum side cutting performance.

Note: The 7220VM series cutters in this section are assembled as Full Side Disc Cutters (Slotting)

which is called Neutral (N). They are set with 50 percent right hand and 50 percent left hand
cartridges for slotting applications.

For applications as a right hand or left hand Half Side Disc Mills, please order the necessary
cartridges depending on the hand cutter you require.

www.kennametal.com ‘ZKENNAMETN:

7220VM Series
Disk Mill Cartridge Cutters

Slotting /
Shoulder

7220VM

The 7220VM range with width
adjustment is as follows:

Dia. 63mm to 125mm is 1mm adjustable.
Available width of cut: 6/7; 7/8; 8/9; 9/10
Example: Cartridge 72VM_6/7 = 6mm to 7mm
+/- 0,2mm; = 5,8mm to 7,2mm

Dia. 125mm to 160mm is 2mm adjustable.
Available width of cut: 10/12; 12/14; 14/16;
16/18; 18/20

Example: Cartridge 72VM_10/12 = 10mm to
12mm +/- 0,2mm; = 9,8mm to 12,2mm

A279
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7220VM

Disk Mill Cutters Assemblies

d,
‘\ d ‘
Ae
" max‘
Y

Disc Cutter & Cartridge

i

Depth of Cut (ap)

A280

ae

KZKENNAMETAI:

‘\:)QSTELLRAM“ 7
Product Dimensions (mm)
djustment range Screw "
Assembled No. of Teeth | ae ap ad ) k Insert | Insert size
EDP Description D LH | d1 d2 (right / left) max ap min ap max T'gmﬁ?mg type metric
7220VM04 Disk Mill Cutters with Shell Mill Fixation
016700 |7220VM04-063R06/07N 63 | 40 | 22 | 35 4R+4L  [1400] 6,00 7,00 0,40
016701 |7220VM04-063R07/08N 63 | 40 | 22 | 35 4R+4L  [1400] 7,00 8,00 0,40 WP o
016702 |7220VM04-080R06/07N 80 | 45 | 27 | 45 5R+5L [1750] 6,00 7,00 0,40
016703 | 7220VM04-080R07/08N 80 | 45 | 27 | 45 5R+5L  [1750 7,00 8,00 0,40
7220VMO06 Disk Mill Cutters with Shell Mill Fixation
016704 [7220VMO06-100R08/09N 100 | 50 | 32 | 48 6R+6L [26,00] 8,00 9,00 0,80
016705 | 7220VMO06-100R09/10N 100 | 50 | 32 | 48 6R+6L [26,00] 9,00 10,00 0,80 MP 06
033233 | 7220VMO06-125R08/09N 125 | 55 | 40 | 62 7R+7L  [3050| 8,00 9,00 0,80
016706 | 7220VMO06-125R09/10N 125 | 55 | 40 | 62 7R+7L  [3050] 9,00 10,00 0,80
7220VMO08 Disk Mill Cutters with Shell Mill Fixation
016707 |7220VMO08-125R10/12N 125 | 55 | 40 | 62 5R+5L  [30,50| 10,00 12.00 2,10
033234 [7220VM08-125R12/14N 125 | 55 | 40 | 62 5R+5L [30,550| 12,00 14,00 2,10 WP 08
033235 | 7220VM08-160R10/12N 160 | 60 | 40 | 66 6R+6L |4410| 10,00 12,00 2,10
033236 | 7220VMO08-160R12/14N 160 | 60 | 40 | 66 6R+6L |4410] 12,00 14,00 2,10
7220VM11 Disk Mill Cutters with Shell Mill Fixation
033237 | 7220VM11-125R14/16N 125 | 55 | 40 | 62 4R+4L  [3050] 14,00 16,00 3,10
033238 | 7220VM11-125R16/18N 125 | 55 | 40 | 62 4R+4L  |3050| 16,00 18,00 3,10 MP 1
033239 | 7220VM11-160R16/18N 160 | 60 | 40 | 66 5R+5L |4410| 16,00 18,00 3,10
033240 | 7220VM11-160R18/20N 160 | 60 | 40 | 66 5R+5L  [4410] 18,00 20,00 3,10

The 7220VM series cutters in this section are assembled as Full Side Disc Cutters (Slotting) which is called Neutral (N).

Product Mounting Bolt
EDP Assembled EDP Bolt
Descrlptlon
7220VMO04 Disk Mill Cutters
016700 | 7220VM04-063R06/07N 031299 M10 1.5 X 25 SHCS
016701 | 7220VM04-063R07/08N 031299 M10 1.5 X 25 SHCS
016702 | 7220VM04-080R06/07N 031268 M12 X 1.75 X 30 SHCS
016703 | 7220VM04-080R07/08N 031268 M12 X 1.75 X 30 SHCS
7220VMO06 Disk Mill Cutters
016704 | 7220VM06-100R08/09N 031269 M16 X 2 X 40 SHCS
016705 | 7220VM06-100R09/10N 031269 M16 X 2 X 40 SHCS
033233 | 7220VMO06-125R08/09N 031270 M20 X 2.5 X 50 SHCS
016706 | 7220VM06-125R09/10N 031270 M20 X 2.5 X 50 SHCS
7220VMO08 Disk Mill Cutters
016707 | 7220VM08-125R10/12N 031270 M20 X 2.5 X 50 SHCS
033234 | 7220VM08-125R12/14N 031270 M20 X 2.5 X 50 SHCS
033235 | 7220VM08-160R10/12N 031270 M20 X 2.5 X 50 SHCS
033236 | 7220VM08-160R12/14N 031270 M20 X 2.5 X 50 SHCS
7220VM11 Disk Mill Cutters
033237 [7220VM11-125R14/16N 031270 M20 X 2.5 X 50 SHCS
033238 | 7220VM11-125R16/18N 031270 M20 X 2.5 X 50 SHCS
033239 | 7220VM11-160R16/18N 031270 M20 X 2.5 X 50 SHCS
033240 | 7220VM11-160R18/20N 031270 M20 X 2.5 X 50 SHCS

KZKENNAMETAI:

www.kennametal.com
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Disc Cutter & Cartridge

Left & Right Cartridges

www.kennametal.com

Disk Mill Cutters Assemblies
‘\:)QSTELLRAM“
Product Hardware Spares
H Insert
Right hand Left hand Insert ;
EDP Cartridge EDP Cartridge Screw EDP ScreEME)dFENer
7220VMO04 Disk Mill Cutters
016759 | 72VMRO06/07 | 016751 [72vML06/07 015059 [ F2004T 018487 [ 6
016760 | 72VMRO07/08 | 016752 | 72vML07/08 015059 | F2004T 018487 \ 6
7220VMO06 Disk Mill Cutters
016761 [ 72VMRO08/09 | 016753 |72VML08/09 015060 \ F2505T 018488 \ 7
016762 | 72VMR09/10 | 016754 |72VML09/10 015060 | F2505T 018488 | T7
7220VM08 Disk Mill Cutters
016763 | 72VMR10/12 | 016755 |72vML10/12 015063 [ F3008T 013214 [ 9
016764 | 72VMR12/14 | 016756 |72vML12/14 015063 \ F3008T 013214 \ 9
7220VM11 Disk Mill Cutters
016765 | 72VMR14/16 016757 | 72VML14/16 015262 D4010T 015240 T15
016766 | 72VMR16/18 016758 | 72VML16/18 015262 D4010T 015240 T15
015445 | 72VMR18/20 015444 | 72VML18/20 015262 D4010T 015240 T15
(7]
(-4
[=2]
=
=
€
S
o
Product Cartridge Spares ﬁ
. Cartridge Cartridge Cartridge E
EDP Rég?ttr:jar;d EDP E?ifrttﬁggg Adjustment Fixation Screwdriver 2
g Screw EDP Screw EDP EDP 8
7220VMO04 Disk Mill Cutters
016759 [ 72VMRO06/07 | 016751 |72VML06/07 | 015259 [ 72.698T | 013214 | 9
016760 | 72VMRO07/08 | 016752 |72vML07/08 | 015259 | 72.698T | 013214 | T9
7220VMO06 Disk Mill Cutters
016761 | 72VMR08/09 [ 016753 [72VML08/09 [ 015258 [ 72697T [ 015240 | T15
016762 | 72VMR09/10 | 016754 |72VML09/10 | 015258 | 72.697T | 015240 |  Ti5
7220VMO08 Disk Mill Cutters
016763 [ 72VMR10/12 | 016755 |72vML10/12 | 015256 [ 72.693T [ 015273 |  T20
016764 |72VMR12/14 | 016756 |72vML12/14 | 015256 | 72.693T | 015273 |  T20
7220VM11 Disk Mill Cutters
016765 |72VMR14/16 016757 [72VML14/16 016858 72.602 015257 [ 72.694T | 015273 T20
016766 | 72VMR16/18 016758 | 72VML16/18 016858 72.602 015257 | 72.694T | 015273 T20
015445 | 72VMR18/20 015444 | 72VML18/20 016858 72.602 015257 | 72.694T | 015273 T20

Note: Adjusting screw is only supplied for the 7220VM11 size Disk Mills.

the smaller sizes are adjusted manually.

All other Disk Mills do not have an adjusting screw,

The 7220VM series cutters in this section are assembled as Full Side Disc Cutters (Slotting) which is called Neutral (N).

The Cartridges are set-staggered with 50 percent right hand and 50 percent left hand cartridges for slotting applications.

For applications as a Right hand or Left hand Half Side Disc Mill please order the necessary cartridges depending on the

hand cutter you require.

‘ZKENNAMETAII
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Milling Inserts KZKENNAMETAIZ

‘\‘Q STELLRAM

MP_W..L MP_W..R MPEX..L-701 MPEX..R-701
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v \Ad \AAS
EDP [tem Description Grade Depth of Cut (mm) d@cy| | S r[hmmin
ap/agmax* | ap/ae min-max|ap/aemin-max
1,00 - 3,00 0,20 - 1,00

Insert size 04

017667 | MPHW0402PPTL X500 m ° ° 476 | 476 | 2,38 | Facet| 007
017666 | MPHWO402PPTR X500 " ° ° ° 476 | 476 | 2,38 | Facet| 0,07
031508 | MPFWO0402PPTL SPes1o| @m m = n m [ 476|476 | 2,38 |Facet| 007
031507 | MPFWO0402PPTR SPeslo| @m m $m " m | 476|476 | 2,38 |Facet| 007
034523 | MPFWO0402PPTL SP4019| ® ¢ m ¢ 00 & |46 476|238 Facet| 007
034524 | MPFWO0402PPTR SP4019| ® ¢ ] ¢ 00 & 476|476 | 238 |Facet| 007
- Insert size 06
D 00926 |MPEX0GOZPPFLTOL | GHL ¢ ¢ ¢ 635 | 635 | 2,38 | Facet| 0,02
€ 02927 |MPEXOG02PPFR-701 | GHL ¢ ¢ ¢ 6,35 | 635 | 2,38 | Facet| 0,02
o
S 017669 | MPHWOG02PPTL X500 " ° ° ° 6,35 | 6,35 | 2,38 | Facet| 007
E (17668 | MPHWOS02PPTR X500 m ° ° ° 6,35 | 6,35 | 2,38 | Facet| 007
% 031571 | MPFWO0602PPTL SPeslo| @m m o n n ®m [ 635|635 | 238 |Facet| 007
031570 | MPFWO0602PPTR SPes1o| @m m TR " m [ 635|635 | 238 |Facet| 007
034525 | MPFWO0B02PPTL SP4019| ® ¢ m ¢ 00 & 476|476 | 238 |Facet| 007
034526 | MPFW0B02PPTR SP4019| @ ¢ n ¢ 00 & |46 476|238 Facet| 007

Machining Choice: Q 1 Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Max ap and ae is determined by selection of the cutter.

Note: Feed recommendations can be found on page A284. Speed recommendations can be found on page A285.

A282 KZKENNAMETN: www.kennametal.com



3akas nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

‘Z : 7220VM
KENNAMETAL Milling Inserts

z\gg STELLRAM

MPEX..R-701 MPEX..R-701 MPHT..L-42 MPHT..R-42 MPFW..L MPFW..R
Product Application & Material Dimensions (mm)
Roughing Semi-Finishing Finishing
v \AJ \AAS
EDP [tem Description Grade Depth of Cut (mm) d@cy| | S r[hmmin
ap/agmax* |ap/ae min-max|ap/ae min-max
1,00 - 3,00 0,20 - 1,00

Insert size 08

034527 | MPEX0803PPFL-701 | SP4019 " " m$ | 794|794 318 |Facet| 002
034528 | MPEX0803PPFR-701 | SP4019 " n m) | 794|794 318 |Facet| 0,02
024928 | MPEX0803PPFL-701 | GH1 ¢ ¢ ¢ 7,94 | 794 | 318 | Facet| 0,02
017642 | MPEX0803PPFR-701 | GHL ¢ ¢ ¢ 7904 | 7,94 | 318 | Facet| 002

015138 | MPHTOB03PPTL-42 | X500 ¢ ° " 7,94 | 7,94 | 318 | Facet| 0.0
015140 | MPHTOB03PPTR-42 | X500 ¢ ° n 7,94 | 7,94 | 318 | Facet| 010
031510 | MPHTO803PPTL-42  |SPE519| @pm  m YO ) OO0 = | 704|794 318 |Facet| 010 "
031509 | MPHTOB03PPTR-42 | SPeslo| @pm m YO ) OO = |79 79 318 Facet| 010 %
017296 | MPHTOB03PPTL-42 | MP9IM oom mem eoe 7,94 | 7,94 | 318 | Facet| 0.0 £
017297 | MPHTO803PPTR-42 | MP9IM eonm mom eoe 7,94 | 7,94 | 318 | Facet| 0.0 %
034532 | MPFW0803PPTL X400 m 7,94 | 794 | 318 | Facet| 0,10 S
034531 | MPFWO803PPTR X400 m 7,94 | 7,94 | 318 | Facet| 0.0 -§
034529 | MPFWOS03PPTL SP4019 ¢ & ng 794 | 794 | 318 | Facet| 0,10
034530 | MPFWO803PPTR SP4019 ¢ ¢ mud 7,94 | 7,94 | 318 | Facet| 0,10
017658 | MPFWO0803PPTL GH1 ° m 7,94 | 7.94 | 318 | Facet| 0.0
017655 | MPFWO0803PPTR GH1 ° " 7,94 | 794 | 318 | Facet| 0,10
Insert size 11
017644 |MPEX1104PPFL-701 | GHL ¢ Y ¢ 1111|1111 | 476 | Facet| 0,02
017643 | MPEX1104PPFR-701 | GH1 ¢ ¢ 10,11 | 11,11 | 476 | Facet| 002

015141 | MPHT1104PPTL-42 X500 ™ 11,11 | 11,11 | 4,76 | Facet| 0,10

015142 | MPHT1104PPTR-42 X500 ] 11,11 | 11,11 | 476 | Facet| 0,10

031512 | MPHT1104PPTL-42 SP6519 11,11 | 11,11 | 4,76 | Facet| 0,10

"B B _2h o

031511 | MPHT1104PPTR-42 SP6519

<> <o ° °
S 4b < B
< <o | n =
S db o
s 48 4

11,11 | 11,11 | 4,76 | Facet| 0,10

017298 | MPHT1104PPTL-42 | MP9IM monm mem 10,11 | 11,11 | 476 | Facet| 0,10
017299 |MPHT1104PPTR-42 | MP9IM mem mem eoe 11,11 | 11,11 | 4,76 | Facet| 0,10
034533 | MPFWL104PPTL SP4019 ¢ O meo @ 101|101 476 |Facet| 0,15
034534 | MPFW1104PPTR SP4019 ¢ ¢ meo @ 1111|1001 476 |Facet| 0,15
017439 | MPFWL104PPTL GHL - ° m 11,11 | 11,11 | 4,76 | Facet| 0,15
017440 | MPFW1104PPTR GH1 - ° " 10,11 | 11,11 | 476 | Facet| 015

Machining Choice: Q 1%t Choice M 2" Choice @ 3 Choice | Material Guide Key descriptions found on page A5.

* Max ap and ae is determined by selection of the cutter.

Note: Feed recommendations can be found on page A284. Speed recommendations can be found on page A285.

www.kennametal.com KZKENNAMETN: A283
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7220VM
Recommended Feeds ‘ZKENNAMETAII

‘\ 7STELLRAM

>

7220VM Feeds f; (mm/tooth)

Geometry
Grade
Operation
Alloyed
Steel
Stainless
Steel
Stainless Steel
Refractory PH

Min. - Max. | Min. - Max. | Min. - Max. | Min. - . [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. [ Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max. | Min. - Max.

E
5
5
=
]

Insert size 04
TRITL | X500 | Slotting | 006-010 | 0,05-0,08 | 0,06-0,08 | 005-007 | 0,05-0,10 | 0,05-0,10 | 005-008
TRITL | SP6519 | Slotting | 0,06-0,10 | 0,05-008 | 0,06-008 | 004-006 | 004-0,08 | 0,04-0,08 | 0,04-008
TRITL | SP4019 | Slotting | 006-010 | 0,05-0,08 | 0,06-0,08 | 004-006 | 0,04-0,08 | 0,04-0,08 | 004-008
Insert size 06
FRFL70] GHL | Sting [ - [ - [ - [ - [ - [ - [ - [005-012]005-010

TRITL | X500 Slotting 0,06-013 | 006-011 | 0,06-012 | 0,06-0,10 | 006-012 | 0,06-0,12 | 0,06-0,10
TRITL | SP6519 | Slotting 0,06-0,13 | 0,06-011 | 006-0,12 | 006-0,10 | 006-012 | 006-012 | 0,06-0,10
TRITL | SP4019 | Slotting 0,06-0,12 | 0,06-0,10 | 0,06-012 | 0,06-0,10 | 006-012 | 0,06-0,12 | 0,06-0,10

Insert size 08

FRIFL-701 SP4019 | Sloting | - | - Jo004-010 [004-008 | - [ - [ -  T005-012 [ 005-010 [ 003-007 [ 003-0,07 [ 004-008 [ 004-009 [ - ]
FRIFL700 GHL | Slting | - [ - | - [ - [ - [ - [ - Joo-012][005-010] - - - - -

»n TUTL-42] X500 | Slotting | 0,10-0,16 | 0,10-0,14 [ 0,10-0,15 | 0,10-0,14 - - - - - 0,09-0.12 | 0,09-0,12 [ 0,09-0,13 [ 0,09-0,14

3 TRITL-42| SPE519 | Slotting | 0,10-0,6 | 0,10-0,14 | 0,10-0,15 | 0,10-0,14 - - - - - 0,09-012 | 0,09-0,12 | 0,09-0,13 | 0,09-0,14

=] TRITL-42| MP9IM | Slotting | 010-0415 | 010-013 - - 0,10-015 [ 0,10-0,15 | 0,10-0,13 - - - -

E TRL | X400 | Slotting | 0,0-0,16 | 0,10-0,14 - - - - -

o TRL | SP4019 | Slotting | 0,10-0,15 | 010-0,13 - - 0,10-015 | 0,10-0,15 | 0,10-0,13

o3 TRAL | GHL | Slotting - - - - 0,10-0,14 | 0,10-0,14 -

(7] B

= Insert size 11

% FRFL700 GHL [ Slting | - [ - [ - [ - T - T - T - TJops-05]005-005[] - [ - [ - [ - ]

g TRL-42] X500 | Slotting [ 0,10-020 [ 0,10-0,18 [ 0,10-020 [ 0,10-0,17 - - - - - 0,10-0,14 | 0,10-0,14 [ 0,10-0,15 | 0,10-0,16

TRITL-42| SPE519 | Slotting | 0,10-020 | 0,10-0,18 | 0,10-020 | 0,10-0,17 - - - - - 0,10-0.14 | 0,10-0,14 | 0,10-0,15 | 0,10-0,16
TRITL-42| MP9IM | Slotting | 0,10-0,19 | 0,10-0,17 - - 0,10-020 | 0,10-020 | 0,10-0,18 - - - - - -

TRL [ SP4019 [ Slotting | 0,13-0,22 [ 0,13-0,19 | 0,13-022 [ 043-019 [ 013-022 [ 043-022 [o013-020 - [ - [ - [ - [ - [ - [ - ]
TRAL | GHL | Shotting - S [om-02 [01-02 [os-020| - | - | - | - | - | - 1 - 1]

Note: HTA = High Temperature Alloys

Speed recommendations can be found on page A285.

A284 KZKENNAMETN: www.kennametal.com
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KZKENNAMETAL Recommended Speeds
‘\BQSTELLRAM"
Speed v (m/min)
Wear Resistance
7220VM Series - +
Speed min. - max.
Coolant Recommendation PVD cvo PVD PVD cvD Uncoated
Recommended @ Possible ® X Grade X Grade Standard Standard Standard Micrograin
. Rm and \ \ s \ .
IS0 | Materials | S |O @) x00 |0 @] xs00 [ @) spesie | @) spa0 O @) meatm [ @) GHL
2
ey 120- 260 130-270 130-295 140-315 140 - 345
<o 19| @ (ONK © e (J [}
GO 105 - 230 115 - 240 115 - 260 120 - 275 120 - 305
X 2
v 95 - 200 100- 210 100- 230 105 - 245 105- 270
Alloyed 950-1200 N/mm? ©e ©e ©e L4 L4
S SEEEIT 70-150 75 - 160 75-175 80 - 190 80 - 205
1200-1400 N/mm?
255415 HBN @® | 45-95 ® | 50-100 ® | 50-110 @ | 50-120 @ | 50-130
Austenitic + Ferritic B ) ) 8
Stanless e ole 115 - 250 ole 115- 270 ole 120 - 280 5
Steel Martensitic =
T 100 - 220 105 - 235 110 - 250 £
o
PH Stainless RefF’,aﬁ“’W ® 50-110 | @ 50-120 | @ 50 - 130 o3
— (%)
Grey =
o 120 - 280 140 - 295 145 - 330 145 - 365 135 - 290 =
Spheroidal-Ductile 3
GGG-FGS ®| @ 105-205 | © | @ | 110-240 @ | 115-255 @ | 115-285 |© | @ | 120-245 2
Malleable
TS 95- 170 100 - 220 105 - 235 105 - 260 115 - 200
Aluminium & Alloys
<16% Si 116 HBN 400 - 2895 400 - 3050
Aluminium + S ¢ ¢
uminium ilicon
AR 295 - 2320 295 - 2440
Iron Based 23-48 23-55 24-63
Cobalt Based 21- 44 22-48 23-52
[ [ [ J
Nickel Based 24 -51 25-55 26 - 59
Titanium Based 35-73 36-79 37-84
Hard Steel
>1400 N/mm?
>415 HBN
Chilled Cast Iron
>1400 N/mm?
> 400 HBN

www.kennametal.com KZKENNAMETALW A285
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7220VM KZ @
Mounting / Adjusting Cartridges KENNAMETAL

Disc Mills & Cartridges

‘\’g STELLRAM

“A” Adjusting 7220VM11 with Adjusting Screw

1. Mount the cutter body on the pre-setter.

2. Before mounting the cartridge into the cutter body seat,
turn back adjustment screw No. 2 of the first cartridge.

3. Gently loosen fixing screw No. 1. Then fit this cartridge
into the seat and push the cartridge downwards.

4. Mount the insert on the cartridge to be adjusted

IMPORTANT!

Be sure to use a RH insert on a right cartridge and LH insert on a left
cartridge; to do this it is sufficient to ensure that the wiper edge is
positioned laterally on the outer side of the tool.

5. Re-tighten, but do not lock screw No.1

6. Turn adjustment screw No.2 to move the cartridge so that the
wiper edge reaches the reticle of the previously set up with of cut
on the pre-setter.

7. Lock screw No.1; in doing so the cartridge will tend to move by
about 0,01mm up or down. Having again unlocked screw No.1
repeat the mounting instruction point 6, talking account of the
value and direction of the observed displacement. In this way
the final locking of the cartridge will tend towards the required
zero reading.

8. Itis recommended to adjust all cartridges on one side first and
afterwards the cartridges on the opposite side.

9. Repeat point 2 to 7 until all cartridges are mounted and adjusted.

10. Proceed with a final checking and be sure to lock the fixing screw
No.1 on all cartridges.

11. Gently re-tighten the adjustment screw No.2 against the bottom
of the seat.

*NOTE: “Half-side” cutters, with non-staggered teeth, need only be
adjusted on one side.
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‘Z 7220VM
KENNAMETAL Mounting / Adjusting Cartridges
‘\’QSTELLRAM”
“B” Adjusting 7220VM 04, 06 & 08 Cutters without Adjusting Screw
1. Mount the cutter body on the pre-setter.
2. Gently loosen fixing screw No. 1. Then fit this cartridge
into the seat and push the cartridge downwards.
3. Mount the insert on the cartridge to be adjusted.
IMPORTANT!
. Be sure to use a RH insert on a right cartridge and LH insert on a left
(® cartridge; to do this it is sufficient to ensure that the wiper edge is

positioned laterally on the outer side of the tool.
4. Re-tighten, but do not lock screw No.1.
5. Move the cartridge by using the blunt end of the screw driver and

pre-set mark.

7. ltis recommended to adjust all cartridges on one side first and
afterwards the cartridges on the opposite side.

8. Repeat point 2 to 6 until all cartridges are mounted and adjusted.

9. Proceed with a final checking and be sure to lock the fixing screw
No.1 on all cartridges.

7]

@) @ tap lightly the side of the cartridge so that the wiper edge reaches E’
the reticle of the previously set up with of cut on the pre-setter. E

® 6. Tighten the fixing screw No.1 of the cartridge but do not lock <

) . . . ]

completely, while making sure that the dial hand remains on the 8

=

2

(=]

*NOTE: “Half-side” cutters, with non-staggered teeth, need only be
adjusted on one side.
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7220VM
Technical Information KZKENNAMETAE

‘\’L‘?STELLRAM“

Calculation of the average chip thickness in relation with the ae (Radial Engagement)

Formula: Programme Feed Rate (f,) h,, = Average chip thickness Formula: Average Chip Thickness (hpy)
a. = Radial engagement

f,=hy, x A/_d f, = Feed per tooth hy =1, x ae
a d 5

e = Cutter diameter

7220VM Technical Information

Important

For a given f; (mm/tooth) feed rate, the
thickness of the chip hp, (effective feed
rate per tooth) decreases with the radial
depth of cut ae.

Average Chip Thickness

It is imperative that this parameter be taken
into account when selecting the machine
feed rate, calculated in accordance with the
formula above:

Disc Mills & Cartridges

A288 KZKENNAMETAE www.kennametal.com



3aka3 nHctpymeHTa: http://steelcam.org | 8 (343) 382-52-03 | sales@sverla-ekb.ru

KZ @ Milling Grade
KENNAMETAL ISO Classification Chart

2\3‘7 STELLRAM

ISO Grade Classification

Uncoated Cermet CVD PVD
GH1 GH2 [SA9608 | SA9808 |SC3025|SC6525 MP91IM | X500 [SP1019|SP4019 | SP6519 X700 | X400 |SP5419
Groups| Materials |Code| — = = = 0 . . Code
p P I F flesBsses|z 2 2 3 3 93
e e 2 e | 2= z= EF< ET | B = [= [ = =
S =} =) =} = = = L
P01 P01
PO SO SP1019 PO
P10 SA9808 P10
P15 SC6525 PI5
P20 MP91M Sl P20
= =
P35 4y X400 P35
P40 P40
P45 P45 -
P50 P50 8
o
e SA9608 Tl
SA9808 £
M10 SP1019 M10 =
Stainless MLS SP4019 M5 8
M M20 M20 o S
Steels SPE519| X700 ws| || G g
M30 X500 M30 o 8
M35 M35 e =
M40 M40 T 5
KoL KoL 83
K05 SA9608 ks | B o
%]
Eig GHL SA9808 SP1019 K10 0 =
SC3025 K15 I
20 SC6525 SP4019 K20 52
GH2 MP91M 3]
K25 SP6519 K25 g c
K30 X500 K30 Do
K35 K35 > §
K40 K40 2 g
NO1 NO1 g 2
NO5 | GH1 NO5 c @
N SP1019 N0 =
N15 GH2 SP4019 NI 2
N20 N20 @
N25 N25 2
N30 N30 3
S01 S01 o
505 SA9608 SP1019 . S05 E
510 S10 =
S5 SP6519 S5
520 X700 )
525 X500 525
S30 30
Ho1 Ho1
HOS SP1019 HOS
H10 H10
H15 H15
H20 MP91M SP4019 H20
H25 X400 H25
H30 H30
GH1 GH2 |SA9608 SA9808|SC3025 SC6525 MP91IM| X500 |SP1019 SP4019 SP6519 1 X700 | X400 |SP5419
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Cutting Conditions
Speed vc (m/min) ‘ZKENNAMETAII

‘\% STELLRAM

Py

Speed V¢ (m/min)

Wear Resistance
For all Families - +
Speed min. - max.
Coolant Recommendation PVD PVD cvD PVD PVD Uncoated PVD
Recommended @ Possible ® Standard X Grade X Grade X Grade Standard Micrograin Standard
. Rm and ‘ ; ‘ ;
IS0 | Materials | | oP 0 1O @) P |G @ X0 |6 @ 60 | @ K0 (g @) PN | @ o | @) S
N Z
e 115- 205 120 - 260 130-270 130- 295 140-315
T © | ® ©e e ©e °
DM 105- 185 105 - 230 115- 240 115 - 260 120-275
700-950 N/mm?
woameen | | 90- 160 ole 95 - 200 ole 100-210 ole 100- 230 . 105 - 245
Alloyed 950-1200 N/mm?
Stonl 250.355 HBML 70-120 70- 150 75- 160 75-175 80 - 190
1200-1400 N/mm?
355415 HBN ®| 5-% ®| 5-% ® | 50-100 ®| 50-110 ® | 50-120
P
e 15- 250 15- 260 115 - 270 120- 280
Steel Martensitic ©e © e ©e © e
= s 100- 220 105-230 105-235 110- 250
2 ) Ref
= PH Stainless e ® 50-110 | @ 50-115 | @ 50- 120 ) 50- 130
[X]
(S ik 120- 280 140 - 295 120- 250 145 - 330
SLIEL R ®| ®| 105-205 ©|®| 10-240 |® | @] 105-215 ® | 15-255
Malleable
SETTE 95-170 100- 220 100- 185 105-235
Aluminium & Al
< 'irely/:grinns H?a)ﬁ 400 - 2745 400 - 2895
Aluminium + Silicon = =
> 1030 G G 295 - 2135 295 - 2320
Iron Based 23-48 23-52 23-55 24-63
Cobalt Based 21-44 22-46 22-48 23-52
[ J [ J [ J [ J
Nickel Based 24-51 25-53 25-55 26-59
Titanium Based 35-73 36-75 36-79 37-84
Hard Steel
>1400 N/mm? 45 -95 50 - 100
>415 HBN
Chilled Cast Iron ® L4
>1400 N/mm? 35-80 40-90
> 400 HBN
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KZ : Cutting Conditions
KENNAMETAL Speed vc (m/min)

‘\‘g STELLRAM
Speed V¢ (m/min)
Wear Resistance
For all Families - +
Speed min. - max.
Coolant Recommendation CVD CVD CvD Uncoated PVD Uncoated Uncoated
Recommended @ Possible ® Standard Standard Standard Micrograin Micrograin Cermet Cermet
. Rm and ; \ \
ISO | Materials Hardness O ® MP91M ® @ SC6525 o) @ SC3025 O @ GH1* ® ® SP1019 ® ® SA9808 ) @ SA9608
N Z
ey 140- 345 140-370 240- 345 225- 380 240- 345 265 - 380
<950 N/mm? L4 ©e L4 ® o 4
<280 HBN 120 - 305 120-325 215-305 200 - 335 215-305 235-335
700-950 N/mm?
200-280 HBN ° 105 - 270 ole 105 - 290 ° 190 - 270 ° 175-295 ° 190 - 270 ° 205 - 295
Alloyed 950-1200 N/mm?
Steel 280-355 HBN 80 - 205 80-210 140 - 205 130- 225 140 - 205 155-225
1200-1400 N/mm?
355-415 HBN @® | 50-130 @® | 50-140 @® | 90-130 @® | 85-145 @® | 90-130 @ | 100-145
Austenitic + Ferritic
Stainless 300 series ole 215-305 ole 200-335 ole 235-335
Steel Martensitic
400 series 195-275 180 - 305 215-305 =
) Refracto 2
PH Stainless it (] 90-180 | @ 85- 145 (] 100 - 200 =
Grey 8
GG-Ft 145 - 365 145 -390 150 - 395 135-290 240 - 400 280 -400 L
S R @ | 115-285 ® | 115-305 @ 120-335 |®| @ 120-245 |® | @ | 185-340 ® | 220315
Malleable
GTS - MNIMP 105 - 260 105 - 275 115-200 170 - 285 200 -285
Aluminium & Alloys
< 16% Si 116 HBN 400 - 3050 400 - 2745
Aluminium + Sili > e
uminium llicon
> 16% Si 92 HBN 295 - 2440 295 - 2135
Iron Based 40 - 67 50-75
Cobalt Based 37-63 48-70
([ ] (]
Nickel Based 42 -72 52-75
Titanium Based 61-103 60 - 95
Hard Steel
>1400 Nimm? 50 - 105 50 - 110
>415 HBN PY P
Chilled Cast Iron
>1400 N/mm? 40-95 45 - 100
> 400 HBN

* Note: Wiper Insert SPHX12M512EN GH1 can be used for Steel, Steel Alloys, Stainless Steel and Cast Iron.
* Note: All other GH1 Grade Inserts are only for Aluminium or Cast Iron depending on the selected Geometry.
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Calculation Formulas - Indexable Milling
Technical Information

‘\’Q STELLRAM

Speed-Spindle Rotation (rpm)

- _ Vex 1000
: Dc X 11

Cutting Speed (m/min.)

DcxTXn
Ve=——
1000

Feed Rate (mm/min.)

Vi=f,xZxn

Feed Per Tooth (mm/z)

Y
T Zxn

f

Feed Per Revolution (mm/rev.)

fn=f2XZ

Metal Removal Rate (cm3/min.)

ae X ap X Vs

Q= 1000

Medium Chip Thickness

de

hm=f2X D— or fZthX —

C e

KZKENNAMETAE

Terminology

A292 KZKENNAMETAIZ

Spindle speed
Cutting diameter
Cut depth

Cut width

No. of teeth

Cutting speed
Feed rate

Feed per tooth
Feed per revolution
Metal removal rate
Medium chip thickness
Pi Symbol (3.1416)

www.kennametal.com

rpm
mm
mm
mm

m/min
mm/min
mm/Z
mm/rev.
cm3/min
mm

pi
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KZ @ Calculation Formulas - Indexable Milling
KENNAMETAL Technical Information

s oS Sy
2\§STELLRAM”

Feed Rate Compensation

Vi feed rate of tool [mm/min]
Vfa feed rate of tool axis [mm/min]
D¢ cutter diameter [mm]
Dw workpiece diameter [mm]
n rotation [rpm] -
f; feed per tooth [mm/z]
z number of teeth
Vi=nxf;xZ
External i
Dy +D
Vfa = Vi x (M)
Dw 3
—- - £
3
Internal =
Dy -D
Vfa = Vi x (u)
Dw
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Hardness Conversions KZ :
Technical Information KENNAMETAL

‘\’g STELLRAM
Brinell Rockwell Vickers Tensile Strength Brinell Rockwell Vickers Tensile Strength
HBN HRC HRB HV Rm Tensile Rm Tensile HBN HRC HRB HV Rm Tensile Rm Tensile
Hardness Hardness Hardness Hardness Strength Strength Hardness Hardness Hardness Hardness Strength Strength
i i 7 i 2 i i " Vickers N/ mm?
sy | pemed | s | VR | M|
92 - 49 - 320 46 226 20 - 238 760 110
94 - 51 - 330 48 231 21 - 243 770 112
- - 54 - - - 237 22 - 248 790 115
100 - 55 100 340 49 243 23 - 254 810 117
101 - 56 101 - - 247 24 - 260 820 119
103 - 57 103 350 51 253 25 - 266 850 123
104 - 58 104 - - 258 26 - 272 860 125
106 - 59 106 360 52 264 27 - 279 880 128
107 - 60 107 - - 271 28 - 286 900 131
108 - 61 108 - - 279 29 - 294 930 135
110 - 62 110 370 54 286 30 - 302 950 138
112 - 63 112 - - 294 31 - 310 970 141
114 - 64 114 - - 301 32 - 318 1010 146
116 - 65 116 385 56 31 33 - 327 1050 149
117 - 66 117 395 57 319 34 - 336 1080 152
119 - 67 119 400 58 327 35 - 345 1110 157
121 - 68 121 405 59 336 36 - 354 1140 161
123 - 69 123 415 60 344 37 - 363 1140 165
125 - 70 125 420 61 353 38 - 372 1180 171
E 127 - 71 127 425 62 362 39 - 382 1220 177
‘= 130 - 72 130 435 63 371 40 - 392 1250 181
ﬁ 132 - 73 132 440 64 381 41 - 402 1300 189
2 135 - 74 135 450 65 390 42 - 412 1340 194
137 - 75 137 455 66 400 43 - 423 1390 202
139 - 76 139 460 67 409 44 - 434 1430 207
141 - 7 141 470 68 421 45 - 446 1480 215
144 - 78 144 475 69 432 46 - 458 1520 220
147 - 79 147 485 70 442 47 - 471 1580 229
150 - 80 150 495 7?2 455 48 - 484 1640 238
153 - 81 153 505 73 468 49 - 498 1700 247
156 - 82 156 530 "7 482 50 - 513 1760 255
159 - 83 159 550 80 496 51 - 528 1820 264
162 - 84 162 560 81 512 52 - 544 1880 273
165 - 85 165 565 82 525 53 - 560 1950 283
169 - 86 169 570 83 543 54 - 577 2010 292
172 - 87 172 580 84 560 55 - 595 2070 300
176 - 88 176 590 86 577 56 - 613 2160 313
180 - 89 180 605 88 595 57 - 633 2240 325
185 - 90 185 615 89 615 58 - 653 2330 338
190 - 91 190 620 90 634 59 - 674 2420 351
195 - 92 195 635 92 654 60 - 697 - -
200 - 93 200 650 94 670 61 - 720
205 - 94 205 675 98 688 62 - 746
210 - 95 210 690 100 706 63 - 772
216 - 96 216 705 102 722 64 - 800
222 97 222 715 104 739 65 - 832
228 - 98 228 750 109 - 66 - 865
234 - 99 234 785 114 - 67 - 900
240 - 100 240 800 116 - 68 - 940
HV = Vickers hardness HRC = Rockwell hardness, C scale
HBN = Brinell hardness HRB = Rockwell hardness, B scale
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‘Z @ Bolts & Torques
KENNAMETAL Technical Information

‘\gg STELLRAM
Mounting Bolts and Torque Values for Shell Mill Cutters
Replacement bolts for Metric Shell Mills,
please use the chart below.
Chart is based on Bore Size of the
Shell Mill Cutter @ dy
Mounting Bolt
with through
Coolant.
©
2
=
=
3
-
*Torque Values in Nm Hex Keys
EDP Socket Head Cap Screw | Metric Bore d1 Normal Condition Excessive Condition
031297 | M6-1x20 SHCS 13 10 12
031298 | M8-1.25x25 SHCS 16 30 32
031299 | M10-1.5x25 SHCS 22 50 60 V6= ToxKev S s
031268 | M12-1.75x30 SHCS 27 80 100 = Hex fey oize
031269 | M16-2x40 SHCS 32 110 150 M8 = Hex Key Size 86
031270 | M20-2.5x50 SHCS 40 120 180 M10 = Hex Key Size 8
M12 = Hex Key Size 10
** Torque values for mounting bolts. M16 = Hex Key Size 14
Excessive condition is when long reach extensions are required or when cutting M20 = Hex Key Size 17

parameters are elevated to extreme parameters.
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