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Extension arbors Coarse pitch Fine pitch

Acquista 30inserti e ottieni il corpo fresa allo sconto speciale del 60%

Inserti: RD...05/RD...07 /RD...10 /RD...12 /RD...16
Corpi fresa: NT-RDO5 / NT-RD0O7 / NT-RD10 / NT-RD12 / NT-RD16

Inserti: RC...16 / RC...20 Inserti: RP...12
Corpi fresa: NT-RC16H / NT-RC20H Corpi fresa: NT-RP12H
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MILLING Family overview - RoUNDPLUS [lIBmIIE] nidlkoroo.s

TOOLSEEQUIPMENT

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

APPLICATION

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

ISO APPLICATION FIELDS
PRINK]S|

ADVANTAGES AND CHARACTERISTICS

- Insert geometries available for finishing/ semi-finishing/ roughing
- Cutters range from D9 all the way to D160

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

e Cutter bodies

- Arbor type
- Cylindrical type (up to 10xD)
- Screw-in type

D - MILLING

- Extension sleeves (steel/carbide 10xD) cew
- From D9 to D160 Extension arbors Coarse pitch Fine pitch
® [nserts
- Multi-edges
-1C05/07/10/12/16/20
- Cemented carbide grades with PVD and CVD coatings
- Geometries: SC, GP, Flat
FLAT @A FLAT-D6 [ FLAT-D8 I
=N =\ .
A
SIZE RD SIZE RP SIZE RD SIZE RP SIZE RD SIZE RP SIZE RD SIZE RD
101216 12 101216 12 07101216 12 12 12
RCEX inserts GPEAMA RDEW12 with dots
™ The clamp NT-CS014 has been
= »,\ designed to facilitate the inserts
1y /¥ repositioning.
d a , - The rounded front part perfectly
{.V/ :its in the dots on the insert top
ace.
P - The same clamp fits on flat type
with 8 indexes SIZE inserts and positive inserts with
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MILLING Holders - rounppLus [llem'l'le

] nidkorooLs

TOOLSEEQUIPMENT
DCSFMS
NT-RC o
RoundPlus RC
e Positive general face milling cutters for RC

inserts

o All with coolant through

e Very robust milling solution for massive chip
removal application

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

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

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

(<}
=
-
=
=
\
=)
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MILLING Indexable inserts - ROUNDPLUS [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT
HC: Coated carbid
HF: Microogare:n gb;dz HC | HC | HF | HF
Rc CVD: Chemical vapour deposition | CVD | CVD | PVD | PVD
PVD: Physical vapour deposition
e o w» w
BEe8
e o e &
RoundPlus RC 88EE
* GP geometry is for general purpose use Stable machin: @1 choice () suavle | (@) O
8 index facets for seating General machining
L) 15 choi itabl
o Both PVD and CVD coated carbide grades med'“f" out oz Qe O @ @ @
available U mﬁg&;‘gg& “W‘whoice Q:Esuitab\e 3 #
© Very reliable and cost effective solution for Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1 choice)
massive metal removal operations 130 100
300 280
90 80
M 210 200
160
320
30 20
70 60
Designation RE IC S D1 AN Stock
:
= RCEX1606MOE-GP-8X 8 16 | 635 | 55 7 e e e | e
&
. RCEX2006MOE-GP-8X 10 20 | 635 | 65 7 e e e | e
with 8 indexes

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

D - MILLING

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

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

@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
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MILLING Holders - RounpPLus [llemlle Ik
TOOLSEEQUIPMENT nl OTOOLS
Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS Wt MIID
NT-RD10H D032-M16-Z03 [} 32 3 17 43 - - M16 0.20Kg RDoo1003
NT-RD10H D032-M16-Z04 [} 32 4 17 43 - - M16 0.18Kg RDoo1003
NT-RD10H D035-M16-203 [ ] & 3 17 43 - - M16 0.22Kg RDoo1003
NT-RD10H D035-M16-Z204 [ ] 35 4 17 43 - - M16 0.20Kg RDoo1003
NT-RD10H D040-M16-204 [ ] 40 4 17 43 - - M16 0.24 Kg RDoo1003
NT-RD10H D042-M16-Z05 [ ] 42 5 17 43 - - M16 0.21Kg RDoo1003
CYLINDRICAL - WITHOUT COOLANT HOLES
NT-RDO5 D009-S08-202 v 9 2 8 100 12 - - 0.04 Kg RDoo0501
NT-RDO5 D011-S10-202 \ " 2 10 100 15 - - 0.06 Kg RDoo0501
NT-RDO5 D013-S12-203 \ 13 3 12 100 18 - - 0.08 Kg RDoo0501
NT-RDO5 D017-S16-204 v 17 4 16 150 20 - - 0.23Kg RDoo0501
NT-RDO7 D021-S20-203 v 21 3 20 150 25 - - 0.35Kg RDoo0702
NT-RD07 D026-S25-Z05 v 26 5 25 150 25 - - 0.55Kg RDoo0702
NT-RDO7 D035-S32-206 v 35 6 32 150 30 - - 0.92Kg RDoo0702
CYLINDRICAL - WITH COOLANT HOLES
NT-RDO5H D010-510-202 o 10 2 10 100 18 - - 0.05Kg RDoo0501
NT-RDO5H D012-S12-Z03 [} 12 3 12 100 22 - - 0.07 Kg RDoo0501
NT-RDO5H D016-S16-204 [ ] 16 4 16 150 30 - - 0.21Kg RDoo0501
NT-RDO7H D016-S16-202 [ ] 16 2 16 150 25 - - 0.21Kg RDoo0702
NT-RDO7H D017-S16-202 [ ] 17 2 16 150 20 - - 0.20 Kg RDoo0702
NT-RDO7H D020-S20-Z03 [ ] 20 3 20 150 35 - - 0.33Kg RDoo0702
NT-RDO7H D025-525-205 [} 25 5 25 150 40 - - 0.51Kg RDoo0702
NT-RD10H D020-S20-Z02 [} 20 2 20 150 40 - - 0.32Kg RDoo1003
NT-RD10H D021-S20-202 [ ] 21 2 20 150 25 - - 0.34Kg RDoo1003
NT-RD10H D025-525-203 [ ] 25 3 25 150 40 - - 0.50Kg RDoo1003
NT-RD10H D026-525-203 [ ] 26 3 25 150 25 - - 0.52 Kg RDoo1003
NT-RD10H D030-S25-203 [} 30 3 25 150 25 - - 0.53Kg RDoo1003 =
NT-RD10H D032-S32-203 [} 32 3 32 150 40 - - 0.82Kg RDoo1003 =]
NT-RD10H D035-S32-204 [} 35 4 32 150 35 - - 0.85Kg RDoo1003 i
ARBOR - WITHOUT COOLANT HOLES
NT-RD16 DO066-F22-205 v | e 5 22 50 - 56 - 0.62Kg | RDoo1604
ARBOR - WITH COOLANT HOLES
NT-RD10H D042-F16-Z05 [ ] 42 5 16 40 - 35 - 0.20 Kg RDoo1003
NT-RD10H D052-F22-206 [ ] 52 6 22 40 - 46 - 0.33Kg RDoo1003
NT-RD12H D040-F16-Z04 (@] 40 4 16 50 - - - RDoo1204
NT-RD12H D042-F16-204 [} 42 4 16 50 - 38 - 0.25Kg RDoo1204
NT-RD12H D050-F22-Z04 [} 50 4 22 50 - 46 - 0.35Kg RDoo1204
NT-RD12H D050-F22-Z05 [} 50 5 22 50 - 46 - 0.37 Kg RDoo1204
NT-RD12H D052-F22-204 [ ] 52 4 22 50 - 46 - 0.40 Kg RDoo1204
NT-RD12H D052-F22-Z05 [ ] 52 5 22 50 - 46 - 0.42 Kg RDoo1204
NT-RD12H D063-F22-Z05 [ ] 63 5 22 50 - 52 - 0.56 Kg RDoo1204
NT-RD12H D063-F22-Z06 [} 63 6 22 50 - 52 - 0.58 Kg RDoo1204
NT-RD12H D066-F22-Z06 [} 66 6 22 50 - 56 - 0.71Kg RDoo1204
NT-RD12H D080-F27-Z07 [} 80 7 27 50 - 60 - 0.93Kg RDoo1204
NT-RD16H D063-F22-205 [ ] 63 5 22 50 - 52 - 0.50Kg RDoo1604
NT-RD16H D066-F27-205 [ ] 66 5 27 50 - 56 - 0.56 Kg RDoo1604
NT-RD16H D080-F27-Z05 [ ] 80 5 27 50 - 60 - 0.85Kg RDoo1604
NT-RD16H D080-F27-Z06 [} 80 6 27 50 - 60 - 0.87 Kg RDoo1604
NT-RD16H D100-F32-Z07 [} 100 7 32 50 - 70 - 1.22Kg RDoo1604
NT-RD16H D125-F40-208 [ ] 125 8 40 63 - 90 - 2.50Kg RDoo1604
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
Insert screws Flag wrenches Clamping set Insert screws Flag wrenches Clamping set
Spare parts ‘ \ ﬁ Spare parts ‘ \< ﬁ
NT-RD050 DCX < 10 NT-ST20033T06 NT-FTB06 - NT-RD100 DCX = 30 NT-ST35095T15HQ NT-FTB15 -
NT-RD050 DCX = 11 NT-ST20040T06 NT-FTB0G - NT-RD10o DCX = 32 NT-ST35095T15HQ NT-FTB15 NT-CS013
NT-RD070 Dooo-0o0-Zoo NT-ST25056T08HQ NT-FTB08 - NT-RD12H Dooo-000-Zoo NT-ST40110T15HQ NT-FTB15 NT-CS014
NT-RD100 DCX < 26 NT-ST35070T15 NT-FTB15 - NT-RD16H Dooo-ooo-Zoo NT-ST45110T20 NT-FTB20 NT-CS021
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H L]
MILLING Indexable inserts - RounppLuS lIBmIIE] niXkorooLs
TOOLSEEQUIPMENT
il A AL AL AL AL
RD HT.Cermet | CVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o O 9 W W W W
& N M NN MmN
ounarius 885855858
* GP geometry is for general purpose use, SC | SN, @y ge cnace () sutbe O O [ )
geometry is sharper General machining, o '
o Reinforced with chamfer edge type available med'“‘T‘_W‘ @iieOuae| @) @ @ @ @ @
in multiple sizes Unstable machiind, g 14 chace 47 sutable | 8 o 2
* Both PVD and CVD coated different carbide Dimensions IS0 Vc(m/min) - suggested cutting speed range (bold: 1<t choice)
grades available 100 100 100 130
o Different dots fits with the same univer- 260 260 280 300
sal-clamp on our cutters M 20| e % 80
. - . 210 | 180 | 180 200
o \lery reliable and cost efficient solution for 120
multiple purpose and massive metal removal | —f- 300
operations
30 20
70 60
Designation RE IC S D1 AN Stock
5‘ (APRYS| RDET0803MOE-GP 4 8 318 1 29 15° @)
% ; RDET1003MOE-GP 5 10 | 318 | 44 15° V6 e A O
@ RDET10T3MOE-GP 5 10 | 397 | 44 15° O O
RDET1204MOE-GP 6 12 | 476 | 44 15° | @ [ J A O
RDMT1204MOE-GP 6 12 | 476 | 44 15° [ J
RDET1604MOE-GP 8 16 | 476 | 55 15° O [ N ]
w
2
2 RDET1204MOE-SC 6 12 | 476 | 44 15° O
=
s HNE
=
E. RDET1604MOE-SC 8 16 | 476 | 55 15° vV e A
[=]
2 MoEEMIA
(&}
§ . N RDEWO0501MOE 25 5 1.51 2.2 15° ® & o O
)
w
== =
i RDEWO0702MOE 35 7 238 | 28 15° eV
at type
honed edge
2 Mot A RDEW0702MOT 35 | 7 | 238 28 | 15° V e @ A
(&}
§ L N RDEW1003MO0T 5 10 | 318 | 44 15° e o o
E @ RDEW10T3MOT 5 10 | 397 | 44 15° vV e
== —
v RDEW1204MO0T 6 12 | 476 | 44 15° ® O e
flat type RDEW1604MOT 8 16 | 476 | 55 15° e o o
chamfered edge ROMW1604M0T 8 | 16 | 476 55 | 15° ° °
g Mot 2
[+ o
S GO RDMW1204M0T-D6 6 12 | 476 | 44 15 [ J
= ( <
& "“\iﬁ,,'
flat type - 6 dos RDEW1605MOT-D6 8 16 | 566 | 55 15° v
chamfered edge
@ stock standard, O non-standard stock, A upcoming introduction, V stock exhaustion
ap (mm)
8.0 1
6.0
4.0+
2.0
fn (mm/rev)
T T T T
0.15 0.30 0.45  0.60
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H o
MILLING Indexable inserts - RouNDpLUS lIBmIIE] niXkoTooLs
TOOLSEEQUIPMENT
HC: Coated carbid
b Mcrogran caice | HC | HF | HE | HF | HF | HF | HT
RD HT: Cermet | CVD | PVD | PVD | PVD | PVD | PVD
CVD: Chemical vapour deposition
PVD: Physical vapour deposition
o o e W Wy w
T N M NN M N
RoundPlus RD R BRIBE
ounarius 88555888
* GP geometry is for general purpose use, SC | SR MAHNG,  @y 1 ongce () sutabe O O ()
geometry is sharper General machining, o ’
« Reinforced with chamfer edge type available medum et @ oz Osicte @) @ @ @ @ @
in multiple sizes Unstable machring: g 1# choice §-3 sutable | 8 Ik 3 s
* Both PVD and CVD coated different carbide Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
grades available 100 | 100 100 130
o Different dots fits with the same univer- 260 260 280 300
sal-clamp on our cutters M 90 60 | 60 80
. - . 210 180 | 180 200
o \lery reliable and cost efficient solution for 120
multiple purpose and massive metal removal | 300
operations
30 20
70 60
Designation RE IC S D1 AN Stock
g Mot [2 RDEW12T3MO0T-D8 6 12 397 | 44 15° O [ ]
[+~
o
E RDEW1204M0T-D8 6 12 476 | 44 15° O
w
oc
RDMW1204M0T-D8 6 12 476 | 44 15° O
flat type - 8 dot
c?la%ired e(:i_f]e RDMW1605MOT-D8 8 16 566 = 55 15° [ ]

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

ap (mm)

8.0+

fn (mm/rev)

T T
045  0.60

T
0.30

T
0.15
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MILLING Holders - RounppLus [lIBmIIE] nidkoTooLs

TOOLSEEQUIPMENT
DCSFMS
NT-RP =
- \
RoundPlus RP
o Positive general face milling cutters for RP LF
inserts
o All with coolant through
e High clearance angle useful for M and S
material roughing
Designation Stock DCX cicT DC DCON LF LU DCSFMS CRKS WT MIlD
NT-RP12H D042-F16-204 [} 42 4 16 50 - 38 - 0.26 Kg RPoo1204
NT-RP12H D050-F22-Z05 [} 50 5 22 50 - 46 - 0.40 Kg RPoo1204
NT-RP12H D052-F22-205 [ 52 5 22 50 - 46 - 0.40 Kg RPoo1204
NT-RP12H D063-F22-206 [ 63 6 22 50 - 52 - 0.59 Kg RPo01204
NT-RP12H D066-F22-206 [ 66 6 22 50 - 56 - 0.73Kg RPoo01204
NT-RP12H D080-F27-207 [ 80 7 27 50 - 60 - 0.94 Kg RPoo01204

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

Insert screws Flag wrenches Clamping set
Spare parts ‘ \< m
NT-RP12H Dooo-Foo-Zoo NT-ST40110T15HQ NT-FTB15 NT-CS013

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

uemne)

nidlkoro0.s

TOOLSEEQUIPMENT
HC: Coated carbid
HF: Microogare:n gb;dz HC | HF | HF | HF
RP CVD: Chemical vapour deposition | CVD | PVD | PVD | PVD
PVD: Physical vapour deposition
o o w» w
HHEE
N W o
RoundPlus RP S
* Sharp / general purpose /reinforced with Stable machiong @ 14 chace (O sutabe O
chamfer edge types available General machining
chining, 14 choi tab
« Flat top surface or with geometries all fit with medum et @ e Qoo @ @ @ @
the same universal-clamp on our cutters e 3 1 onoce D sutavie| | §3 s
* Both PVD and CVD coated different carbide Dimensions liso Vc(m/min) - suggested cutting speed range (bold: 1% choice)
grades available 100 | 100
o Very reliable and cost efficient solution for 260 280
roughing, especially on stainless steel or 90 | e 80
9 g P / M 210 180 200
heat resistant super alloys
30 20
70 60
Designation RE IC S D1 AN Stock
Z GPEAME
[+ =
= RPET1204MOE-GP 6 12 | 476 | 44 11° [ N ]
(&
, RPMT1204MOE-GP 6 12 | 476 | 44 11° [ BN ]
chipbreaker type
honed edge
w scid
[==
2
g
=l RPET1204MOE-SC 6 12 | 476 | 44 11° O
chipbreaker type
honed edge
LE) Mot [
§ Ny RPEW1204MOT 6 12 | 476 | 44 11° [ ]
: (B
w
) v
fit type RPMW1204MOT 6 12 | 476 | 44 1 o o
chamfered edge

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

ap (mm)

8.0+

6.0+

4.0+

2.0+

fn (mm/rev)

T T T T
015 030 045 060
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MILLING Parameters - cutting speed - RouNDpPLUS [llemllE] nidlkoroo.s

TOOLSZEQUIPMENT
| sos13 | MATERIAL HARDNESS | e JPS530 ~ JP8725 ~ Jud225
| | HB min | start | max | min | start | max | min | start | max

100% | 100 140 180 100 150 200 130 180 230

Free cutting steel and low carbon
P1-P2 ’

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

10% 220 240 260 220 250 280 260 280 300

100% 80 120 160 90 130 170 120 150 180

P3-P4 Medium and high alloy steel

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

10% 180 200 220 190 210 230 230 250 270

100% 60 90 120 80 110 140 90 120 150

High tensile strength and tool steel
P5- PG [dilvppoi

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

10% 140 170 200 160 190 220 190 220 250

50513 HARDNESS | JG954D ~ JPS530 ~ JP9S3S
HB min | start | max | min | start | max | min | start | max

100% 90 130 170 60 100 140 80 120 160

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

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

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

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

100% 80 110 140 70 100 130
Austenitic and Duplex stainless steel
- M2 - M3 (" 41015 cvivo 17 12 2/Si316) e 80 kU 80 110 140
E 100 130 160 90 120 150
=
i IS0 513 MATERIAL HARDNESS ae/DC . ‘“'7525
HB min | start | max

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

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

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

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

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

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

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

ae: radial depth of cut; DC: milling cutter diameter
Complete workpiece materials p. H1.
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(|
MILLING Parameters - depth of cut and feed rate - rounorws ((IEITITIE nidkor00.S
.TOOLS:EQUIPMENT
DEPTH OF CUT FEED RATE DEPTH OF CUT FEED RATE
DESIGNATION ae/DCX DESIGNATION ae/DCX
ap (mm) fz (mm) ap (mm) fz (mm)
min | start | max | min | start | max min | start | max | min | start | max
100% 050 | 1.50 & 250 | 010 | 0.18 | 0.26 100% 025 | 075 125 004 | 0.06 | 0.08
IC=10 GP chipbreaker 30% 1.00 | 3.00 | 500 @ 0.2 | 0.21 | 030 IC=05 Flat (MOE) 30% 050 | 1.50 @ 250 @ 0.06 | 0.08 | 0.10
10% 1.00 | 3.00 | 500 @ 0.16 | 0.28 | 0.40 10% 0.50 | 1.50 | 250 | 0.08 | 0.10 & 0.12
100% 1.00 | 200 | 300 012 | 023 | 0.34 100% 025 | 1.00 | 1.75 | 0.08 | 0.12 @ 0.16
IC=12 GP chipbreaker 30% 100 | 350 @ 6.00 | 016 | 028 | 0.40 |C=07 Flat (MOE, MQT) 30% 050 | 200 | 350 | 010 | 0.15 | 0.20
10% 1.00 | 350 | 6.00  0.20 | 0.35 | 0.50 10% 0.50 | 200 | 350 | 012 | 0.18 | 0.24
100% 1.00 | 250 | 400 @ 0.16 | 0.28 | 0.40 100% 050 | 150 | 250 | 012 | 020 @ 0.28
IC=16 GP chipbreaker 30% 1.00 | 450 | 800 @ 0.20 | 0.33 | 0.46 IC=10 Flat (MOT) 30% 1.00 | 3.00 | 500 @ 0.5 | 025 | 0.35
10% 100 | 450 @ 800 | 024 | 042 | 0.60 10% 100 | 3.00 | 500 | 018 | 030 | 0.42
100% 100 | 3.00 500 018 | 033 | 048 100% 1.00 | 200 | 300 0.6 | 027 | 0.38
IC=20 GP chipbreaker 30% 1.00 | 550 | 10.00 = 0.22 | 0.40 | 0.58 IC=12 Flat (MOT) 30% 1.00 | 350 | 6.00 020 | 0.34 | 048
10% 1.00 | 550 | 10.00 0.30 | 0.50 | 0.70 10% 1.00 | 350 | 6.00 0.24 | 0.40 | 0.56
100% 1.00 | 200 | 300 012 | 020 | 0.28 100% 1.00 | 250 | 400 @ 019 | 032 | 045
IC=12 SC chipbreaker 30% 1.00 | 350 | 6.00 014 | 024 | 0.34 IC=16 Flat (MOT) 30% 1.00 | 450 | 800 @ 0.24 | 0.40 | 0.56
10% 1.00 | 350 | 6.00 @ 0.16 | 0.28 | 0.40 10% 1.00 | 450 | 800 @ 0.28 | 0.47 | 0.66
100% 1.00 | 250 | 400 @ 014 | 025 | 0.36
IC=16 SC chipbreaker 30% 100 & 450 | 800  0.18 | 0.30 @ 042
10% 100 | 450 @ 800 | 022 | 035 | 048
Parameters for ramping
NT-RDO5H NT-RDO7H NT-RD10H
DCX RMPX L DCX RMPX L DCX RMPX L
10 6.2° 2.1 16 4.7° 2.6 20 9.4° 6.6 s
12 4.4° 1.8 17 4.1° 2.4 21 6.6° 4.8 =1
L ) 13 3.6° 1.6 20 3.3° 2.2 25 4.4° 3.9 E
| 16 2.0° 1.0 25 2.3° 2.0 26 4.3° 3.9 =
L 17 2.0° 1.0 35 2.0° 1.0 30 3.2° 34
32 1.2° 1.5
35 1.0° 1.4
40 0.9° 1.4
42 0.8° 13
52 0.6° 0.9

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

Parameters for helical milling

NT-RDO5H NT-RDO7H NT-RD10H
DCX DH min. | DH max. DCX DH min. | DH max. DCX DH min. | DH max.
10 12 18 16 24 30 20 22 38
o 12 16 22 17 26 32 21 24 40
13 18 24 20 32 38 25 32 48
16 24 30 25 42 48 26 34 50
17 26 32 35 62 68 30 42 58
32 46 62
be 35 52 68
40 62 78
42 66 82
52 86 102

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