MILLING CUTTER BODIES

Tooling;yétems and application consulting for the milling of complex 2.5 and 3D geometries




INFORMATION AND CATALOGUE STRUCTURE

NEW CATALOGUE OF MILLING CUTTER BODIES

BENEFIT FROM OUR SUCCESS STORY

The new catalogue of Pokolm's milling cutter bodies and inserts

Dear Customer,

With this catalogue we are sending you detailed documentation about POKOLM's current range of milling cutter bodies and
inserts. The new catalogue is just as well thought-through as our tooling systems. Because it is primarily structured according
to the different forms of use! And it is clear straightaway, from the product overview, for what types of machining and materi-
al groups the individual cutter types can be used and in what sizes and connection types they are available.

Another positive aspect with regard to user-friendliness: the corresponding inserts, the accessories and cutting and enhanced
use data is provided directly following the individual cutter types - removing the need for annoying searching for the informa-
tion you need and therefore saving your working time.

Apart from the tried and tested series, all new developments have also naturally found their place in the product range. This
ensures that you always find the optimum premium quality tooling system for your specific application.

Our top trained applications technicians will also be pleased to help you to develop individual
and optimally coordinated solutions and concepts. We are happy to
be of service and look forward to hearing from you!

Your Pokolm Team

Imprint

Pokolm
Frastechnik GmbH & Co. KG

Adam-Opel-StraBe 5
33428 Harsewinkel
Germany

fon: +49 5247 9361-0
fax: +49 5247 9361-99

E-Mail: info@pokolm.com
Internet: www.pokolm.com WWW.POKOLM.COM

© 2013 Pokolm Frastechnik GmbH & Co. KG

All rights reserved. Reproduction, modification, and any type of duplication in whole or in part is prohibited without written consent. This docu-
mentation replaces all previous issues. Dimensions and designs contained in previous documentation in digital or printed form may have chan-
ged as a result of modified standards. We reserve the explicit right to make changes based on new standards or technical advancements.
The graphical depiction of of products is for clarification purposes and does not always correspond in every case with every detail to the actual design.

Items conforming to older standards are delivered until their stocks are exhausted. NO liability is accepted for defects.

Being better means continuously thinking about the competition and your own products and services, identifying potential
optimisation and above all, developing innovations, which constitute real progress and benefit. In cutting/milling techno-
logy, lighter, significantly faster machines led to fundamental changes, which required new cutters for higher feed rates and
and considerably smaller cutting depths closer to the contour. The founder of our company, F.-J. Pokolm played a decisive role
in this important milling cutter body development step with many innovations that are now considered to be the standard.
For example, unlike the inch sizes commonly used before, today milling cutter bodies and inserts in metric sizes simplify calcu-
lation of the relevant values. The embedded insert seat is a POKOLM innovation, for which we have the inventive genius and
practical experience of the founder of our company to thank. The patented DUOPLUG® system with its significantly increased
holding forces and maximum concentricity is thought by the industry to be the perfect screw connection between tool and the
toolholder. A current cutting/milling technology milestone is the SPINWORX® round insert cutter with self-rotating inserts.

At the same time the SPINWORX® tooling system with its holder, inserts and locking pins clearly verifies how perfectly all the
individual POKOLM components are coordinated with each other - the result of years of experience and in-depth know-how.
Top quality and precision standards during development and series production, not only in-house but also at our suppliers,
also form an indispensable basis for this success.

Successful practicians consciously opt for POKOLM pre- excellent products and outstanding technical advice provided
mium tools and benefit from this decision. This little bit by our technical field service, which is completely and indivi-
"more" that gives POKOLM customers the decisive competi- dually orientated to every single customer.

tive advantage, results automatically from the interaction of
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CATALOGUE SYSTEM

THE CATALOGUE SYSTEM -
YOU WILL FIND EVERYTHING EASILY!

he product pages contain information needed for purchasing and for use of the respective cutting system. Time-consuming

he two-page product overview provides an excellent . . . . . ; .
page p P paging and searching for accessories and cutting data is no longer necessary - saving you valuable time!

summary of the complete range of Pokolm cuttings sys- I
. : Ll
tems and enables you to make a quick preselection of pos- —_ PRODUCT OVERVIEW PAGE 1/2
sible prOdUCtS for your individual use. O Types of machining Material to be machined > PLANWORX®  FACE MILLING CUTTERS
Product lines Connections | Page
z © Face milling cutters Cutting speed (Vc in m/min)
Material
Ll © BASEWORX® (&) 1 P_LANWO RX®
> diam. 35 - 125 mm 2 -GSl -]-]-]-1-1- v -I¥V¥|-]- diam 40 - 250 mm
Cutter group
© PLANWORX® 3 Face-milling cutter with maximum chipping depth of 6 mm, negative axial rake angle Carbide grade
= — Slelel- - 1ol -1- [9Ivl¥] - [¥] L for square inserts with eight cutting edges. Internal coolant supply up to tool diameter s T i
H > diam. 40 - 250 mm 4 |- -1- -1- - - 125mm. Differential pitch for smooth runnin RAOIEVER a = - -
@ Name of the product series (U . SR *" s T : © :
< LALLRL R 4 Milling cutter bodies fé"d;ﬁ‘&‘; 80 145 210 150415200 70 65 90
. . . ( D diam. 42 - 100 mm 6 |-|-1o]-1-1-1-1-1- LA AL AL & MAOPVST)  finishing - 120 185 250 - - 60 90 120
#H o
(@ Types of machining with cutting system > P ——————— : V ik A _
Extended operation data
. . — '
& SLOTWORX® 6
@ Avallable connection types - ~i3 < 440331 | 40 | 13 | 08 | 42 67 | - [dam22 |40 | 4 | APC | vmampd 10
A Size S - diam. 10 - 20 mm 7 -] - - 2
. . . — 5 Size M - diam. 16 - 52 mm 18_|S|-[c|c|-|c|c|o|- E[EE[TV¥ 5503 |50 | 13 08| %2 |67 | - |aam |4 | 5 | MR | VB
Available sizes with page references s el Gan. 5 100 mm_| 20 VIV - sor [0 [ [0 [ [ 07| = [wem | @ [ 6| 2 |wmmes
5 g I
. . S LA &) = 7 880331 | 80 | 13 |08 |52 |67 | - |dam32 |70 | 8 | ABC | magpd
(&) Material to be machined Kk b AR 2
> diam. 15 - 32 22 - - - - 5
aterial 1o be machine ; — — 4 . 10100331 100 13 [08 | 52 |67 | - |dam40 | 90 | 10 | MBS | vimagEd
o - o000 = )
@ Key © Coppy milling cutters k0°-90 : ‘“ A 12125331125 | 13 |08 | 52 | 67 | - | diam.40 | 90 | 12 A'DB‘E(' YR
Z : ) .
© SPINWORX® 23 L — — AB.C,
[T 14160331 160 | 13 | 08 | 52 | 6.7 | - | diam.40 | 120 | 14 D.E ] Y]
"J' ;‘j'” ’;mj r“""‘ ! V ;: g} - }g}g} - }g}g} - }g L 16200331 | 200 | 13 | 08 | 52 | 67| - | dam.60 | 160 | 16 | AFC | Vi g8E]
© Cutters for roun 20250331 | 250 | 13 | 08 | 52 [ 67 | - |diam.60 [ 160 [ 20 | AB.C | Vi gFT
] i 25 0.
= inserts -
912.5 - diam. 10 - 20 m 26 V¥V V|V - |V
W 13.5 - diam. 12 - 42 mm, s 27 hdhAh AN ANAN 4 ) POKOLM g |
35 diam. 1242, 5238 | 28 hidhidhidhdbEh 4 w0505 C;siup:b was Tis s00 Tis 502
515 - diam. 20 - 42 mm 29 Lakdhah AN ANd Torx screw Torescrewdriver (Torx- | Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring
035 o 30 |° S|C|C ko S v < A>Page 171 Plus) Vario®-S with window | for Torque Vario®, | compatible bit f. Torque
r 47' - ”a'“m‘ CBN = é é o 6 é 4 8> Page 172 scale, C > Page 173 D> Page 173 Vario®, E > Page 174
Y e
o 32-160 mm 36 Y ¥ ¥ ¥ ¥[¥
r mm VVVVVV [Yy— &
- -
© Rhombic cutters - k95° ‘,@i@ &&"0 Yy
* & [l i f T M
® © FINWORX® 32 RN f 0531842 |  SNMIX 135408 ER P40 PVSR 13 54 08 Mao
PLANWORX® FACE MILLING CUTTERS © diam. 16 - 42 mm | r1 33 [c[c[S[S[C[Cc[S[o[C|WINIwIv] - [¥ d@» 0531862 | SNMX 135408 ER K10 PVTI 13 sa | 08 | mao
Highly economic with large cutting depth and outstandingly smooth running © XDHW | XDHT =8| 32 S ) o T 5 | sa | os | wao
, . e e efolelefolo]< [ BRITTIE
Properties Machining types Feed per tooth (fz) | d.o.c. (a|
p P,
2 Spokolm Material

© Negative, therefore extremely stable basic form — &7

@ Eight reliably usable cutting edges

@ Easy cutting due to highly positive Gofeah | el
indexable insert geometry

@ unequal pitch for less vibrations 7 7, P40 PYSR

@ Internal coolant supply for fluids up to tool

diameter of 125 mm K10 PVTi
@ Outstandingly smooth running

Connection ypes efore each cutting system you will find a page with a uni- _ wonw P o TG o TG s 9
m form Iayoqt, on which the most important _characteristics Spokolm
of the respective product range are shown, briefly and suc-
practicl video w - e cinctly, in a clear form. This enables you to compare the diffe-
Parsin 157 j ) rent product ranges easily at a glance.
°e g/ '-.II, = ]' P g yarag Name of the product series @7 ATTENTION! The values given are merely guide values and
=l () Name of the product series Descrintion of th y . must be checked for each individual case!
e escription of the product series High a_values may not be combined with high f values!
il Most important properties of the cutting system p o ) z '
o ] | n P prop 95y Example photo of a product in the product range Therefore, in case of high a_values, low f values must

Application video with QR code as link,

be used and in case of high f, values, low a_ values
where available

Dimensioned sketches of each type of connection, must be used.

corresponding dimensions given in the adjacent table

Cutting materials

OICICICICANCICIC

e B T By s e Types of machining with this cutting system _ , , Cutting speed
: ' » g 95 Accessory allocation; for accessories see section 7 @ gsp
B A Sl e L I Available connection types Properties, symbols in the key and @3 The values given reflect the bandwidth for both roughing
—- v oros | wer | w Available sizes with page references on the last page of the catalogue ?”d finishing. The bold figure in the middle is the respec-
. . ) ] ] tive average value.
o v ol Lo | 0w | o L. Exemplary figure of the cutting system List of accessories with page reference If the figures are in /7alics, they are merely given as values
Available cutting materials with application options Key: stock statuses for minor applications!

and cutting data information

Suitable indexable inserts Extended operation data

9 mior application S minorappication ¥ 7 rushing T peinishng W T fnishing

©

Key to application options

Key to the pictograms in the tables and to the main and
secondary precision, medium and rough machining appli-
cations

SICICICCICCICICXC)

@ ®

Feed per tooth (fz) and d.o.c. - depth of cut (ap)
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PURCHASE- AND INFO-HOTLINE

PURCHASE- AND INFO-HOTLINE e TABLE OF CONTENTS
LLl
|
o Generel information from page 2
Pokolm (o'
Frastechnik GmbH & Co. KG LLl _
Product guide from page 9
L +495247 9361-0
= +49 5247 9361-99 ,
s @ 7:30 a.m. - 6:00 p.m. (on working days) O
LD Milling cutter bodies and indexable inserts from page 23
|
—
— Accessories from page 171
|
Technical information from page 175
Individual advice: the QR codes are the shortest
route to contacts on our website!
Sales
office Assembly instructions from page 192
We want to simplify your problems:
Benefit from our additional services! . . .
Technical field service
wels : . National
Click" for an electronic quotation:
on request we will send you a quotation or your or- Order / Request forms from page 197
der confirmation as a PDF file by email. _ ' _
This means that all information is just one "mouse TEChmcél field service
click" away! With links to detailed technical informa- International
tion.
Index from page 198

Cpokolm



VARIETY AND QUALITY

PRODUCT OVERVIEW PAGE 1/2

=y 27 iy 47 =/ oy @y [ v (NN s [

VARIETY OF THE HIGHEST QUALITY

Product lines Connections | Page

he intelligent POKOLM tooling system has the optimum tool for your every need - from the adapter to the milling cutter body

or solid carbide cutter through to the insert in various geometries, qualities and coatings. Competent advice from our techni- © Face m|II|ng cutters

cal sales representatives, first-class service, a complex range of accessories and further training for our customers in the POKOLM
Academy complete our full service concept. In this way we support your success in all areas of the process chain, sustainably. © BASEWORX® 8| 2
& diam. 35 - 125 mm % -CIol-[--1-1-[-1%-[9]%] - |-
© PLANWORX® & 27
Milling cutter bodies for every use © diam. 40 - 250 mm 28 |-|clclol-]-1cl-]-1¥I¥I¥] - ¥ -
@ Copying cutters, e.g. © MIRROWORX® - 3
@ - SPINWORX® (6) © diam. 42 - 100 mm 32

@ Square shoulder face mil-
ling cutter bodies and slot-
ting cutter bodies, e.g.

- Round insert cutters (7)
@ Square shoulder face milling + slotting cutters - k90°

MILLING CUTTER BODIES

- ® S
SLOTWORX® () © SLOTWORX® FIT
- ADEW (5) : =8
- @ Cutters for machi- _ _ I
4 L - _,_@ ning non_ferrous @SIZG S - d|am. 10 - 20 mm 34 g @ - - ? -
k materia|s’e_g_ ®Size M - diam. 16 - 52 mm 36 S| -1C|C| - |1C|C|T) - g?%g ??
(6) e . -VDGT (10) © Size L -diam. 25 - 100 mm 40 Y| VY Y -
& ' -VCGT(11) .
© ADEW &l 45
& diam. 15 - 32 mm 46 |C|-|C|C] - A
. . . HIH (o] o
@ High-feed cutters, e.g. @ Kugel-/ Torusfriser, e.g. Major application © Coppy mlllmg cutters cutters k0°-90
- QUADWORX® (15) -, - UNIWORX® (12) =
- TRIGAWORX® (16) - WAVEWORX® (13) © SPINWORX® 49
- SLOTWORX® (4) - Ball nose end mills with 75 - diam. 25 - 52 mm. 7° positi ~ ~ ~ [ ~
- . D5 - .25 - 70 positiv] 50 || - |S|S| -S| - |CIFIVIHY IS
- ®
SLOTWORX®HP (17) © !:Ia;;esg,l\llgl};l)?@(éfll)tters, €.9. 4 cutting edges (14) Minor application @16 - diam. 35 - 66 mm, 7° positiv| 53 S| -1 -1 -1 ? ? % ? % %
- PLANWORX® (2) @ Rhombus ;utters, e.q. roughing © Cutters for round 5] .
- MIRROWORX® (3) - FINWORX® (8) pre-finishing inserts E‘_‘E
- XDHW | XDHT (9) KA s ©12.5 - diam. 10 - 20 mm 58 YV VYV -¥
ypes of machining ©1r3.5 - diam. 12-30mm,s 1,99 | 60 VYV VIV VY
%7 viunsing ©13.5 - diam. 12-42mm, 52,38 | 63 VYVVV VYV %V
The complete POKOLM product range for every aspect [=l E_! P cramtering Or5 - diam. 20 - 42 mm, neutral | 67 YV VYV V|V
£ milli hnol : L f— ©r5 - diam. 25-52mm, 7° positiv| 71 |S| - |S|C|C| - || - |1C|F VIV |V VIV
of milling technology = 5 i 5 - diam. 20 - 35 mm, CBN 75 -1 -1¥-1-1¥
i P ot pnsig ©16 - diam. 24 - 60 mm 77 VY VVV VY
: B o ©18 - diam. 32 - 160 mm 84 VYVVV VYV VY
Milling cutter bodies Adapter systems Accessories = Slmzné 9110 - diam. 52 - 160 mm 90 v v ¥ ¥ Y VY
pocketing
- == z: square shoulder milling @ Rhombic cutters - k95°
: Spindle systems = “ -~ =| Detailed technical Y22 conving
Indexable inserts Shrink technology == know-how I @ FINWORX® SIR&]| 93
- Fﬁ')‘lsheuwpe © diam. 16 - 42 mm | r1 9 |clclc|clc|clclc|c|TIVIRIT] - |1
! 5] DuoPlug _ =
Solid carbide cutters bl Special products Qualified service Y threaded shank © XDHW | XDHT 97
IS etcon shan S diam. 16 - 42 mm | r1 98 Y V¥V -9
: ~Alalalalalealelale
=1 v shan S diam. 16 - 35 mm | r2 101 || Y Y YR Y R - -
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POKOLM - FOR EVERY INDUSTRIAL SECTOR

CUSTOMIZED CONCEPTS
FOR EVERY INDURSTRIAL SECTOR

From delicate medical engineering to powerful, vigorous racing sports — our services are used in the most various sectors. And
at the same time, the requirements placed on our products are as diverse as they are demanding. Maximum precision, quality
and expertise are what is demanded everywhere. It is inconsequential whether it is all about large components for aerospace
or a highly-specific special tool for the wood industry. With this great diversity, direct contact with the customers is of decisive
importance. That is the only way to precisely comprehend the specific challenges. Our highly-trained field service can often
even help right onsite and flexibly and precisely find the perfect solution for highly customised requirements.

Tool making R

Aerospace industries B-_, /

Medical technology m
e

Turbine

r .
j manufactoring

- Food technology

e SRLANLE UCNTSC ARG Guaranteed process optimization

If you don't go forward, you go backwords! For this reason, we conti-
nuously develop new products for our range of tooling. This is the only
way to meet the requirements as technological leader in this field. And
this is the way for you, having a lasting effect from our innovations and
patents, which are able to promote your competitive advantage.

Dou-Plug®, SPINWORX® and other patents.

MILLING CUTTER BODIES

Major application

Minor application

roughing
pre-finishing
finishing

Types of machining

B :] plunging
'] chamfering
] face milling

g circular milling
E axial plunging
Z'I] slotting

@ pocketing

z: square shoulder milling
z copying

Connections
£ 2 shell type

II DuoPlug
ré] threaded shank
II weldon shank

II plain shank

PRODUCT OVERVIEW PAGE 2/2

) Types of machining Material to be machined
Product lines Connections | Page
& - ) &) ) (k] (& by & M B¢ H

@ Milling cutter bodies for non-ferrous materials

© VDGT - k93° =|[&]| 103
© diam. 15 - 42 mm | r1 104 |Cl-[clcl-lclclele]--1-]¥]-]-
© VCGT - k92° (&1 107

© diam. 32 - 125 mm | 13 108 || - || -1CICICT - -1 -1 -] -

@ Ball nose / bull end mill cutter bodies

m

© UNIWORX®

©diam.8-20mm [ 3-r10 [ 12 |-[-]-|-]-|-[-]-|C|®VYI¥IVI]- ¥
© WAVEWORX® 125
© diam. 16-32mm |r8-r16 | 126 |-|-|-|-[-[-[-[-|C|®&]-]-[-]-]-

© Cutters for inserts e
with 4 cutting edges 135

S diam. 10-20mm | 15-r10 | 136 |- |[-|-|-|-|-|-|-|CIFIVITIT | VI¥
© High feed milling cutter bodies

© QUADWORX® 145
©Size S-diam. 14 - 25 mm 146 V™ - | VI™
© Size M - diam. 22 - 52 mm 149 (S| - 1TSS - 100 - VS - W
©Size L-diam. 35 - 80 mm 152 Y - |
& TRIGAWORX® 155
©Size S-diam. 16 - 25 mm 156 Y -|-|-- @
© Size M - diam. 25 - 52 mm 158 || - ST - SIS -1 - -1 -] -
©Size L-diam. 32 - 80 mm 161 Y -|--1]-1-
@ (@]
© SLOTWORX® - k94° % 163
© Size M - diam. 16 - 52 mm 164 |C|-[clol-Iclclc]-¥-1¥ -]- ¥
©® SLOTWORX® HP 167
oHPsizes-diam. 10-25mm | 168 |G| - |[S|S] - |S|o|o] - |¥] - |F|¥F| - |¥

B S > Pokolm



EFFIZIENCY AND KNOW-HOW

PURCHASE- AND INFO-HOTLINE YOUR KNOW-HOW CENTRE: THE POKOLM ACADEMY

he integral analysis and individual advice from our highly qualified technical sales representatives is entirely focussed on irst-class products are one thing. But the basis for tooling systems that are more economical, faster and more efficient is:
your specific process application — and always with one goal in mind: To cut costs and increase productivity. KNOWLEDGE. Which is why we started the POKOLM Academy for you.

Here the aim is to actively find new solutions, to pass on knowledge and to secure long-term competitive advantages.

Continuous training and vocational development is of decisive importance to master market challenges. In the POKOLM Aca-
demy we offer you professional workshops, seminars and training course which pass on in-depth product knowledge. An im-

Our goal: cutting costs portant key to your success.

B Machining
I Tooling

costs

actual situation optimized process

B ’“'F‘l'|"' ‘
1. ¥ ]
|

| ==

Our appproach: process optimization

Added value through knowledge

component clamping machine CAD / CAM To secure and expand the market position From metallurgy along with tools

and their coatings to strategies for CNC mills and their programming - pro-
ven experts and specialists present their expertise in the academy. And that
puts your employees at the cutting edge of everything.

material rigidity” rigidity” strategies’ arbor size’

geometry horizontal / vertical’ revolutions” flexibility” overhang’

metal removing volume’ vice” output’ diameter’

strength” direct clamping” cutting-material”

operation data”

*this is just a range of influencing factors

Zpokolm

How.



ELECTRONIC QUOTATION PER 'CLICK'

YOUR ELECTRONIC QUOTATION PER "CLICK’ THE POKOLM BOX - THE INNOVATIVE CATALOGUE-SYSTEM

The following illustration shows the menu-range
of our CD-ROM-catalogue. Cpokolm

Your electronic quotation per 'click’

Your advantage:

>

Q

m

With only one click, you can receive all information :‘""':'._“..";*:"-'"“” e 'é
about products selected, displayed on your screen s el it E‘:
@ photo - bé
@ drawing a

@ all dimensions

@ accessories

@ suitable arbors, adapters, inserts or solid
carbide tools

Tl i

e St b g v ) e m— i m  m § e T

. . - o z = o O
All you need is internet connection! g S — -

QR-CODES - THE QUICKEST WAY TO OUR WEB PRESENCES

i —

phaduct "X 200°
A b ) ) WWW
e Pyt gl E Py
.—b:ﬁl-ﬁ' * "I-.-\--“ - “r!-
- pi | —
el B w—

e o s

o— 1 - - i
i N e

o

Jtith
|
e

1
[=]
- L
o

[=]7=p ] [=]Fg! =]

"1
= =

[=]. [=]Raw: OE: "
''''' £ pokolm.com facebook.com twitter.com youtube.com
— e BTae e Spokolm
o TN e : = PREMIUMTOOLS. WE KNOW HOW. You TUhe
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THE POKOLM TOOL SYSTEM

Shrinking combinations
Morse taper combinations - - —_—
_________ Thread connected combinations — — — — —
THE POKOLM TOOL SYSTEM o

e~ ER-Collet combinations
........... DuoPlug®-combinations

over 500000 combination possibilities

The listed options are applications examples. Do not hasitate to contact our technical field
service for a huge number of further possible combinations.

Shrinking arbors Morse taper adapters Arbors for thread connections ER-Collet chucks Arbors for shell-type

Reduction sleeves SK arbors milling cutter bodies
and HSK to MTS SK HSK BT Sk HSK BT Sk HSK BT  Direct spindle
SK- SK HSK BT SK HSK mounting
zero reach

A~ | sty >
r L) it L
[} —
= < ‘r < 1 I e J Y
C') T — — 3 —+ —- o= J i
e | — — — < —
r l ¥ ER-Shrinkin i
Plain shank | | | ing I
Al Y | I extensions !
1 <
| extensons shankshiking | H * S
extensions
( )—l \—.— \ I * Y Shell-type-/ \
O ) % 1Y | | ' extensi(?r:s and
< O t! | I H? adapters
h * et -O I l [}
1 - A A
! wmlait {—4— —— e —t———————— —A O
|V Morse taper shank '\ - I I _IUL
l adapters for thread I— - — —— — —— =
o~ ,) connections I l I
—0 W Qi | | |
Solid carbide Dense-antivibration & | I | | I
adapters solid carbide adapters ' I H
v for thread connections Y | le e o - :' : + I— ( )— —_— —I Shell-type
extensions
(@) 'I'* AR I
T [¥! | |
' I |
[ | | * * I * | + cylindrical adapters
Y > * I l l * * for thread V
| | é 6 | connections*
' l I l I l
Lo s O %A O— « I | ,
Cv> .. \ 4 _JJO O’_—_-»___l l
- - \ 4
shri DkquIu(?@—t . —*— _O Extensions and * Extensions and T M
. rinking acapters Screw-on reductions for I reductions for
?'?’ . / Shrinking thread connections | thread connections |
- e > Extension |
- 4 g’ ]
Cutter bodies Slotworx®- Ball nose cutter == J
for round inserts Cutter bodies bodies / /
! l{ ' } I‘ ¢
A; : - k kS | -
J ) i Plain shank end mills* i;._‘!
Trigaworx®- Cutter bodies for ~ Quadworx® Ball nose cutter ~ Corner radius and End mills 5"_‘ apt
Cutter bodies rhombic inserts  Cutter bodies bodies toric end mills ; Quadworx® Slotworx®
or round Quadworx® Slotworx®

*Using suitable shrinking units, you can com-
bine all plain shank end mills, adapters and ex-
tensions with shrinking adapters and arbors.

Milling cutter bodies with DuoPlug®-connections Solid carbide end mills

inserts
End mill bodies with thread connections Shell-type milling cutter bodies

- ™ Zpokolm
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TECHNOLOGICAL COMPARISON

TECHNOLOGICAL COMPARISON

Thread Connection vs. Pokolm DuoPlug® Connection

WHERE THE DIFFERENCE IS:

Pokolm Thread Connection -

our high-performance standard

Pokolm Thread Connection

The black arrows
show the retenti-
on and supporting
forces.

Thread
Fit zone
End face

This standard thread connection is produced with the
best tolerances possible using the latest technology. We
maximize the efficiency of our Pokolm thread connections
by optimizing our design of arbors, adapters, and milling
cutter bodies.

Our patented protected DuoPlug® System -

the perfect increase

Pokolm DuoPlug®=
Shrink and Screw

The black arrows
show the reten-
tion and sup-
porting forces. Shrink fit

Fine thread

Our Pokolm DuoPlug® system offers optimum rigidity and
extremely high precision and concentricity. As a supple-
ment to conventional thread connections, the retention
and supporting forces between cutting tool and adapter
act along the entire surface of the shrink fit and a large
part of the shrink thread.For more information, please see
the assembling and dismantling instructions for our Duo-
Plug® system in the "Operation Data” chapter.

The fact is:

DuoPlug® perfects the thread connection by means of
greatly increased retention forces, resulting in the highest
possible precision for extremely slim dimensions.

Pokolm Thread Connection -

our high-performance standard

Performance

@ no undercut, thus avoiding a rated break-point

@ extremely precise fit zone and extremely precise
flange contact surface

@ better tensile strength and heat resistance

because of the special materials and extra-hard

coating

for hundreds of tool changes

optimized chamfers on arbors and adapters

®®

Your Advantages

increased process reliability

universally applicable for all roughing

and finishing operations

better fatigue strength and red hardness
lower tool costs because of longer tool life
considerable increase in stability because
of larger flange contact surface

OO® OO

Ideal Applications

@ low-cost standard equipment for milling operations
in shallow and medium-deep cavities

@ especially for deep machining applications
without vertical walls

Our patent protected DuoPlug® System -

the perfect increase

Performance

@ maximum precision and concentricity

@ optimum stability

@ absutely backlash-free class of fits by
screwed connection

@ extremely precise and consistant connection

@ clearly increased retention forces compared to
conventional thread connection

@ better tensile strength and heat resistance because

of special materials and extra-hard coating

Your Advantages

@ longer tool life

@ absolutely minimal vibrations with long overhangs

@ renders top precision in finishing operations

@ increased availability of tool system and increased
process reliability

@ improved performance in roughing operations

@ better fatigue strength and red hardness

Ideal Applications

@ for maximum precision in finishing operations
@ roughing and finishing applications with
long overhangs
@ ideal for applications on vertical walls because
of extremely slim arbor/adapter system

Zpokolm
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MILLING CUTTER BODIES

MILLING CUTTER BODIES

?.

- . _iﬂ “ §
VE T

TECHNOLOGY OVERVIEW
MILLING CUTTER BODIES

@ Increased economic efficiency

Our seven different diameters for round inserts alone, plus numerous additional geometries and sizes - combined with
five different rake angles in our milling cutter bodies — provide optimum cutting conditions for almost every application
you can think of.

Ty -
) Large variaty of rake angles for every special application. 25x1,50 212x3,97
== ' l’\
- -
Well Incorporated: . -X© negativ rake angle for maximum stability and
For multiple advantages in milling. [y | smooth running 07x1,99 0 164,76
For Pokolm-milling cutter systems, all bodies are completed by a fine tuned insert-range, leading to an extensive choice of too-
ling, covering about 90% of every possible application in mould- and die-Making. ) )
Oo 0° rake angle, the best solution for high accu-
¢—] rate contur millung and machining hardened 74238 20 % 6.00
= materials 07Xz 0 20X0,
Our patent protected, specially incorporated For machining non-ferrous materials of all
g insert seats offer optimum support and insert- @ kinds, we offer specially designed tools with
life during all milling operations by outstan- special insert geometries and optimum coa- 70 milling cutter bodies with positive rake angles
ding rigidity, in particular, when using high tings with lubricating additives. ¢-J are suitable for nearly every application, together
feed rates. with inserts with concave molding they are the 010x3,18
best solution for machining RSH materials

70

1
T

8

1

Tools with 0° axial rake angle (neutral) and
with a variety of positive rake angles offer op-
timum cutting conditions for a wide range of
all possible materials to be machined.

The latest Pokolm DuoPlug®-adapter- and mil-
ling cutter system eliminates the looseness
between adapter and cutter body. Together
with the enormous retention forces and adhe-

1
Bl
)

In keeping latest state-of-the-art develop-
ments: Nearly all the tools in the Pokolm
range are equipped with an internal coolant

supply.

Milling cutters with our special 2-point contact
milling design can be used for 90° plunge an-
gles.

Optimum load distribution

The patent-protected, specially developed insert seats in our milling cut-
ter bodies absorb all axial and radial milling forces, because the insert is
not only fixed with a Torx® screw, it is also supported by being embedded
into the cutter body. Thus, the cutting pressure no longer acts on the

screw alone, but is also absorbed by our milling cutter bodies.

Spokolinn

additional
(double) clamp

Compared to open insert seats, our incorporated insert seats allow stron-
ger teeth, clearly improving the rigidity of our milling cutters. This results
in longer tool life and allows higher feed rates. Additional double clamps
provide excellent support, even under extreme cutting conditions.

sive strength through the shrinking process,
you reach a high quality surface finish, even
for extreme milling operations and long reach
overhang. RSH

support in
cutter body

Optimized tool-geometries, carbide grades

and coatings, specially developed for the cha-

Reliability in case of roughing operations. The racteristics of stainless-, acid- and heat-resis-

Il shims have 2 functions: shock absorber and pro- tant materials, guarantee excellent machining Torx® screw
tection at the same time. Increased process relia- results.

bility with positive influences to smooth running

are further characteristics of this product feature.

cutting pressure

cutting pressure

Reduced wear

Our chip spaces were specially designed for exceptionally easy chip flow, thus protecting both body and workpiece from
damage. The supply channels for the coolant in arbors and cutter bodies are precisely coordinated with each other so
that the coolant is conducted directly onto the cutting edge even under difficult cutting conditions.

Further information about special features of our POKOLM-tooling systems are indicated on following pages.

Specially selected materials and extra-hard coatings offer higher tensile strength and heat resistance, making Pokolm
tools and arbor systems unbeatable in durability and long-life-cycles.

Zpokolm
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INSERTS

INDEXABLE INSERTS

The complete range.

Our carefully planned, wide variety of indexable inserts is
one of the highlights of the Pokolm program.

A perfect complement to our milling cutter program, it
offers a wide selection of carbide grades, geometries, and
different application possibilities. The range provides an
optimum solution for every task:

Diameters from 5 to 20 mm (radii of 2.5 to 10 mm), diffe-
rent shapes, carbide grades, and coatings — along with a
great variety of milling cutter bodies, our patent-protected
insert seats, and arbor systems — allow every individual
combination.

All Pokolm inserts have been developed based on shop-
tested applications by our customers, and we improve our
inserts to meet every new challenge.

This constant and innovative developmental process, and
a remarkably intensive cooperation with our carbide sup-
pliers and coating partners, guarantee state-of-the-art
types of inserts at all times.




BASEWORX® FACE MILLING CUTTER

Economic quiet cutter for face milling operations

Properties

Embedded indexable inserts =

increases tooth stability

Eight reliably usable cutting edges
for a cutting depth ap < 2.2 mm
Lead angle ~ 43° for chamfering

with MIRROWORX®

Easy cutting due to 20° positive rake angle
Low power requirement and highly

smooth running

@
@
@
@ Ideally suitable for preparing for finishing
@
@

Machining types

-/ Y

Connection types

8

Sizes Page
|diam. 35 - 125 mm 24|
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coating
M S H f (mm) a, (mm) | (mm) s (mm) r (mm)
K10 polished - || - | - [008-03]01-35 12.7 3.77 0.5
P40 PVTi 7| - | -] -]01-05]02-30 12.7 3.77 1.0
gmajorapplication ?minorapplication ?? roughing V? pre-finishing ?? finishing

Zpokolm




© BASEWORX® © FACE MILLING CUTTERS

Indexable inserts
&z,
BASEWORX® <
'b‘\é\b o'z,’&\q

diam. 35 - 125 mm < < VAN ARA.

0388831P |  OFET05T310 FN K10 polished 12.7 3.77 - M 4.0
Remarkably economic face milling cutters for highly efficient milling with medium
depths of cut, doc. max 3mm. 0388840 | OFMW 05T310 SN P40 PVTi 12.7 3.77 - M 4.0
These tools stand out on account of their reduced power consumption. These milling
cutters can also be used for chamfering. -

Material
Milling cutter bodies Carbide grade Feed per tooth |
Coating
. f,
r N, L 0 A, d, K10 polished a, (mm) - - - 0.1-3.5 -
: f, (mm) 0.10.5 0.1-0.5
Threaded shank end mill bodies MRl a, (mm) 0.2-3 ) 0.2-3 i i
335288 | 35 |12.7 42 | 35 - M 16 29 3 A'EC'FD' Iﬁlfl
Cutting speed (Vc in m/min)
Material
Carbide grade —
Coating Application
. hing 100 250 400
K10 polished fougn! = = : -
TR A finishing 100 250 400
Shell type milling cutter bodies : roughing 100 175 250 700 130 160
A B,C,D , dadidl finishin 140 180 220 ) i i i
440388 | 40 |127 4 35| - |diam.16 | 35 [ 4 [T T BEO 0Ihing.
. A, B, CD "
442388 | 42 [12.7 42 | 3.5 - diam. 16 | 35 4 "TE @l:l V| H
EF o Extended operation data

| .

552388 | 52 |12.7 52 (35| - |dem22 |40 | 5 | A5P | ¥meoy ]
. A CD, "
763388 | 63 |12.7 52 | 35 | - | diam.27 | 48 7 EE Ay |
- - T
766388 | 66 |12.7 52 | 3.5 | - | diam.27 | 48 7 A’EC'FD’ ¥ 1Mo < o< B
o lial a D
880388 | 80 |12.7 52 | 35| - |[diam.27 | 60 | 8 A'EC'FD' ¥ [ 1| ‘ ‘ T ‘ /A :ﬁ
. A CD,
9100388 | 100 | 12.7 52 | 35| - |diam.32 | 70 | 9 EF MQ] dp Y
12125388 | 125 | 12.7 52 (35| - |diam40| 9 | 12 | ACD | @y di ds : d
EF D min max
: _ _ Cutte(;1d|am. Dp X Cutte(;1d|am. o° y Cutte(;1d|am. D D__
[ = ] — C
U;D e — @ /\EE ’ 35 28.25 3.5 35 <16 11.6 35 46.6 70
40505 K GWSTPS8ISK 15500 TV 2-8 T15 500 T15 502
Torx screw hexagon socket set screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit| Compatible bit f. 40 32.95 3.5 40 <11 16.6 40 56.6 80
A > Page 171 B > Page 172 C > Page 172 Vario®-S with window for Torque Vario® Torque Vario®, 42 34.85 3.5 42 <10 18.6 42 60.6 84
scale, D > Page 173 E > Page 173 F > Page 174
50 42.57 3.5 50 <7 26.6 50 76.6 100
52 45.25 3.5 52 <6.5 28.6 52 80.6 104
63 55.39 3.5 63 <4.5 39.6 63 102.6 126
66 57.75 3.5 66 <4 42.6 66 108.6 132
80 722 3.5 80 <3 56.6 80 136.6 160
100 92.35 3.5 100 <2 76.6 100 176.6 200
125 117.3 3.5 125 <15 101.6 125 226.6 250
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing V ? pre-finishing ? g finishing
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PLANWORX® FACE MILLING CUTTERS
O p O kO] m Highly economic with large cutting depth and outstandingly smooth running

PREMIUMTOOLS. WE KNOW HOW.

Properties Machining types
@ Negative, therefore extremely stable basic form
@ Eight reliably usable cutting edges ‘g‘ "
@ Easy cutting due to highly positive

indexable insert geometry [y —
@ unequal pitch for less vibrations @
@ Internal coolant supply for fluids up to tool

diameter of 125 mm
@ Outstandingly smooth running
Connection types

Practical video Sizes Page
|diam. 40 - 250 mm 28 |
@ Planworx in 1.0570 / L - .
E R, 3
. I
0L ke
=z M
(@)
R, ’{J' |.'_ .
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coatin
. m S f (mm) ap(mm) | (mm) s (mm) r (mm)
P40 PVSR Y 0.08-0.55 0.1-6.0 13 5.4 0.8
K10 PVTi Y 0.1-0.55 0.1-6.0 13 5.4 0.8
M40 PVST Y Y 0.08-0.3 0.1-4.0 13 5.4 0.8

? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing
26 21 Spokolm |




© PLANWORX®

E MILLING CUTTERS

Cutting speed (Vc in m/min)

Material

PLANWORX®

diam 40 - 250 mm

Carbide grade

Face-milling cutter with maximum chipping depth of 6 mm, negative axial rake angle carbi
GEL)

Application
for square inserts with eight cutting edges. Internal coolant supply up to tool diameter

. o . roughin 100 175 250
125mm. Differential pitch for smooth running. P40 PVSR ﬁnii’hinf} . - - - -
. roughing 150 175 200
K10 PVTi S - = - -
e - finishing 150 175 200
Al el M40 PVST roughing - 80 145 210 ) - 20 65 90
finishing 120 185 250 60 90 120
r N, 1 AN 4, d, _
Extended operation data
. A, B,C, I
440331 (40 | 13 |08 | 42 | 67| - |diam22 | 40 | 4 D.E al 1Y | |
550331 | 50 [ 13 (08| 52|67 | - |dam27 |48 | 5 | APC | ¥imals
663331 | 63 | 13 | 08 | 52 | 67| - | diam.27 | 60 | 6 A'DB'EC' wal Y
880331 | 80 | 13 | 08|52 |67 | - [dam32| 70 | 8 | O I Mmagy
- 10100331 100 | 13 | 0.8 | 52 | 6.7 | - | diam.40 | 90 | 10 A'DB'EC' el 1Y ) ] D min max di
: 1
. A B, C ' Bl 3
12125331 (125 | 13 | 0.8 | 52 | 6.7 - diam. 40 | 90 | 12 N Ml:l 3%
D, E 5 Cutter diam. d1 X Cutter diam. o Cutter diam.
A B C n iz d1 © y d1 Dmin Dmax
14160331160 | 13 [ 08 [ 52 | 67 | - | diam.40 [120 [ 14 | " P | IPBEY 40-125 4
! 40 <N 29.5 40 89.5 93.5
_ ABC — 160-250 -
16200331 | 200 | 13 | 0.8 | 52 | 67 | - | diam.60 | 160 | 16 | "~ Ll ) 50 <8 39.5 50 109.5 113.5
" 63 <6.5 52.5 63 135.5 139.5
20250331250 | 13 [ 08 | 52 | 67 | - | diam.60 | 160 | 20 | ABC | Vi JRF
D,E 80 <4 69.5 80 169.5 173.5
100 <3.5 89.5 100 209.5 213.5
_ ——_ <
Q[\D @j: ( 7@ 5 125 2.5 114.5 125 259.5 263.5
! - 160 - - 160 - -
40505 P 15500 P TV 2-8 T15500 P T15502 P
Torx screw Torx-screwdriver (Torx- Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring 200 - 200 - -
A > Page 171 Plus) Vario®-S with window for Torque Vario®, | compatible bit f. Torque 250 ) ) 250 ) )
B > Page 172 scale, C> Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts -
& J
,{\\‘- G’b
e S
R &\b %'\\Q
@ S | s r M
0531842 SNMX 135408 ER P40 PVSR 13 5.4 0.8 M 4.0
05 31 862 SNMX 135408 ER K10 PVTi 13 5.4 0.8 M 4.0
0531896 SNMX 135408 ER M40 PVST 13 5.4 0.8 M 4.0
Feed per tooth (fz) | d.o.c. (ap)
Material
Carbide grade Feed per tooth |
Coating d.o.c.
f, (mm) 0.08-0.55
P40 PVSR : e . - - -
a, (mm) 0.1-6
. f, (mm) 0.1-0.55
K10 PVTi a. (mm) - - ot - -
f, (mm) 0.08-0.3 0.08-0.2
M40 PVST a (mm) - 014 - : 0.1-3
latest items! available as long as stock lasts on request Y stock item, subject to confirmation ? major application ?minor application ? @ roughing V ? pre-finishing ? g finishing
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MIRROWORX® FACE MILLING CUTTERS
O p o ko] m Milling instead of grinding - smooth surfaces with

maximum economic efficiency

PREMIUMTOOLS. WE KNOW HOW.

Properties Machining types

@ Surface qualities of Ra < 0.8 um,
the grinding process can be omitted completely
@ Particularly smooth running

@ Fine adjustment controls absolute
axial runout within the pm range
@ Also suitable for unstable components
@ All three cutting edges can be used reliably

Connection types

Practical video Sizes Page
|diam. 42 - 100 mm 32|
@ MIRROWORX® in 1.2312
ol
Cutting materials
ISO standard feed per tooth | d.o.c. length thickness radius

Carbide grade

M S H f (mm) a, (mm) | (mm) s (mm) r (mm)

HSCO5 PVTi VIV VIV VIV o022 0.05 - 0.25 14.32 4

? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm




© MIRROWORX® © FACE MILLING CUTTERS

MIRROWORX®

diam. 42 - 100 mm

Milling instead of grinding is our slogan for these finishing milling cutters. Developed
for producing smooth and levelled surfaces with enormous feed rates.
These tools enter into grinding domains.

Milling cutter bodies

3 2 1 2 3
Shell-type milling cutter bodies
d; 242384 | 42 |14.32 43| 1 | - | diam.16 | 35 | 2 A'EB'FC'GD' Laf 1|
d, —
252384 | 52 |14.32 31| - [dam22| 48| 2 |A%2E Mg
[T .
\ — \ 266384 | 66 |14.32 53 1| - |dama27 |60 | 2 |[A BF g' £ v
(. o J
- = -
- - 280384 | 80 |14.32 53| 1 | - |dam27 |60 | 2 |ABDE ) ¥ing
I 1
d, 2100384 | 100 |14.32 53| 1| - |dem32 |70 | 2 [ABDEIM
(o (i} EO0) | (oo | (PoO }——| [ @=
35500 45500 L GWSTPS8ISK 15 500 20500 V28
Torx screw Torx screw hexagon socket set screw Torx-screwdriver Torx-screwdriver Torque Vario®-S with win-
A>Page 171 B > Page 171 C>Page 172 D > Page 172 E > Page 172 dow scale, F > Page 173
::OZ
T15 502
Compatible bit f. Torque
Vario®, G > Page 174
Indexable inserts
<O
\}Q
& | S r M
04 84 835 TEHX 1613 ZF PVTi 14.32 4 - M 3.5

Material

Carbide grade
Coating

Feed per tooth |
d.o.c.

Material

Carbide grade
Coating

HSC 05 PVTi

Application

roughing
finishing

150 225 300

100 150 200

200 275 350

100 250 400

40 70 100

latest items!

available as long as stock lasts

on request

M stock item, subject to confirmation




SLOTWORX® SQUARE SHOULDER FACE MILLING
AND SLOTTING CUTTER BODIES

With highly modern cutting edge geometry for universal applications

Properties Machining types

@ Universal use options: Roughing and finishing '

of steel, aluminium, graphite, plastics, hardened @ '
materials, cast iron and stainless steel as well
as high-temperature resistant materials

@ Optimised coolant ssupply direct onto
the cutting edge

@ Integrated finishing land achieves
outstanding surface qualities Connection types

@ Corner radii from 0.8 - 5 mm
: é

.

L3
a

Practical video

@ Slotworx® M / zero reach adapters
DuoPlug SK50 / 1.2344 ESU
48 HRC / X40CrMoV

i vt Iy

F i

Sizes
S:  diam. 10-20 mm

M: diam. 16 - 52 mm
L:  diam.25-100 mm 40

w w| o

[ i)

cn.bm E
)

Cutting materials

ISO Standard feed per tooth | d.o.c. | length Size, radius (mm), Carbide grade
Size
m S f (mm) ap(mm) | (mm) 0.8 1.0 2.0 3.0 4.0 5.0
s WY -|- || - [002-017| 01-40 | 69 P40
K10,
HSC05 I, K10, K10, K10,
M 0.05-1.5| 0.1-9.0 10 ’ P40, ' ' '
v V%Y SR I R R
M40
K10, K10, K10 K10
L - | 0.08-0.5| 0.1-14 15 - P40, M40 ' ' '
¥ V| ¥V o M40 | M40 | Mao

gmajorapplication ?minorapplication ?? roughing V? pre-finishing ?? finishing
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© SLOTWORX® - K90° © SQUARE SHOULDER FACE MILLING + SLOTTING CUTTERS

<L SLOTWORX® - K90° e -
_B h Size S - diam. 10 - 20 mm "

— i Outstandingly capable for using on high-speed milling machines and smaller
¢ = » machining centres.
* the increased no. of teeth allows for very large feed-rates

02 71 840 RO8 XOMX 060208 P40 PVML 6.9 | 245 08 | M1.8

Material
Milling cutter bodies Carbide grade Feed per tooth |
Coating d.o.c.
0.05-0.17 0.02-0.17 0.05-0.17
PAYVAVAVA d, P40 PVML 0.2-4 0.1-2.5 0.2-4
DuoPlug®
41625656 | 16 |69 | 08 (34413 | - | m10 |15 | 4 | 30 | VEo
A B C Material
5202565G | 20 | 6.9 | 0.8 [324| 1.3 | - M12 |185| 5 o d] TP o
Carbide grade s
Coating Application
roughing 100 175 250 80 130 180 140 170 200
P40 PVML finishing - - 160 190 220
Threaded shank end mill bodies .
o C Extended operation data
210256 M6 | 10 | 6.9 | 0.8 |225]| 0.7 | - M6 |9.75| 2 Al (o y
312256M6 | 12 |69 | 08 [275] 07 | - | M6 |ns| 3 | AP0 [nag -
T
416256 | 16 | 69 | 0.8 |275] 13 | - M8 |13.8| 4 A'DB'EC' ] [T
A, B, C, "
520256 | 20 | 6.9 | 0.8 |275| 1.3 | - M10 | 18 | 5 D d] 1T e 3
, =< o ?QL/
o ® ]
Plain shank end mill bodies d Y
! ds
" 1510156 | 10 | 69 | 0.8 [167] 0.7 [556( diam.10 | - | 2 | A2° | [ @ di .
: D min max
. A B, C "
15121 12 . . 17. 1 . .12 - A I
0 > 6 6.3 |08 >0 60.5 | diam 3 D, E M"' [o Cutter diam. d1 X Cutter diam. d1 a’ y Cutter diam. D D
d1 min max
4016156 | 16 | 69 | 0.8 [425| 13 |905| dam.16 | - | 4 | APC [¥ma[ O 10-12 0.7 10 <10 3
= : 16-20 13 12 <6.5 5 10 13 20
_ 16 A 9 12 17 24
n 20 <2.5 13 16 2 32
. ER—= 20 33 40
di N
hm) (Poko }—— | ({7 :
18 500 06 500 TV 04-1 T6 500 T6 502
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C> Page 173 D > Page 173 Vario®, E > Page 174
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation gmajor application ?minorapplication ?@ roughing V? pre-finishing ?g finishing
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OTWORX® - K90° © SQUARE SHOULDER FACE MILLING + SLOTTING CUTTERS

Milling cutter bodies

SLOTWORX® - K90°
Size M - diam. 16 - 52 mm

. . . - . Plain shank end mill bodies
This new range is the all-purpose solution for square shoulder face milling and slotting. _

L . . ] A CD, !
Can be used with indexable inserts of the Slotworx®-M range up to a corner radius of 2 23216167G | 16 | 10 |0.82| 32 | 2.5 | 165 | diam.16 | - | 2 EF ual [ 1)

mm. Modified standard bodies for the use of indexable inserts with a corner radius >= 3 _ ACD [y
mm have additional R+ marking. d 23216167GR+| 16 | 10 | 3|4 | 32 | 2.5 | 165 | diam.16 | - | 2 EF [ 1 [
340201676 | 20 | 10 [0.82| 40 | 25 | 165 [ diam.20 | - | 3 | A5 (B oy

0 _ A C,D, ;
34020167 GR+| 20 | 10 | 3|4 | 40 | 2.5 | 165 | diam.20 | - | 3 £ Ve @

= . A C D, ;
35025167G | 25 | 10 [0.82| 50 | 2.5 | 225 | diam.25 | - | 3 o visa @

Milling cutter bodies ™ '
35025167 GRe | 25 | 10 314 | 50 |25 | 225 [diam.25 | - | 3 | A5 | ¥mao
=

o e 45025167G | 25 | 10 |0.8-2| 50 | 2.5 | 225 | diam.25 | - | 4 A'EC'FD' L] 1T

DuoPlug® 45025167GRe | 25 | 10 |3]4 | 50 | 25 | 225 | diam.25 | - | 4 | 50 [ im @

A CD "
216267SG| 16 | 10 [0.8-2| 38 | 2.5 - M 10 15 2 R I
EF Y& o Shell type milling cutter bodies
2162 A CD, id] | d : B,C,D .
6267SGR+ | 16 [ 10 [3]4 |38 | 25| - | M10 |15 | 2 EF ngo 4 542367 | 42 | 10 (082 43 | 25| - |diam.16 | 35 [ 5 | T | Mima@
, ‘
A CD, ' |
22026756 | 20 | 10 |0.82| 40 | 25| - | m12 |186] 2 er | VnEe iy 542367R+| 42 | 10 |34 43 | 25| - | diam.16 | 35 | 5 B'EC'FD' ] (Lo
A CD, -
220267SGR+| 20 | 10 |3]4| 40 | 25| - M12 | 186 2 EF hd] [FY o) > e e 652367 | 52 | 10 |0.82| 53 [ 25| - | diam.22 | 40 | 6 B'EC'FD' af (T
I I ’
A CD, " — \
32526756 | 25 | 10 (082] 43 | 25| - | Mi6 [235| 3 | “p | MBA@E O d, ' 652367R+ | 52 | 10 |314| 53 | 25| - |dim22| 40 | 6 | PSP | maey
3252675GR+ | 25 | 10 (314 | 43 | 25| - | w16 |215| 3 | M50 | Visag o
Threaded shank end mill bodies ‘DD Q[D @ — (/:Si ‘
A CD, " 25 505 KP 25505P 08 500 P TV 08-2 T8 500 P T8 502 P
216267 | 16 | 10 [0.82| 29 | 25 - M8 138 2 EF ﬁ L Torx screw Torx screw for Slotworx M| Torx-screwdriver (Torx- Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
ACD A > Page 171 B > Page 171 Plus) Vario®-S with window for Torque Vario® Torque Vario®,
216267R+| 16 | 10 [ 3[4 | 29 | 25| - M8 138 2 EE ﬁlfl (o C> Page 172 scale, D > Page 173 E > Page 173 F > Page 174
A CD, "
220267 | 20 | 10 |0.8-2| 29 | 25 = M 10 18 2 EF Ml}l Q]
A CD, .
220267R+| 20 | 10 | 3|4 | 29 | 2.5 - M 10 18 2 EF ﬁl:l
320267 | 20 | 10 [082| 29 |25 | - | m10 |18 | 3 | ACD  Mmnoy
A CD, .
320267R+| 20 | 10 | 3|4 | 29 | 2.5 - M 10 18 3 EF lﬁl:l
325267 | 25 | 10 |0.8-2| 33 | 25 - M 12 21 3 A'EC'FD' ﬁ [ 1] Q]
325267R+ [ 25 | 10 31433 |25 | - | M1z |21 | 3 | AP I vimee
425267 | 25 | 10 [0.8-2| 33 | 25 - M 12 21 4 A'EC'FD' M [ 1] Q]
425267R+ | 25 [ 10 (314 | 33 |25 | - | miz |21 | 4 | ASD | Vmagy
B, C, D, g’
432267 | 32 10 |0.8-2| 43 | 2.5 - M 16 29 4 EF lﬁl:l
432267R+| 32 10 [ 3[4 43 | 25 - M 16 29 4 B'EC'FD' M l%l Q]
B, C, D, '
532267 | 32 10 |0.8-2| 43 | 2.5 - M 16 29 5 EF @l:l
532267 R+ | 32 10 | 314 | 43 | 25 - M 16 29 5 B‘EC'FD' ﬁ [ 1] Q]
B,C, D, '
542267 | 42 | 10 |0.82| 43 | 25 | - M16 | 29 | 5 B il (Lo
542267R+| 42 | 10 |34 43 | 25| - | M16 | 29 | 5 B'EC'FD' Vg
latest items! available as long as stock lasts on request I_KI stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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OTWORX® - K9 SQUARE SHOULDER FACE MILLING + SLOTTING CUTTERS

Indexable inserts & ° Cutting speed (Vc in mImin)
. &
e@@ o Material
R o
o 3
Cb‘ (9% | 3 r M
04 67 837R08 |  XDMT 107308 ER HSC 05 PVFN 10 3.58 0.8 M 2.5
Carb_lde grade Application
04 67 848 R0O8 |  XDMT 107308 ER P40 PVGO 10 3.58 0.8 M 2.5 Coating - 0760350 50150356
HSC 05 PVFN :‘?r:gh::g 0 } : ] ]
0467820 |  XDHT 107310 ER K10 polished 10 3.58 1 M2.5 PIOIPUEs roughing 100 150 200 | 90 110 130 | 110 130 150 - 60 80 100
finishing 160 205 250 | 110 135 160 | 120 150 180 80 100 120
04 67837 | XDMT 107310 ER HSC 05 PVFN 10 3.58 1 M 2.5 i roughing : . : 100 250 400 :
K10 polished finishing 100 250 400
K10 PVTi roughing _ ) _ 200 500 800 ®
04 67 844 XDHT 107310 ER P40 PVGO 10 3.58 1 M 2.5 finishing 200 500 800 35 43 50
h roughing 200 500 800
K10 PVDiaN Jughl = - - :
04 67848 |  XDMT 107310 ER P40 PVGO 10 3.58 1 M 2.5 flnlS?]l_nq %88 ggg ggg
rougning _ _ _ _
_ Hel dEan finishing 600 800 1000
04 67 860 XDHT 107310 ER K10 PVTi 10 3.58 1 M 2.5 TIOPveT roughing 80 130 180 80 145 210 ] ] 40 65 90
finishing - 120 185 250 60 90 120
0467860D | XDHT 10T310 ER K10 PVDiaN 10 3.58 1 M 2.5
0467894 |  XDHT 107310 ER PCD uncoated 10 3.58 1 M 2.5 Extended operation data
0467896 | XDMT 107310 ER M40 PVST 10 3.58 1 M 2.5
04 67 820R20 |  XDHT 107320 FR K10 polished 10 3.58 2 M2.5 e
04 67896 R20 |  XDMT 107320 ER M40 PVST 10 3.58 2 M 2.5
>< )
04 67 820R30 |  XDHT 107330 FR K10 polished 10 3.58 3 M 2.5 o . =< a e
04 67 896 R30 | XDMT 107330 ER M40 PVST 10 3.58 3 M 2.5 f ‘
Y
04 67 820 R40 |  XDHT 107340 FR K10 polished 10 3.58 4 M 2.5 ds y d;
1 .
04 67 896 R40 |  XDMT 10T340 ER M40 PVST 10 3.58 4 M 2.5 D min max
Cutter diam. d1 X Cutter diam. o Cutter diam.
max o y D . D
d’l d‘l min max
16-52 25
Feed per tooth (fz) | d.o.c. (ap) 16 <245 5.3 16 213 32
Material 20 <14.5 93 20 293 40
. 25 <8 143 25 393 50
Carbide grade Feed per tooth | . o
COating d.o.c. S 3 L&Y & 32 <5 21.3 32 53.3 64
™ 2 A 42 <3 313 42 733 84
HSC 05 PVEN f, (mm) 0.05-0.25 ] 0.05-0.25 ] ] : :
a, (mm) 0.1-3 0.1-3 52 <2.5 413 52 93.3 104
f, (mm) 0.05-0.25 0.05-0.25 0.05-0.25 0.05-0.25
P40 PVGO a, (mm) 0.1-3 0.1-3 0.1-3 : 0.13
. f, (mm) 0.08-0.35
K10 polished a, (mm) - ° - 0.1-9 >
: f, (mm) 0.08-0.35 0.08-0.12
K10 PVTi a, (mm) : : : 0.1-9 0.13
. f, (mm) 0.08-0.35
K10 PVDiaN a (mm) - 2 - i -
f (mm) 0.08-0.2
PCD uncoated a, (mm) - ° - 0.1-4 -
f, (mm) 0.05-0.25 0.08-0.35 0.08-0.25
M40 PVST a, (mm) 0.13 0.1-9 : : 0.1-9
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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© SLOTWORX® - K90° © SQUARE SHOULDER FACE MILLING + SLOTTING CUTTERS

Milling cutter bodies

Threaded shank end mill bodies

SLOTWORX® - K90°

Size L - diam. 25 - 100 mm

Universally applicable for maximum cutting depths. These tools stand out due to

low energy consumption and maximum rigidity. Usable with indexable inserts of the
Slotworx®-L-range with a corner radius of up to 3.0 mm. Modified standard bodies for
the use of indexable inserts with a corner radius >= 4 mm have additional R+ marking.

225268 25 | 15 | 13|35 3 | - | m12 | 21 A'DB'EC' ] (e
A, B,C .
225268R+| 25 | 15 | 4|5 | 35 | 3 M12 | 21 Araial (T
33226832 |15 (13|43 | 3 | - | m16 | 29 A'DB'EC' Ving
A, B,C .
332268R+| 32 | 15 |4|5| 43 | 3 M16 | 29 Afaial (T
440268 | 40 | 15 |13 43| 3 | - | m16 | 29 NI T
A, B,C ‘
440268R+| 40 | 15 | 4|5 | 43 | 3 M16 | 29 S | Vs
442268 42 |15 |13 | 43| 3 | - | m16 | 29 A'DB'EC' ial ([
A, B,C ‘
442268R+| 42 | 15 | 4|5 | 43 | 3 M16 | 29 e Ll (Lo

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Milling cutter bodies

Shell type milling cutter bodies

440368 | 40 | 15 | 13| 43| 3 | - |diam.16| 35 | 4 A'DB'EC' ] 1T
440368R+ | 40 | 15 [ay5 | 43 | 3 | - [diamt6 | 35 | 4 | A2C Vmaoy
442368 | 42 | 15 |13 | 43 | 3 | - | diam16 | 35 | 4 A'DB'EC' L] 1o
442368R+| 42 | 15 |a15| 43 | 3 | - |diam 16| 35 | 4 A'DB'EC' ] Lo
550368 | 50 | 15 |13 |53 | 3 | - |diam 22| 40 | 5 A'DB'EC' L] 1T
4503682 50 | 15 |13 [ 50 | 3 | - |dem22 | a3 | 4 | A2 | Ymagy
563368-1| 63 | 15 | 13| 50 | 3 | - |diam.22 | 48 | 5 A'DB'EC' L] 1T
550368R+| 50 | 15 | 4[5 |53 | 3 | - |diam.22 | 40 | 5 A'DB'EC' 4] 1Yo
d, .
d; 552368 | 52 | 15 |13 | 53 | 3 | - |diam22| 40 | 5 A'DB'EC' el 1T
552368R+| 52 | 15 |4]5| 53 | 3 | - |diam.22| 40 | 5 A'DB'EC' Vina @
\7kl _m -
- L ‘ - 663368 | 63 [ 15 (13 (53 | 3 | - [dam27 |48 | 6 | A2C [¥maoy
L r ABC
663368R+| 63 [ 15 [4]5| 53 | 3 | - |dam.27 |48 | 6 | " | Mm@
666368 | 66 | 15 (13|53 | 3 | - [dam27 |48 | 6 | A2C [¥mao
666368R+| 66 | 15 (4|5 | 53 | 3 | - [dam27 |48 | 6 | APC | Vmaey
780368 | 80 [ 15 |13 |53 | 3 | - |dam27 |60 | 7 | APC (¥Baoy
_ A B,C, ‘
780368R+ | 80 | 15 [4]5| 53 | 3 | - | diam.27 | 60 | 7 e | Ve
9100368 [ 100 | 15 [13 |53 | 3 | - |dam32| 70 | 9 | APC (M0
. A B, C
61003681 | 100 | 15 [ 13 [ 50 | 3 | - |dam32 |78 [ 6 | “P (@
9100368R+ | 100 | 15 |4|5| 53 | 3 | - |diam.32| 70 | 9 A'DB'EC- L o/
[ (POKOL J—— s ‘
35 500 15 500 V28 T15 500 T15 502
Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit| ~ Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing
Zpokolm
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OTWORX® - K9 SQUARE SHOULDER FACE MILLING + SLOTTING CUTTERS

Indexable inserts & . Extended operation data
. ¥
.\b@» .(\Q
N\ &
(&« ¢y | s r M
T
05 68 820 XDHT 155210 K10 polished 15 5.2 1 M 3.5
0568848 | XDMT 155210 ER P40 PVGO 15 5.2 1 M3.5 -
>
>< a /7
®
0568862 | XDMT 155210 ER K10 PVTi 15 5.2 1 M 3.5 © ‘ ¥ —
0568896 | XDMT 155210 ER M40 PVST 15 5.2 1 M 3.5 y
ds d
1
0568896 R20 | XDMT 155220 ER M40 PVST 15 5.2 2 M 3.5 di .
D min max
0568 820R30 |  XDHT 155230 FR K10 polished 15 5.2 3 M 3.5 Cutter diam. d1 X p——— . p—— A ]
d‘l o y d’l min max
0568896 R30 | XDMT 155230 ER M40 PVST 15 5.2 3 M3.5 25-100 3
25 <83 17 25 42 50
0568 820 R40 |  XDHT 155240 FR K10 polished 15 5.2 4 M3.5 32 <5.9 24 32 56 64
40 <4.4 32 40 72 80
05 68 896 R40 | XDMT 155240 ER M40 PVST 15 5.2 4 M 3.5
42 <4.2 34 42 76 84
0568 820 R50 | XDHT 155250 FR K10 polished 15 5.2 5 M3.5 50 <33 42 50 92 100
52 <32 44 52 9% 104
0568 896 R50 | XDMT 155250 ER M40 PVST 15 5.2 5 M3.5
63 <25 55 63 118 126
66 <2.4 58 66 124 132
Feed per tooth (fz) | d.o.c. (ap) & <) & gD 22 12
— 100 <15 92 100 192 200
Carbide grade Feed per tooth |
Coating d.o.c.
. f, (mm) 0.08-0.35
K10 polished a, (mm) - ° - 0.1-14 >
f, (mm) 0.10.5 0.10.5
P40 PVGO a, (mm) 0.2-14 ; 0.2-14 . :
. f, (mm) 0.1-0.4 0.1-0.4
K10 PVTi a, (mm) 4-14 = 0.2-14 = =
f, (mm) 0.08-0.5 0.08-0.25
M40 PVST a, (mm) : 0.1-14 : : 0.1-14
Cutting speed (Vc in m/min)
Material
gg;l:i'g; itz Application
. roughing _ ) _ 200 500 800 )
0 ol finshing 200 500 800
roughing 100 150 200 ) 110 130 150 _ )
AUy finishing 160 205 250 120 150 180
. roughing 130 165 200 i 150 175 200 ] ]
AT finshing - 150 175 200
roughing i 80 145 210 i i 40 65 90
ol finishing 120 185 250 60 90 120
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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ADEW® SQUARE SHOULDER FACE MILLING

AND SLOTTING CUTTER BODIES

Universal cutter with particularly low power requirement

Properties

@ Low power requirement
@ Particularly suitable for mechanical engineering

and toolmaking

@ Very good for use in residual material removal

Machining types

&&=/
A

Connection types

G(«m(o

Sizes Page
|diam. 15 - 32 mm 46|
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coating
M S H f (mm) a, (mm) | (mm) s (mm) r (mm)
HSC 05 PVTi VYV IVIVIVI|I-|¥| 01-025 0.1-2.0 9.52 2.38 0.8
P25 PVTi S - || -] -] -] o0t1-025 0.1-2.0 9.52 2.38 0.8
K10 PVDiaN - - -1V -] - 0.1-0.25 0.1-2.0 9.52 2.38 0.8
gmajor application ?minorapplication ?@ roughing ?? pre-finishing ?g finishing
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EW - K90° © SQUARE SHOULDER FACE MILLING + SLOTTING CUTTERS

Cutting speed (Vc in m/min)

ADEW - K90°

diam. 15-32 mm

These universal milling cutters for machine building and toolmaking are characterized Carbide grade

; . Coatin Application
for their low energy consumption. g

HSC 05 PV roughing 120 210 300 - 700 200 300 | 200 500 800 ]
finishing 150 225 300 | 700 150 200 | 200 275 350 | 100 250 400
—— roughing 100 140 180 ) 100 125 150 ] ]
finishing 150 200 250 150 200 250
- roughing _ ) _ 100 250 400 )
LI AL finishing 100 250 400

Extended operation data

T T TR

Milling cutter bodies

r I, l, L d, d,
Threaded Shank End Mill Bodies
15242 | 15 [952| 08 |275| 09 | - [ ms [138| 2 | 2O Mg o & =
20242A| 20 |9.52| 0.8 |27.5| 0.9 | - M 10 18 | 3 A'DB‘EC' il [ [ -t
' \
25242A( 25 |952] 08 [325( 09| - | M1z |21 | 4 | ADC I vmg ds y di
' 1 .
32242A| 32 |9.52| 08 |375| 09 | - M 16 29 5 A‘DB'EC’ @IEI D min max
Cutter diam. d1 X o Cutter diam. d1 o y Cutter diam. D D
15-32 0.9 15 45 11 di - -
20 3 16 15 26 29
25 7 N 20 36 39
32 1.5 28 & u e
(i) @33 @j@ C 32 60 63
25500 07 500 TV 04-1 T7 500 T7 502
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C> Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
& &
& ® | S r M
02 78 835 ADEW 090208 TR HSC 05 PVTi 9.52 2.38 0.8 M 2.5
_@ @ 0278850 | ADEW 090208 TR P25 PVTi 9.52 2.38 0.8 M 2.5
‘ - 0278860 D ADEW 090208 TR K10 PVDiaN 9.52 2.38 0.8 M 2.5
Feed per tooth (fz) | d.o.c. (ap)
Material
Carbide grade Feed per tooth |
Coating d.o.c.
. f, (mm) 0.1-0.25 0.1 0.1-0.25 0.1-0.18
HSC 05 PVTi a, (mm) 0.1-2 0.1 0.12 0.1-1.05 :
. f, (mm) 0.1-0.25 0.1-0.18
P25 PVTi a, (mm) 0.12 ; 0.1-1.05 . :
f (mm) 0.1-0.25
K10 PVDiaN ‘ = ° = N aLe =
a, (mm) 0.1-2
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
46 47 0 pOkO] I l |

PREMIUMTOOLS. WE KNOW HOW.



Zpokolm




SPINWORX® COPYING CUTTERS

Time-saving tooling system with self-rotating inserts

Machining types
& & &
=/t &

Connection types

8

Properties

@ 100% use of the complete cutting edge

@ Minimised tooling-up times, manual adjustment
of the inserts is no longer necessary

@ Far higher tool lives and chip volume without
stopping the production process

@ Optimally suitable for roughing and
stock material removing

@ Reduced chip compression leads to lower power
consumption, which also protects your machine
spindle.

i/

Practical video
@ Spinworx®in 1.2738 /

rVNTIo r5 - diam. 25-52 mm 50
r6 - diam. 35-66 mm 53
Cutting materials
ISO standard feed per tooth | d.o.c. . Carbide grade | coating
. Insert diam.
Size
d (mm)
0 0 s T T
R WIVIVI VYV IS | 005-08 0.1-1.0 10 A C A,D A,D
R | VIV IVIVIV|S/| 005-08 0.1-15 12 A C A,D A,D
e e S Pokolm




© SPINWORX® © COPY CUTTERS

Milling cutter bodies

SPINWORX®

r5 - diam. 25 - 52 mm, 7° positive rake angle

The all-rounders in the SPINWORX series.
* Wide range of uses for almost all areas of application.

 With specially adapted primary and secondary coolant supply.
* Low power consumption, high chip removal rate.

Indexable inserts

(bbz
(3’{6\& °;§Q d s r M
DR10-8A0 RORA 1035 MOSN A0 10 3.5 5
DR10-8A1 RORM 1035 MOEN Al 10 3.5 5
DR10-8A3 RORM 1035 MOEN A3 10 3.5 5
DR10-8CO RORA 1035 MOSN Co 10 3.5 5
DR10-8D1 RORM 1035 MOEN D1 10 3.5 5
DR10-8D3 RORM 1035 MOEN D3 10 3.5 5

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade

Coating

Feed per tooth |

. f, (mm) 0.1-0.5 0.05-0.5 ) ) 0.05-0.4
a, (mm) 0.2-1 0.1-1 0.1-1
. f, (mm) 0.05-0.4 ) 0.2:0.3 0.05-0.3
a, (mm) 0.1-1 0.2-1 0.1-1
@ f, (mm) 0.15-0.8 i 0.15-0.8 i i
a, (mm) 0.2-1 0.2-1
- f, (mm) 0.050.5 ) ) 0.05-0.4
a, (mm) 0.1-1 0.1-1
. f, (mm) 0.05-0.4 ) ) 0.05-0.3
a, (mm) 0.1-1 0.1-1

r 1, 2, 1, d
DR10-025-E12-03 | 25 | 10 | 5 [325| 25| - M12 | 21 AB,CD | YIna B8 O
DR10-025-E12-04 | 25 | 10 | 5 [325| 25| - M12 | 21 AB.CD | na BB O
DR10-030-E16-04 | 30 | 10 | 5 | 43 | 25| - | m16 | 29 AB,CD | VBB O
DR10-030-E12-04 | 30 | 10 | 5 | 33 | 25| - M12 | 21 ABCD|VBagR Ol
DR10-030-E16-05 | 30 | 10 | 5 | 43 [ 25| - M 16 29 AB,CD | eI O
DR10-032-E16-04 | 32 | 10 | 5 | 43 | 25| - M 16 29 ABCD | ViBa BB OIS
DR10-035-E16-05 | 35 | 10 | 5 | 43 | 25 | - M16 | 29 AB.CD | Yna B8 O
DR10-042-E16-06 | 42 | 10 | 5 | 43 | 25| - | ™16 | 29 ABCD ! vigg oy
jj DR10-052-A22-07 | 52 | 10 | 5 | 52 | 25| - | diam.22 | 40 AB.CD|VBa B O
:Sp@[hﬂm

Material

T10-1,4NM
Torque Vario® - S torque
screwdriver
A>Page 173

T10 500
Torx interchangeable bit
for Torque Vario®
B > Page 173

T10 502
Torx MagicSpring compa-
tible bit f. Torque Vario®
C>Page 174

T

200043
HTC ceramic paste WS
600 005
D > Page 174

Carbide grade s
Coating Application
roughing 100 150 200 120 170 220
A0 finichi . - ;
inishing = =
Al roughing 90 135 180 70 125 180 _ _ 30 65 100
finishing = =
A3 roughing 70 125 180 ) 100 350 600 30 65 100
finishing - - -
roughing 130 165 200 130 165 200
Cco S0 o - -
finishing -
roughing 80 135 190 40 75 110
D1 So2 - :
finishing - -
roughing 80 135 190 50 70 90
D3 S0 - ;
finishing - -

Zpokolm
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© SPINWORX® © COPY CUTTERS

Extended operation data

[ Pungng | ke SPINWORX®
! |._.|"I.I

r6 - diam. 35 - 66 mm, 7° positive rake angle

Highly efficient SPINWORX systems also available in intermediate sizes.
e Can be used in steel, cast iron, stainless steels and heat-resistant materials.

 With specially adapted primary and secondary coolant supply.
< S * Unrivalled in terms of machining volume and tool life.
Cutter diam. d1 ) Cutter diam. o y Cutter diam. D D
2552 25 d1 d1 min max Milling cutter bodies
25 <19.7 7 25 32 50
30 <11.7 12 30 42 60
r I, d,
32 <9.8 14 32 46 64
35 <8.4 17 35 52 70 Threaded shank end mill bodies
42 <5.9 24 42 66 84 DR12-032-E16-04 | 32 | 12 | 6 |425[28 | - | M16 |29 | 4 [B.CD.E|VBAPO
52 <4.2 34 52 86 104 -
DR12-035-E16-04 | 35 | 12 | 6 |425| 28| - M16 | 29 | 4 |B,CD.E|VBaB OIS
Shell-type milling cutter bodies
: DR12:040-A16:05 | 40 | 12 | 6 [425]28 | - |diam.16 | 35 [ 5 | AP0 | Ymagm o
N DR12-042-A16-05 | 42 | 12 | 6 |425|28 | - |diam.16 | 35 | 5 A'DB'EC' Ll 1Y Yo
1 3 DR12-050-A22-06 | 50 | 12 | 6 [525|28 | - |diam22| 40 | 6 |B,CD,E|MiBadB O
\77 \ -
~ | |
L . - DR12-052-A22-06 | 52 | 12 | 6 [525)28 | - |diam22| 40 | 6 |B,CD,E|¥inadB O
f | .
4 - DR12-066-A27-07 | 66 | 12 | 6 [525|28 | - |diam.27 | 48 | 7 |B,c D, £ |VBadB O
-~ " S S
SHi- (= —=| [
GWSTPS8ISK T10-1,4NM 710 500 110 502 700043
hexagon socket set screw | Torque Vario® - S torque | Torx interchangeable bit Torx MagicSpring HTC ceramic paste WS
A > Page 172 screwdriver for Torque Vario® compatible bit f. Torque 600 005
B > Page 173 C>Page 173 Vario®, D > Page 174 E > Page 174

B I <~ Pokolm
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© SPINWORX® © COPY CUTTERS

Indexable inserts & o Extended operation data
o  Puging | e
& & .
& &® d s r M -.-i-.
DR12-8A0 RORA 1245 MOSN A0 12 45 6 M'—, :
DR12-8A1 RORM 1245 MOEN Al 12 45 6
% DR12-8A3 RORM 1245 MOEN A3 12 4.5 6
DR12-8C0 RORA 1245 MOSN 0 12 45 6
d s
DR12-8D1 RORM 1245 MOEN D1 12 45 6
DR12-8D3 RORM 1245 MOEN D3 12 4.5 6 Cutter diam. d1 Cutter diam. Cutter diam. D D
32-66 d1 d1 min max
32 <16 10 32 42 64
Feed per tooth (fz) | d.o.c. (ap) 35 <13 13 35 48 70
Material 40 <75 18 40 58 80
s 42 <6.5 20 42 62 84
Carbide grade Feed per tooth | o . &
Coating doo.c. § L s ¢ 50 <5.9 28 50 78 100
52 <75 30 52 82 104
f, (mm) 2-0. ) )
A0 a, (mm) 03-15 - 0.215 - - 66 <39 44 66 110 132
- f, (mm) 0.1-0.5 0.05-0.5 ) ) 0.05-0.4
a, (mm) 0.1-1.5 0.1-1.5 0.1-1.5
A3 f, (mm) i 0.05-0.5 : 0.25-0.4 0.05-0.4
a, (mm) 0.1-1.5 0.3-1.5 0.1-1.5
. f, (mm) 0.20.8 ] 0.15-0.8 ) )
a, (mm) 0.3-1.5 0.2-1.5
o f, (mm) _ 0.05-0.5 _ ] 0.05-0.4
a, (mm) 0.1-1.5 0.1-1.5
- f, (mm) ) 0.05-0.5 ) ) 0.05-0.4
a, (mm) 0.1-1.5 0.1-1.5

Cutting speed (Vc in m/min)

Material

Carbide grade o
Coating Application
roughing 100 150 200 120 170 220
A0 o
finishing z z
Al roughing 90 135 180 70 125 180 _ _ 30 65 100
finishing z = =
A3 roughing ) 70 125 180 ) 100 350 600 30 65 100
finishing - - -
roughing 130 165 200 130 165 200
co finishi o - -
inishing - -
roughing 80 135 190 40 75 110
D1 S2 . - ;
finishing - -
roughing 80 135 190 50 70 90
D3 So2 s - ;
finishing - -

Zpokolm
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© SPINWORX® © COPY CUTTERS

o ROUND INSERT CUTTER K0-90° COPYING CUTTER
-/ p o k O.I m the universal geniuses for all standard jobs and the most unusual tasks

PREMIUMTOOLS. WE KNOW HOW.

Properties Machining types
@ Tool diameter 10 - 160 mm I

@ 0° axial angle for maximum contour accuracy @ '
@ in conjunction with DuoPlug® maximum stability

@ 7° axial angle ensures low power consumption |

|
@ Stable toolholder due to embedded indexable inserts g '
@ 6 different hard metal qualities with 7 adapted

high-performance coatings

Connection types

=8
w

Sizes
r2.5 - diam. 10 - 20 mm 58

r3.5- diam. 12-30 mm,s 1.99 60
3.5 - diam. 14-42 mm,s 2.38 63

Practical video

@ Indexable round insert 02 10 896
in 1.4301 /304 / X5CrNi18-10

2

r5- diam. 20-52 mm 67
r5- diam.20-35mm,CBN 75
r6- diam. 24 -80 mm 77
r8- diam.32-160 mm 84
r10- diam. 40- 160 mm 90

Cutting materials

) ) ISO standard d Insert diam. d (mm) - thickness (s mm)
Carbide grade | coating h—_
M S 5 |7-s1.99|7-s2.38| 10 12 16 20
HSCO5 | PVTi; HSCO5 | PVFN ¥ V| V|V - Y| C ) (o] s 9] 9] S
K10 | PVTi VIVIw|-|VI|V]| - (o) S S S G C
K10 | PVTi (RDHX - concave moulding) - | VY| - ¥ | - o] & & @ @ 2
P25 | PVTi % | - 4 - - - - - o o) o o) o)
P25 | PVGO - W -] - | W - = S S| G S =
P25 | PVSR ¥ |-|¥|-]- - - - S| S| O -
P40 | PVTi v |-|-1-1]-]- S S sl ol ol o
P40 | PVGO V.| -|¥Y|-]-1-1]- = S S| S S =
P40 | PVSR VI|-1|1V] - - | ¥ S S S S S =
P40 | PVML V| -1VY] - - | ¥ - - S S S S =
CBN C - - A4 - - - - - &) - - -
CBN S - - - - - | ¥ - - 5 5 - - -
K10 | polished - - - || - - ) ) = 2 5 )
K10 | PVDiaN - = = A4 - - - < e} o o) _ _
M40 | PVST (9| -|-|9]|-]| - - - S | o - -
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CUTTERS FOR ROUND INSERTS - K0-9

o Lk Wi H-j
e ()

Milling cutter bodies

© COPY CUTTERS

CUTTERS FOR ROUND INSERTS
- K0-90°

r2.5 - diam. 10 - 20 mm

Tools especially suitable for milling small dies and engraving.
The larger number of teeth allows much higher feed rates.

r L, A, 4, d,
DuoPlug®
gs 31222556 | 12 | 5 |25 |2a5)13| - | m7 |108] 3 A'DB'EC' VI Eo
, .
— 41522556 | 15 | 5 [ 25| 28 | 13| - M10 | 14 | 4 A'DB'EC' B E O
- 41622556 16 | 5 2528 [13| - | Mo |15 | 4 | AP0 ImnBEO
RS W - I 5202255G| 20 | 5 | 25| 28 | 1.3 | - M12 |185| 5 A'DB'EC' B &0
— d e
d,
Threaded shank end mill bodies
210225M6 | 10 | 5 [ 25| 19 | - - M6 [9.75| 2 A'DB'EC' wall o/
312225M6 | 12 | 5 |25 |205] 13| - | me [115] 3 A'DB'EC' Y
ABC | g
415225| 15 | 5 [25(205| 13| - M8 138 4 b E nmeo
520225 | 20 | 5 (25255 13| - | M1 [18 |5 | APS | Ymamo
Plain shank end mill bodies
ds 3008125 8 | 5 [25]30 | - [18 [diemt0| - | 1 | AP0 |mBOK
. A B, C j
3010125 10 | 5 | 25|30 | - | 24 | diam.10 | - | 2 e | MBOE
== . ABC | ¥ p
3012125 12 | 5 | 25( 30 | 13| 24 | diam.12 | - | 3 oA ROl
) A B, C ‘
3016125| 16 | 5 | 25| 30 | 1.3 |23.5| diam.16 | - 5 0 E Y[ BO
td
ds
) Fokoi J—— | [ @ 0
21500 06 500 TV 04-1 T6 500 T6 502
Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C> Page 173 D > Page 173 Vario®, E > Page 174

Indexable inserts

e
e‘?’b
.6@ .(\Q»
o O
& 1334 d s r M
S 0105 835 RDHX 0501 MOT HSC 05 PVTi 5 1.5 2.5 M 2.0
d s

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

HSC 05 PVTi

Cutting speed (Vc in m/min)

Material

Carbide grade

Coating Application

150 225 300
150 225 300

roughing

HSC 05 PVTi finishing

150 225 300
200 275 350

200 500 800
100 250 400

Extended operation data

T T TR

>
>
| @/g
. y
d1 d1 d1
D min max
Cutter diam. d1 X Cutter diam. o Cutter diam.
— d1 o y d1 Dmin Dmax
8-20 1
8 - - 8 10 16
10 10 12 20
12 <14.0 4 12 16 24
15 <8.1 7 15 22 30
16 <71 8 16 24 32
20 <4.7 24 20 32 40
Zpokolm
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

CUTTERS FOR ROUND INSERTS - Miling cuter bodies
K0-90°

. d
r3.5 - diam. 12 - 42 mm, s 1.99 2
. . - . . End mill bodies with plain shanks and flats
Tools especially suitable for milling small dies or engraving. S0 ;
The larger number of teeth allows much higher feed rates. & 4012100 | 12 | 7 |35 | 40 | - (195 diam.16 | - | 2 T I BOIR
. B,C,D, ‘
0 6012100 12 | 7 | 35|60 | - |19.5| diam.16 | - | 2 EF I BOX
= 8012100 12 | 7 35|80 | - [195|diem.16 | - | 2 | B50 (M BOIK
. A, C,D, ;
3015100 15 | 7 |35 30 | 1.2 {195 diam. 12| - | 3 EF Ll X
- . T
Milling cutter bodies Fal
1
r A, N 4, d,
DuoPlug® ‘{D WUD @.__ C_/:,SE v
d B, C,D, - B 25 500 25500 K 07 500 TV 04-1 7 500 17 502
d3 21223556 | 12 7135245 - : M7 108 | 2 E,F [ﬁ"'&%E Torx screw Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
F—ZT ACD A > Page 171 B > Page 171 C> Page 172 Vario®-S with window for Torque Vario® Torque Vario®, F >
o 31523556 | 15 | 7 (35|28 [15 | - | M0 |14 | 3 | Mo (VBaBE O scale, D > Page 173 E > Page 173 Page 174
o 52523556 [ 25 | 7 (35|30 [15| - [ mi6 35| 5 | ASD  mmBE o
B & Indexable inserts
&
Cld oS o
& O
o O
Cb‘ ('0'6 d S r M

d &
Threaded shank end mill bodies e 0107835|  RDHX 07T1 MOT HSC 05 PVTi 7 1.99 35 M 2.5
~N
12200m6 | 12 | 7 |35 |285| - | - M6 [11.5] 2 B'EC'FD' VisaB O &
: 0107840 |  RDHX 07T1 MOT P40 PVTi 7 1.99 35 M2.5
12200 12 | 7 |35 |28s| - | - | wms |ng| 2 | PSP [Mmagmorg @
: 0107842 |  RDEX 07T1 MOT P40 PVSR 7 1.99 35 M2.5
315235 15 | 7 |35 |285| 15| - | ms [138] 3 | ACD Ivpagmey
S
|
S

=i 0107860 |  RDHX 07T1 MOT K10 PVTi 7 1.99 35 M 2.5
420235 20 | 7 |35]285|15| - | m10 |18 | 4 | ACD | ¥pagme

E.F 0107 831P RDHX 07T1 MOE K10 polished 7 1.99 3.5 M 2.5

525235 25 | 7 |35 (25(15| - | M2 |21 |5 [ ASD I MBagme
' 0107880D |  RDHX 07T1 MOE K10 PVDiaN 7 1.99 35 M 2.5

630235 | 30 | 7 [35(285(15| - | m16 |29 6 | AP I mpagse
' 0107880 |  RDHX 07T1 MOE K10 PVTi 7 1.99 35 M 2.5

Plain shank end mill bodies

d, 3012100 (12 | 7 [35]30 | - [ 23 [dem12| - | 2 | B50 (M BmONR
Feed per tooth (fz) | d.o.c. (ap)
i Material
Carbide grade Feed per tooth |
Coating
Hd HSC 05 PVTi a, (mm) 0.1-0.5 0.1 0.1-0.5 0.1-0.4 i
ds f, (mm) 0.1-0.3
P40 PVTi a, (mm) 010 - - - -
f, (mm) 0.1-0.3 0.1-0.3
P40 PVSR a, (mm) 0.1-0.7 ; 0.1-0.5 : ;
; f, (mm) 0.1 0.1 0.1-0.3 0.1-0.3 0.1-0.2
K10 PVTi a (mm) 0.1 0.1 0.1-0.5 0.1-0.7 0.1-0.5
f (mm 4
K10 polished 2 ((mm)) - - : 8:83 ’
; 10,
f (mm -
K10 PVDiaN . ((mm)) - - ° 0107 ]
) 1-0.

Zpokolm
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Cutting speed (Vc in m/min)

Material

Ezral:il:; grade Application
HSC 05 PVTi roughing 120 210 300 - 100 200 300 200 500 800 )
finishing 150 225 300 100 150 200 200 275 350 100 250 400
P40 PVTi roughing 100 175 250 ) _ _ )
finishing -
roughing 100 175 250 ) 160 190 220 ) )
Ve finishing - 160 190 220
K10 PVTi roughing = - 150 175 200 | 100 250 400 3543 50
finishing 150 200 250 120 150 180 150 175 200 100 250 400 35 43 50
. roughing _ ) ) 100 250 400 )
0 e finishing 100 250 400
. roughing _ ) ) 100 250 400 )
LS L) finishing 100 250 400

Extended operation data

T T TR
\ ] ]

Cutter diam. d1
12-30

o >
\ | ol
Y
di ds
D min max

Cutter diam. o Cutter diam. D D
d1 o y d1 min max
12 - - 12 14 24
15 <26.5 2 15 17 30
20 <8.5 8 20 28 40
25 <5.3 13 25 38 50
30 <3.8 18 30 48 60

K0-90°

r3.5 - diam. 12 - 42 mm, s 2.38

CUTTERS FOR ROUND INSERTS -

Our all-purpose milling cutter:
* for high-speed machining centres
* for roughing and finishing applications

Milling cutter bodies

DuoPlug®

q 2162005G | 16 35 [285] 15 M10 | 15 A'DB'EC' Visa B & O
, ]
ﬁdz 3162005G | 16 35 [285] 1.5 M 10 15 A B, C. Lal Y $5{ e
. 5101, ok ‘
42020056G | 20 35 [285] 1.5 M12 | 186 A'DB'EC' el 7 =1
. 5252005G | 25 35 (30|15 M16 |23.5 A'DB'EC' Lal Y 51
Threaded shank end mill bodies
15200 | 15 35 [285] 15 M8 |13.8 A'DB'EC' al Y Yo
ABC vy
316200 | 16 35 285/ 15 Mg |13.8 e PO
A B, C =
420200 | 20 35 (285| 1.5 M10 | 18 Seial 1] Yo
A, B, C, Iﬁ‘ "
525200 | 25 35 [285] 15 M12 | 21 e 1Y Yo
ABC | Wiges
530200 | 30 35 285 1.5 M16 | 29 Ty MPo
A,B,C =
o 635200 | 35 35 285 15 M16 | 29 e | VB e
742200 | 42 35 |425] 15 M16 | 29 A'DB'EC- Lal (Y Yo
Zpokolm
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CUTTERS FOR ROUND INSERTS - K0-9

© COPY CUTTERS

Feed per tooth (fz) | d.o.c. (ap)

Milling cutter bodies

Material
r I, l, L d, d, Carbide grade Feed per tooth |
Coating o
End mill bodies with plain shanks and flats f (mm) 0.1-03 0.1 0.1-03 0.1-0.2
‘ HSC 05 PVTi ’ -
d 4015100 | 15 | 7 35|40 | 26| 23 |dam16| - | 2 | *PC (M B 3, (mm) 0.1-07 0.1 0.1-07 0.1-0.55
' o f, (mm) 0.2:0.5 ] ) ) )
0 6015100 [ 15 | 7 | 35| 60 |26 | 23 [diem.16 | - | 2 | PC (M B 3, (mm) 0.1-0.75
' O f, (mm) 0.2-05 ] 0.1-0.3 ) )
e 8015100 | 15 | 7 35|80 | 26| 22 |dam20| - | 2 [ *2C (M RO 3, (mm) AL UL
: 0 L f, (mm) 0.2-0.5 ] 0.1-0.3 ) )
10015100 | 15 | 7 |35 100 | 26 | 22 | diam20 | - | 2 [ AP (M @O 3, (mm) iU ik
' e f, (mm) 0.2-05 ] 0.1-0.3 ) )
a, (mm) 0.1-0.75 0.1-0.7
. f, (mm) 0.1-0.3 0.1-0.2
P25 PVTi a (mm) 0.1-0.7 ; 0.1-0.4 : :
: f, (mm) 0.1 0.1 0.1-0.3 0.10.3 0.10.2
LG o a, (mm) 0.1 0.1 0.1-0.7 0.1-1 0.10.75
CBN for steel f, ((mm)) _ ) _ ) )
- — a_ (mm
{ POKOLM 9 E 0 uncoated »
|[ ©==. (_//“ i fZ (mm) 0.1-0.3
25 500 07 500 TV 04-1 17 500 17 502 K10 polished a_(mm) - - - 0.1-1 -
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring fp (mm) 3
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque K10 PVDiaN N (mm) - - - 0.1-0. i
scale, C > Page 173 D > Page 173 Vario®, E > Page 174 fp( ) 0.1-1
L (mm 0.1-0.4 0.10.3
P25 PVGO a, (mm) : 0.10.7 : ; 0.1-0.7
Indexable inserts e . . .
& Cutting speed (Vc in m/min)
{6\50 %\\“g Material
Cb C’O d S r M
0207835 |  RDHX 0702 MOT HSC 05 PVTi 7 2.38 3.5 M 2.5
0207840 |  RDHX 0702 MOT P40 PVTi 7 238 3.5 M2.5 Carbide grade Application
Coating
i . roughing - 200 500 800 )
S 0207842  RDEX 0702 MOT P40 PVSR / 2.38 33 M25 T W T finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400
P40 PVT roughing 100 175 250 ) ) ) )
0207844 |  RDHX 0702 MOT P40 PYML 7 2.38 35 M 2.5 ! finishing :
/ \ Sp— roughing 100 175 250 - 160 190 220 - -
0207846 |  RDMX 0702 MOT P40 PVGO 7 2.38 35 M 2.5 finishing = LA B 2
: : : T roughing 100 175 250 - 140 170 200 ) )
finishing - 160 190 220
d s 0207850 |  RDHX 0702 MOT P25 PVTi 7 2.38 3.5 M 2.5 T roughing 100 175 250 ) 140 170 200 - -
finishing - 160 190 220
0207860 |  RDHX 0702 MOT K10 PVTi 7 2.38 35 M2.5 P25 PVTi ??n”é’r'?.'ﬁc? T e - T e - -
K10 PVTi roughing = = 150 175 200 | 100 250 400 35 43 50
0207892 | RDHX 0702 MOT | CBN forsteel | uncoated 7 238 35 M 2.5 finishing 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 | 35 43 50
CBN for steel roughing ) ) ) ) )
0207831P |  RDHX 0702 MOE K10 polished 7 2.38 35 M 2.5 uncoated I(')’L';ﬁ'l’r‘“; 50350300
ki finishing - - - 100 250 400 -
0207880 |  RDHX 0702 MOE K10 PVTi 7 2.38 35 M 2.5 : roughing ) ) 100 250 400 )
KIOPVDIaN | finishing 100 250 400
0207880D |  RDHX 0702 MOE K10 PVDiaN 7 2.38 35 M2.5 P25 PVGO :}f:gﬁ::g - e - - PR
0207897 |  RDPX 0702 MOT P25 PVGO 7 238 35 M 2.5
S
0207848 |  RDMX 0702 MOT P40 PVGO 7 2.38 3.5 M 2.5
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Extended operation data CUTTERS FOR ROUND |NSERTS -
T gy | T e | K0-90°

\ ] ] - -
r5 - diam. 20 - 42 mm, neutral - 0° axial rake angle
a =< The all-rounder:
> . Tools are applicable for a wide range of milling operations.
Y
ds di di
D min max
Cutter diam. d1 ) Cuttedr1d|am. o y Cutte;1d|am. D, D, Milling cutter bodies
15-42 12
15 <26.5 2 15 17 30
16 <14.0 4 16 20 32 q,
20 <85 8 20 28 40
25 <53 13 25 38 50
30 38 18 30 48 60 2020056 [ 20 [ 10 | 5 |35 | - | - | miz 86| 2 | A2 I MaB@BOIR
35 3.0 23 35 58 70 A B, C P
3252005G| 25 | 10 | 5 |35 |28 | - | m16 [235] 3 | A5G I Mina R & O
) <23 30 8 7 84 D,E
Threaded shank end mill bodies
2020020 |10 5 [ 20| -] - | miw0 | 18] 2 A'DB'EC' el 1] Yol
225200 25 | 10 | 5 |33 |28| - | m12 |21 | 2 A'DB'EC' wal Y Yo
A B, C, o
325200 25 | 10 | 5 [ 33|28 - | m12 |21 3 e | VB ol
AB,C ‘
425200 25 | 10 | 5 [ 33 |28 - | M12 | 21| 4 ANal 1] Yo
A B, C, -
430201 30 | 10 | 5 |33 28| - [ M2 [21 [ 4 | MPE ViBalRo
430200 30 |10 | 5 |43 (28] - | m16 |29 | 4 | ARSI Mg
53520035 | 10 | 5 | 43|28 - | mM16 |29 | 5 A'DB'EC' Visa B O
N542200| 42 | 10 | 5 |43 | 28] - | mi16 |29 5 A'DB'EC' a1 ] Yo
642200 42 | 10 | 5 | 43|28 - | M16 |29 | 6 A'DB'EC- il 1Y Yo
End mill bodies with plain shanks and flats
. A B, C
n 4020100 20 | 10 | 5 | 40 | - | 23 | diam.20 | - 2 D, Ll | BOR
6020100 20 | 10 [ 5 |60 | - |23 |diem20 | - | 2 | APC (M BOIE
8020100 20 | 10 | 5 | 80 | - | 23 | diam.25 | - | 2 A'DB'EC' N BOE
10020100 | 20 [ 10 | 5 [100| - | 23 [diam.25 | - | 2 | AP M MO
12020100 20 | 10 | 5 |120| - | 23 | diam.25 | - | 2 A,DB,EC, [ BOX

- = Spokolm
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CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Feed per tooth (fz) | d.o.c. (ap)

Milling cutter bodies

Material
r I, l, L d, d, Carbide grade Feed per tooth |
Coating
Shell illing cutter bodi
& 642310 42 [ 10 [ 5 |43 |28 | - |dam16|35 | 6 | PO [MBagRo a, (mm) 0.1-1 0.1 0.1-1 0.1-0.8
& : e f, (mm) 0.1-0.4 0.1-0.2 0.1-0.3 0.1-0.2 )
a, (mm) 0.1-1 0.1-0.3 0.1-1 0.1-0.3
. f, (mm) 0.2:0.6
P40 PVTi a (mm) ee - - - -
f, (mm) 0.2-0.7 0.1-0.3
P40 PVSR a (mm) 0.2-15 - 0.1-1 . :
f, (mm) 0.2:0.7 0.1-0.3
P40 PVML a, (mm) 0.2-1.5 ; 0.1-1 : ;
f, (mm) 0.1-0.9 0.1-0.3
SR e a (mm) 0.1-1.5 ; 0.1-1 : :
: f, (mm) 0.15-0.3 0.15-0.22
o @3= (\\EE ‘ P25 PVTi a, (mm) 0.1-1 ) 0.1-0.55 ) )
- — ’ f, (mm) 2:0.7 1-0.3
35500 15 500 TV 2-8 T15 500 T15 502 P25 PVSR a_(mm) g 2_? 5 = 00 1(_)1 = =
Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring fp mm) - -
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque K10 PVTi N (mm) 0.15 0.15 0.150.3 0.1-0.3 0.1-0.2
scale, C > Page 173 D > Page 173 Vario®, E > Page 174 p 0.1 0.1 0.1-1 0115 0.1-1
CBN for steel f, (mm) _ ] _ ] ]
uncoated a, (mm)
CBN for cast iron f, (mm) ) ) 0.1-0.2 ) )
Indexable inserts & uncoated 3, (mm) 0.1-0.3
.(;80 ¥ f (mm) 0.1-0.3
& & K10 polished ! (mm) - . - L0k -
< ¥ N 3 0.1-1.5
&’ & & f . g . K10 PVDiaN f, (mm) 0.10.3
Ia a, (mm) - - : 0.1-1.5 )
02 10 835 RDHX 1003 MOT HSC 05 PVTi 10 3.18 5 M3.5 f, (mm) 0.15-0.6 0.1-0.4
P25 PVGO a, (mm) = 0.2-1 - : 0.1-1
0210837 |  RDMX 1003 MOT HSC 05 PVFN 10 3.18 5 M3.5 S f, (mm) 0.1-0.2 0.15-0.6 : _ 0.1-0.4
a, (mm) 0.1-0.3 0.2-2 0.1-2
02 10 840 RDHX 1003 MOT P40 PVTi 10 3.18 5 M3.5
0210842 |  RDEX 1003 MOT P40 PVSR 10 3.18 5 M3.5 Cutting speed (Vc in m/min)
Material
02 10 844 RDHX 1003 MOT P40 PVML 10 3.18 5 M3.5
0210846 | RDMX 1003 MOSN P40 PVGO 10 3.18 5 M3.5
0210 850 RDHX 1003 MOT P25 PVTi 10 3.18 5 M3.5 22:::33 grade Application
S
‘ . roughing - 100 200 )
02 10 852 RDEX 1003 MOT P25 PVSR 10 3.18 5 M3.5 HSC 05 PVTi finishing SR 100 150 200 IR 100 750 400
O [T roughing 120 160 200 = 100 150 200 | 200 500 800 ]
02 10 860 RDHX 1003 MOT K10 PVTi 10 3.18 5 M3.5 finishing 150 250 350 | 100 150 200 | 200 275 350 | 200 500 800
P40 PVTi :‘?r:g::::g 100 1?5 250 ] ) ) )
02 10 892 RDHX 1003 MOT CBN for steel | uncoated 10 3.18 5 M3.5 020 PYSR roughing 100 175 750 - 60190 730 - -
CBN for cast finishing - 160 190 220
0210893 RDHX 1003 MOT : uncoated 10 3.18 5 M3.5 P40 PVML roughing 100 175 250 ) 140 170 200 _ )
ron finishing - 160 190 220
. roughing 100 150 200 ) 110 130 150 ) )
02 10 831P RDHX 1003 MOT K10 polished 10 3.18 5 M3.5 P40 PVGO finishing e B e
P25 PVTi roughing 100 140 180 _ 100 125 150 _ )
Py 0210848 |  RDMX 1003 MOT P40 PVGO 10 3.18 5 M3.5 finishing 150 200 250 150 200 250
~ roughing 150 165 180 160 190 220
0210880 |  RDHX 1003 MOT K10 PVTi 10 3.18 5 M35 P2 PR finishing - : 160 190 720 - i
' g @ s roughing - - 150 175 200 | 100 250 400 35 43 50
finishing 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 35 43 50
0210880 D RDHX 1003 MOT K10 PVDiaN 10 3.18 5 M3.5 CBN for steel roughing i i i i :
uncoated finishing
CBN for cast iron roughing ) ) 500 750 1000 ) )
| s 02 10 897 RDPX 1003 MOT P25 PVGO 10 3.18 5 M3.5 uncoated ﬁniswnq 500 750 1000
. roughing ) ) ) 100 250 400 )
0210896 | RDMT 1003 MOEN M40 PVST 10 3.18 5 M 3.5 Aok finishing 100 250 400
: roughing _ ) _ 100 250 400 .
LS Lol finishing 100 250 400
roughing i 80 145 210 ] ] 50 80 110
IR finishing 120 175 230 50 80 110
roughing 100 150 200 80 145 210 _ ) 40 65 90
LU A finishing - 120 185 250 60 90 120

= = Zpokolm
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Extended operation data

S s e W e

K0-90°

CUTTERS FOR ROUND INSERTS -

Iy . -
r5 - diam. 25 - 52 mm, 7° positive rake angle
a =< The all-rounder:
> . Tools are applicable for a wide range of milling operations.
Y
di di d
D min max
Cutter diam. d1 X . Cutte(;1d|am. o° y Cutte(;1d|am. D D, Milling cutter Bodies
20-35 2.5
I 35 20 - - 20 22 40
25 <19.7 7 25 32 50 d,
30 <11.7 12 30 42 60
35 <84 17 35 57 70 Threaded shank end mill bodies
1 59 2 1 66 84 3252007 [ 25 | 10 | 5 |325)25| - | miz |21 |3 | ASC Moy
5352007 | 35 | 10 | 5 |43 25| - | M16 | 29| 5 A'DB'EC' Visa RO
6422007 | 42 | 10 | 5 |425]25| - | M16 | 29 | 6 A'DB'EC' ] Y Yol
Shell type milling cutter bodies
) 64231077 | 42 | 10 | 5 |425(35 | - |diam.16 | 35 | 6 | MPC | Mmaoiry
3 '
d 7523107 52 | 10 | 5 [525| 35| - |diam.22 | 40 | 7 A'DB'EC' al 1T /@
L
(o - | (s= :
35 500 15500 TV 2-8 T15 500 T15 502
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
70 71 (o pOkO] m
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TTERS FOR ROUND INSERTS - K0-9

Indexable inserts O . Feed per tooth (fZ) I d.o.c. (ap)
. S
14 Material
\6@@ ’.&\Q’
& 3:id d s r M Carbide grade Feed per tooth |
Coating
0210835 |  RDHX 1003 MOT HSC 05 PVTi 10 3.18 5 M3.5 S
} , (mm 0.1-0.3 0.15 0.15:0.3 0.1-0.2
HSC 05 PVTi )
0210837 |  RDMX 1003 MOT HSC 05 PVEN 10 3.18 5 M 3.5 afp ((mm)) 0.11 0.1 0.11 0.1-0.8
. (mm 0.1-0.4 0.1-0.2 0.1-0.3 0.1-0.2
HSC 05 PVEN -
0210840 |  RDHX 1003 MOT P40 PVTi 10 3.18 5 M3.5 ‘:p ((mm)) 0.1-1 0.1-0.3 0.1-1 0.1-0.3
:  (mm 0.2-0.6
P40 PVTi a (mm) 0115 = = = =
0210842 |  RDEX 1003 MOT P40 PVSR 10 3.18 5 M35 e -
. , (mm 0.2-0.7 0.1-0.3
N SR a (mm) 0.2-15 ; 0.1-1 : :
0210844 |  RDHX 1003 MOT P40 PVML 10 3.18 5 M3.5 e 2-1. :
, (mm 0.2:0.7 0.1-0.3
N P40 PVML a, (mm) 0.2-15 ) 0.1-1 ) )
@ 0210846 | RDMX 1003 MOSN P40 PVGO 10 3.18 5 M 3.5 el : :
. 0.1-0.9 0.1-0.3
. SR e a (mm) 0.1-1.5 ; 0.1-1 : :
0210850 |  RDHX 1003 MOT P25 PVTi 10 3.18 5 M3.5 el : :
: . 0.15:0.3 0.15:0.22
d | ]s] P25 PVTi a (mm) 0.1-1 : 0.1-0.55 ’ ’
0210852 |  RDEX 1003 MOT P25 PVSR 10 3.18 5 M3.5 o — T
. 2:0.7 1-0.
. S a (mm) 0.2-15 ; 0.1-1 : :
0210860 |  RDHX 1003 MOT K10 PVTi 10 3.18 5 M3.5 e — — — — —
K10 PVTi a, (mm) 0.1 0.1 0.1-1 0.1-15 0.1-1
0210892 |  RDHX 1003 MOT | CBNforsteel | uncoated 10 3.18 5 M3.5
CBN for steel f ((mm)) _ ] _ _ _
a_ (mm
0210893 |  ROHx 1003 Mor | CBNforcast | oated 10 3.18 5 M 3.5 ihcoated P
iron CBN for cast iron f, ((mm)) ) . 0.1-0.2 ) )
a_ (mm o
0210831P |  RDHX 1003 MOT K10 polished 10 3.18 5 M 3.5 uncoated - 0.103 -
K10 polished a (mm) - - - 8:?5 -
e 0210848 |  RDMX 1003 MOT P40 PVGO 10 3.18 5 M35 ) 0s
K10 PVDiaN a. (mm) - - - 011 -
0210880 |  RDHX 1003 MOT K10 PVTi 10 3.18 5 M3.5 ) XY Toa
P25 PVGO a, (mm) : 021 : ° 0.1-1
0210880D |  RDHX 1003 MOT K10 PVDiaN 10 3.18 5 M3.5 ) 03 1505 04
M40 PVST a, (mm) 0.103 022 ; ; 0.12
_ 0210897 |  RDPX 1003 MOT P25 PVGO 10 3.18 5 M 3.5
0210896 | RDMT 1003 MOEN M40 PVST 10 3.18 5 M3.5 . . .
Cutting speed (Vc in m/min)

Material

22'::;:; slistls Application
. roughing - 100 200 )
st et finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400
HSC 05 PVEN roughing 120 160 200 - 100 150 200 | 200 500 800 -
finishing 150 250 350 | 100 150 200 | 200 275 350 | 200 500 800
P40 PVTi roughing 100 175 250 ) ) ) )
finishing -
roughing 100 175 250 ] 160 190 220 - -
Ll 5 finishing - 160 190 220
roughing 100 175 250 ) 140 170 200 _ )
L finishing - 160 190 220
roughing 100 150 200 ) 110 130 150 _ _
T finishing 160 205 250 120 150 180
- roughing 100 140 180 _ 100 125 150 _ )
P 2l finishing 150 200 250 150 200 250
roughing 150 165 180 ) 160 190 220 _ )
P Ul finishing - 160 190 220
<10 PV roughing - - 150 175 200 | 100 250 400 | 35 43 50
finishing 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 | 35 43 50
CBN for steel roughing _ ) _ ) )
uncoated finishing
CBN for cast iron roughing ) ) 500 750 1000 ) )
uncoated finislﬁinq 500 750 1000
. roughing _ ) ) 100 250 400 _
K10 polished finishing 100 250 400
c roughing _ ) _ 100 250 400 _
RIYRNDBIaN finishing 100 250 400
roughing - 80 145 210 } ] 50 80 110
sy finishing 120 175 230 50 80 110
roughing 100 150 200 80 145 210 _ ) 40 65 90
LY finishing . 120 185 250 60 90 120

o = Zpokolm
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Extended operation data

T T TR

>
ds
Cutter diam. d1 X ..
25-35 2.5
42-52 3.5

K0-90°

CUTTERS FOR ROUND INSERTS -

r5 - diam. 20 - 35 mm, CBN, neutral - 0° axial rake angle

Iy
a ><
\ o
Y
ds ds
D min max
Cutter diam. o Cutter diam. D D
d1 a y d1 min max
25 <19.7 7 25 32 50
35 <8.4 17 35 52 70
42 <5.9 24 42 66 84
52 <4.2 34 52 86 104

Specially designed for high-speed super-finish milling of hardened steel.

Milling cutter bodies

74

d
DuoPlug®
d 22029456 | 20 | 10 95| - | - | M1z 85| 2 | A0S ImnB &
3 ,
d; A B, C, -
325294SG | 25 | 10 5] 25| - M16 |23.5| 3 D E DB E O
ASE
d
d |
Threaded shank end mill bodies
y 20294 | 20 | 10 85 - | - | Mmoo |82 | A0S I mme
3 :
d, 25294 25 | 10 | 5 [325] 25| - M 12 21 3 A’DB'EC' a (o]
A B, C, ;
30294 30 | 10 | 5 [325]| 25| - M 12 21 4 D E Eal Yo
N AB,C, '
Nl > 35294 | 35 | 10 | 5 |[425]| 25| - M 16 29 | 4 D E 2y Y
e
d,
10 500 TV 2-8 T10 500 T10 502 10514
Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring clamping finger for CBN
A > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque E > Page 174
scale, B > Page 173 C>Page 173 Vario®, D > Page 174
o Zpokolm
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CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Wb | o CUTTERS FOR ROUND INSERTS -

&® o
\(’,\& ;&\o" K0'90
& 3 d s r M . ” . .
r6 - diam. 42 - 80 mm, 7° positive rake angle, with shims
02 10 092 RPHN 1003 MO CBN for steel uncoated 10 3.18 5

* increased reliability against fractures during machining

02 10 093 RPHN 1003 M0 CBN for cast iron uncoated 10 3.18 5  optimum protection of milling cutter body by shim

* in case of insert fracture, shims, screws and threaded bushes can be replaced separa-
tely, it is not necessary to buy a new body

Material Milling cutter bodies

Carbide grade Feed per tooth |
Coating d.o.c.

CBN for steel f, (mm) L .
uncoated a, (mm) : . . : . Shell type milling cutter bodies
CBN for cast iron f, (mm) 0.1-0.2 d _ . A, B,CD, o B 7
R 2. (mm) - - 0103 - - & 42310/7HL| 42 | 12 | 6 | 42 |35 diam. 16 | 35 [ 4 | T o MBa O
: A B,C,D -
52310/7HL| 52 | 12 | 6 |525]35 | - |diam.22 | 40 | 5 |7y wa [F Yo
. = = okelnp | "
Cutting speed (Vc in m/min) i} 663107 HL| 66 | 12 | 6 |525(35| - |dam27 |48 [ 6 |%BCD I Visggmon
Material = A'B' C' D '
° 80310/7HL| 80 | 12 | 6 52535 | - |diam.27 | 60 | 7 |7/ Visa B o
Cldl kG,
d,
Carbide grade .
Coating Application
CBN for steel roughing — 7 —
uncoated finishing ‘“D @3 C/Sﬂ
CBN for cast fron foughing : . 200 220 1008 : : 355001 35510 355001 09 511 15 500 V28
g Torx screw locking screw threaded and tapped Shim for RDHX 1213 Torx-screwdriver Screwdriver torque
A>Page 171 B > Page 171 bush D > Page 172 E > Page 172 Vario®-S with window
. C>Page 172 scale, F > Page 173
Extended operation data
L Pugng e w
] 1 T15 500 T15 502
T~ Torx interchangeable bit for | Torx MagicSpring compa-
Torque Vario® tible bit f. Torque Vario®
G > Page 173 H > Page 174
a >
> .
Gl | | & ¢
Y
d1 d1 d1
D min max
Cutter diam. d1 X .. Cutter diam. d1 o y Cutter diam. D D
2035 25 20 - - di - -
25 <19.7 7 L 2 1)
30 <11.7 12 25 32 >0
35 <84 17 30 42 60
35 52 70

o - Zpokolm
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CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Indexable inserts & o Cutting speed (Vc in mImin)
. &
e(,@ o Material
& o
O 3
& S d s r M
0312835K |  RDHX 12T3 MOT HSC 05 PVTi 12 3.97 6 M3.5
Carbide grade Applicati
Coating pplication
0312837K |  RDMX 12713 MOT HSC 05 PVEN 12 3.97 6 M3.5 -
HSC 05 PVTi :(‘.’”.9 Ing - i
. inishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400
03 12 840K RDHX 12T3 MOT P40 PVTi 12 3.97 6 M 3.5 HSC 05 PVEN roughing 120 160 200 _ 100 150 200 | 200 500 800 i
finishing 150 250 350 | 100 150 200 | 200 275 350 | 200 500 800
03 12 842K RDEX 12T3 MOT P40 PVSR 12 3.97 6 M 3.5 P40 PVTi :(9”.9:]‘_'”9 100 175 250 . . : .
1nisning -
roughing 100 175 250 ) 160 190 220 ) )
0312 844K |  RDHX 1273 MOT P40 PYML 12 3.97 6 M 3.5 P40 PVSR finishing : 160 190 220
P40 PVML r(.)u.gh.ing 100 175 250 ) 140 170 200 _ )
0312 846K |  RDMX 12T3 MOT P40 PVGO 12 3.97 6 M 3.5 finishing - 160 190 220
s P40 PVGO roughing 100 150 200 ) 110 130 150 _ )
|s | _ finishing 160 205 250 120 150 180
03 12 850K RDHX 12T3 MOT P25 PVTi 12 3.97 6 M 3.5 P2SIPVT: roughing 100 140 180 i 100 125 150 | 100 250 400 ]
finishing 150 200 250 150 200 250 | 100 250 400
0312852K |  RDEX 1213 MOT P25 PVSR 12 3.97 6 M3.5 P25 PVSR roughing 150 165 180 i 160 190 220 : .
finishing - 160 190 220
_ . roughing - = 150 175 200 | 100 250 400 35 43 50
0312860K | RDHX 1273 MOT K10 PVTi 12 3.97 6 M3.5 K10 PVTi fnshing 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 | 35 43 50
K10 polished roughing - - - ) 28 4 -
03 12 831P RDHX 1273 MOT K10 polished 12 3.97 6 M 3.5 - flnlsfr\]{nq }gg %gg jgg
. roughing
K10 PVDiaN ougn! - . - i
finishing 100 250 400
03 12 848K RDMX 1273 MOT P40 PVGO 12 3.97 6 M 3.5 M40 PVST roughing 100 150 200 80 145 210 i i 40 65 90
finishing - 120 185 250 60 90 120
03 12 880 RDHX 12T3 MOT K10 PVTi 12 3.97 6 M 3.5 P25 PVGO roughing : 80 145 210 : i 50 80 110
finishing 120 175 230 50 80 110
0312880D |  RDHX 1213 MOT K10 PVDiaN 12 3.97 6 M3.5
| s 0312896K | RDMT 12T3 MOEN M40 PVST 12 3.97 6 M3.5 Extended operation data
S g e
0312897K |  RDPX 1273 MOT P25 PVGO 12 3.97 6 M3.5 — —
T

Feed per tooth (fz) | d.o.c. (ap)

, A
Material L ‘ A
o )
Carbide grade Feed per tooth | O SN N \éi y

Coating d.o.c. S o 3 & Y
. i 0.1-0.3 150, di d
AR e a, (mm) 0.1-15 0.1 0.1-15 0.1-1.05 ) 1 D mi d
f, (mm) 0.10.4 0.12-0.24 0.12-0.4 0.12-0.24 min max
HSC 05 PVFN a, (mm) 0.1-15 0.1-03 0.1-1.5 0.1-03 : : . .
020 PV F (mm) 0207 ] ] ] ] Cutter diam. d1 ) Cutte(;1d|am. o° y Cutte(;1d|am. D, D__
! a, (mm) 0.2-2 42-80 3
P40 PVSR f, (mm) 0.2:0.8 . 0.1-0.4 ) ] 2 <6.5 20 02 62 84
a, (mm) 0.2-2 0.1-1.5 52 5.7 30 52 82 104
f (mm 4 4
P40 PVML : ((mm)) 0208 . e : : 66 3.9 44 66 110 132
f (mm) 0121 0104 80 3.0 58 80 136 160
S a, (mm) 0.12 ; 0.1-1.5 : )
. f, (mm) 0.150.4 0.15-0.28 0.1-0.4
S a, (mm) 0.1-1.5 : 0.1-0.8 0.1-2 )
f, (mm) 0.2-0.8 0.1-0.4
Sl a, (mm) 0.22 ; 0.1-1.5 : )
. f, (mm) 0.15 0.15 0.15-0.4 0.1-0.4 0.10.25
Al a, (mm) 0.1 0.1 0.1-1.5 0.12 0.1-1
f (mm g
K10 polished a ((mm)) - = = 0(')110;1 -
P o3
f (mm 4
K10 PVDiaN a2 o) : : : 0L0 .
) .
f, (mm) 0.12-0.24 0.2-0.8 0.12-0.5
ey a, (mm) 0.1-1.5 0.12:2.5 : : 0.12:2.5
f, (mm) 0.2-0.8 0.12-0.5
P25 PVGO a, (mm) : 0.25-2 i i 0.12-1.5
- = Spokolm

PREMIUMTOOLS. WE KNOW HOW.



© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

CUTTERS FOR ROUND INSERTS - Miling cuter bodies
K0-90°

. . d
ré - diam. 24 - 80 mm, neutral or 7° positive rake angle :
Shell tp. mill. cutt. bodies | 7° pos. rake angle
The alrounder — |
« for high-speed-machining centres & 52310/7| 52 | 12 | 6 |525|35 | - |diam.22 | 40 | 5 | . a] (Y Yol
* for roughing and finishing operations d ,
663107 | 66 | 12 | 6 |525[35| - |dam27 |48 | 6 | *PP | MOy
80310/7| 80 | 12 | 6 [525| 35| - | diam.27 | 60 | 7 A'EB'FD' Visa B OI
Milling cutter bodies
- T
r A q, i) (POKOLM J——- (&=
35 500 35510 15500 V28 T15 500 T15 502
Threaded shank end mill bodies Torx screw locking screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
ABCD ‘ A>Page 171 B > Page 171 C>Page 172 Vario®-S with window for Torque Vario® Torque Vario®,
d 24200 | 24 | 12 6 33 - - M 12 21 2 ' E F' ! lﬁl?l&ﬁ scale, D > Page 173 E > Page 173 F > Page 174
d2 !
3520035 | 12| 6 | 43| 3| - | m16 |29 3 A'BE'CF'D' a] 1Y Yo
43520035 | 12| 6 |43 3| - | m16 |29 |4 |MCD I Mmay Indexable inserts i N
g . (O
A B,D . & o
42200 42 | 12| 6 |43 ] 3 | - M16 | 29 | 4 Palial 1] o & o«
- ‘ > & 3 d s r M
542200 42 | 12 | 6 |43 | 3 | - | mM16 [29| 5 | AGD | Vipa RO
EF 0312835K |  RDHX 12T3 MOT HSC 05 PVTi 12 3.97 6 M3.5
cielip, mllh @i beeltes [| O et rel e el 0312837K|  RDMX 12T3 MOT HSC 05 PVEN 12 3.97 6 M 3.5
. 442310 42 |12 | 6 | 43| 3 | - | diam.16| 35 | 4 A'BE'CF'D' a] 1Y Yo
- . 0312840K |  RDHX 12T3 MOT P40 PVTI 12 3.97 6 M 3.5
R 542310 42 | 12 | 6 | 43| 3 | - |diam.16| 35 | 5 A'EC'FD' Visa g S
. 0312842K|  RDEX 12T3 MOT P40 PVSR 12 3.97 6 M3.5
52310 (52 | 12| 6 [ 53 |35]| - |diam22| 40 | 5 A'BE'CF' D v na gm @
. @ 0312844K |  RDHX 12T3 MOT P40 PVML 12 3.97 6 M3.5
0312846K |  RDMX 12T3 MOT P40 PVGO 12 3.97 6 M3.5
d s
0312850K |  RDHX 1273 MOT P25 PVTi 12 3.97 6 M 3.5
Ehesnenal o el IigposTinelandc 0312852K |  RDEX 1273 MOT P25 PVSR 12 3.97 6 M3.5
. 3352007 | 35 |12 | 6 |425| 3 | - | mi6 |29 [ 3 (MBSO vpagmonry
i . 0312860K |  RDHX 12T3 MOT K10 PVTi 12 3.97 6 M3.5
— 4352007 | 35 | 12 | 6 [425] 3 | - | M16 |29 | 4 A'EC'FD' Visa R Ol
J@L . 0312831P|  RDHX 1273 MOT K10 polished 12 3.97 6 M 3.5
cpokelm | |
T 7 g 0312848K |  RDMX 1273 MOT P40 PVGO 12 3.97 6 M3.5
- < 0312880 |  RDHX 12T3 MOT K10 PVTi 12 3.97 6 M3.5
0312880D|  RDHX 12T3 MOT K10 PVDiaN 12 3.97 6 M3.5
s 0312896K | RDMT 1273 MOEN M40 PVST 12 3.97 6 M35
0312897K |  RDPX 12T3 MOT P25 PVGO 12 3.97 6 M3.5

" = Zpokolm
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Feed per tooth (fz) | d.o.c. (ap) Extended operation data
) N S ] T
Carbide grade Feed per tooth | T
Coating d.o.c.
. f, (mm) 0.10.3 0.15 0.15-0.4 0.1-0.25 ><
HSC 05 PVTi a, (mm) 0.1-1.5 0.1 0.1-15 0.1-1.05 ) >< a
f, (mm) 0.1-0.4 0.12-0.24 0.12-0.4 0.12-0.24 : -
FEE ik a, (mm) 0.1-1.5 0.10.3 0.1-1.5 0.1-0.3 ) ‘ | \é
i f, (mm) 0.2-0.7 >
P40 PVTi a. (mm) o - - - - Y
f, (mm) 0.2-0.8 0.1-0.4 d;
P40 PVSR a, (mm) 0.22 ; 0.1-15 ) ) d _ d
f, (mm) 0.2:0.8 0.1-0.4 D min max
P40 PVML a, (mm) 0.222 ; 0.1-1.5 : )
040 PVGO f (mm) 01241 ] 01-04 ) ) Cutter diam. d1 X . Cutter diam. o° y Cutter diam. D D
a, (mm) 0.12 0.1-1.5 24-80 3 il 2l m "
i f, (mm) 0.15-0.4 0.15-0.28 0.1-0.4 24 - - 24 26 43
P25 AT a, (mm) 0.1-1.5 ] 0.1-0.8 0.12 i 35 <13.0 13 35 46 70
f (mm) _ g
P25 PVSR 2 (mm) 0208 . 0 : : 1 <6.5 20 12 62 84
K10 PVTi f, (mm) 0.15 0.15 0.15-0.4 0.1-0.4 0.1-0.25 52 5.7 30 52 82 104
a, (mm) 0.1 0.1 0.1-1.5 0.1-2 0.1-1 66 3.9 24 66 110 132
. f, (mm) g
K10 polished 2 (mm) : . : 00 : 80 3.0 58 80 136 160
. f, (mm) 0.1-0.4
K10 PVDiaN a. (mm) - - - oo -
f, (mm) 0.12-0.24 0.2-0.8 0.12-0.5
M40 PVST a, (mm) 0.1-1.5 0.122.5 : : 0.12:2.5
f, (mm) 0.2-0.8 0.12-0.5
P25 PVGO a, (mm) : 0.25-2 : ) 0.12-1.5

Cutting speed (Vc in m/min)

Material

Carbide grade T
Coating Application
. roughing - 200 500 800 )
SR finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400
HSC 05 PYFN roughing 120 160 200 - 100 150 200 | 200 500 800 -
finishing 150 250 350 | 100 150 200 | 200 275 350 | 200 500 800
P40 PVTi roughing 100 175 250 ) ) ) )
finishing -
roughing 100 175 250 - 760 190 220 - -
RaSIRNaH finishing - 160 190 220
roughing 100 175 250 ) 140 170 200 _ _
PR finishing - 160 190 220
roughing 100 150 200 ) 110 130 150 _ )
o ey finishing 160 205 250 120 150 180
P25 PVTi roughing 100 140 180 ) 100 125 150 | 100 250 400 )
finishing 150 200 250 150 200 250 | 100 250 400
roughing 150 165 180 ) 160 190 220 _ )
i finishing - 160 190 220
K10 PVTI roughing - - 150 175 200 | 100 250 400 | 35 43 50
finishing 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 | 35 43 50
. roughing ) ) _ 100 250 400 )
K10 polished finishing 100 250 400
. roughing ) ) _ 100 250 400 )
LU ol finishing 100 250 400
roughing 100 150 200 | 80 145 210 ) ) 40 65 90
M40 PVST finishing - 120 185 250 60 90 120
roughing _ 80 145 210 . _ 50 80 110
e e finishing 120 175 230 50 80 110

82 83 OPOkO]m
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© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

CUTTE RS FOR ROUND INSERTS = Indexable inserts ©
K0-90° W
@{,5\5 0,5;}(‘ d s r M
r8 - diam. 52 - 100 mm, 7° positive rake angle, with shims
04 16 835 RDHX 1604 MOT HSC 05 PVTi 16 4.76 8 M4.5
* increased reliability against fractures during machining
 optimum protection of milling cutter body by shim 04 16 840 RDHX 1604 MOT P40 PVTi 16 4.76 8 M4.5
* in case of insert fracture, shims, screws and threaded bushes can be replaced separa- 5
tely, it is not necessary to buy a new body 0416 842 RDEX 1604 MOT P40 PVSR 16 4.76 8 M4.5
/ @ 04 16 844 RDHX 1604 MOT P40 PVML 16 4.76 8 M 4.5
04 16 850 RDHX 1604 MOT P25 PVTi 16 4.76 8 M4.5
d s
‘ ‘ o 04 16 852 RDEX 1604 MOT P25 PVSR 16 4.76 8 M4.5
Milling cutter bodies
04 16 860 RDHX 1604 MOT K10 PVTi 16 4.76 8 M4.5
P 0416831P |  RDHX 1604 MOT K10 polished 16 4.76 8 M4.5
Shell type m||||ng cutter bodies \ 04 16 848 RDMX 1604 MOT P40 PVGO 16 4.76 8 M 4.5
- A,B,C,D, : :
d; 52300/7HL| 52 | 16 | 8 | 53 | 41 | - | diam.22 | 40 | 4 |t iaf T 0416880 |  RDHX 1604 MOT K10 PVTi 16 4.76 8 M 4.5
d,
- A,B,C,D, ‘ ;
| | 66300/7HL| 66 | 16 | 8 | 53 | 41| - | diam.27 | 48 | 5 | 'Y hal i [ | _|s 04 16 897 RDPX 1604 MOT P25 PVGO 16 4.76 8 M4.5
. 80300/7HL| 80 | 16 | 8 | 53 | 41| - | diam.27 | 60 | 6 @'FB'GC'HD'I visa oI
_N{ - A B,
2 100300/7HL | 100 | 16 | 8 | 53 | 41| - |diam.32 | 70 | 7 [D,EFG, | @K Feed per tooth (fz) | d.o.c. (ap)
f dl H Material
d;
Carbide grade Feed per tooth |
Coating
- — . f, (mm) 0.2-0.3 0.15 0.2-0.5 0.2-0.35
(i) (Bim) HZ (o] ] ~ HSC 05 PVTi a, (mm) 0.2-15 0.1 0.23 0.2:2.1 ;
45500 45500 L 455001 10510 1051 20500 P40 PVT f, (mm) 0.2-0.9 ] _ ) )
Torx screw Torx screw threaded and tapped locking washer Shim for RDHX 1604 Torx-screwdriver a, (mm) 0.2-4
A > Page 171 B > Page 171 bush D > Page 172 E > Page 172 F>Page 172 f (mm) 0.25-1 0.2-0.5
C> Page 172 AL a, (mm) 0.23 ) 0.2-3 : ]
— f, (mm) 0.25-1 0.2-0.5
C N \ sl a, (mm) 0.2:3 ’ 0.2-3 : ]
TV 2-8 720 500 720 502 P25 PVT f, (mm) 0.2-0.5 i 0.2-0.35 i i
Screwdriver torque Torx interchangeable bit | Torx MagicSpring compa- a, (mm) 0.2-3 0.2-1.6
Vario®-S with window for Torque Vario® tible bit f. Torque Vario® f (mm) 0.25-1 0.2-0.5
scale, G > Page 173 H > Page 173 | > Page 174 P25 PVSR a, (mm) 023 - 023 - -
. f, (mm) 0.2 0.15 0.2-0.5 0.2-0.5 0.15-0.3
K10 PVTi a, (mm) 0.2 0.1 0.23 0.2-4 0.2:2.5
f (mm _
K10 polished a ((mm)) - - - 0(')22(_)215 B,
P -
f, (mm) 0.16-1.2 0.16-0.5
P40 PVGO a, (mm) 0.13 ; 0.122 : :
f, (mm) 0.3-1 0.15-0.5
P25 PVGO a, (mm) = 033 . : 0.15-2
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Cutting speed (Ve in min CUTTERS FOR ROUND INSERTS -
e K0-90°

r8 - diam. 32 - 160 mm, neutral, 72 positive

Carbide grade Application The first choice when using SK 50 machines for medium and heavy milling. Tools with a
aling ey - — 7° rake angle are characterized by its low energy consumption.
D [ finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400 -
P40 PVTi roughing 100 175 250 } _ _ )
finishing -
roughing 100 175 250 ) 160 190 220 ) )
e finishing - 160 190 220
roughing 100 175 250 ) 140 170 200 _ _
L finishing - 160 190 220
; roughing 100 140 180 ) 100 125 150 _ )
AL finishing 150 200 250 150 200 250
roughing 150 165 180 ) 160 190 220 _ : Milli th :
LR finishing - 160 190 220 lling cutter bodies
O roughing : : 150 175 200 | 100 250 400 35 43 50
finisl;\inq 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 35 43 50
n roughing _ } _ 100 250 400 ) d
LD ol finishing 100 250 400 2
roughing 100 150 200 ) 110 130 150 ) ) . :
FOREY finishing 160 205 250 120 150 180 Threaded shank end mill bodies
roughing _ 80 145 210 _ ) 50 80 110
P25 PVGO finishing 120 175 230 50 80 110 4 32200( 32 |16 | 8 (435 - | - | M6 |29 | 2 | A5P (Ymoig
) 35201( 35 | 16 | 8 [435| 4 | - M16 | 29 | 3 A'EC'FD' visa @
Extended operation data :
T gy | TR
—
< Shell tp. mill. cutt. bodies | 0° axial rake angle
a
> I ) 52300 52 | 16 | 8 [535| 47| - |diem22 | 40 | 4 [MBCD | ¥puey
/ : J
| . AB,CD
\é) 66300 | 66 | 16 | 8 |535|51 | - |diam.27 | 48 | 5 |" vina @
Y 80300 80 | 16 | 8 [535( 58| - |dem.27 [ 60 | 6 |*5%CD | ¥puey
d1 d1 d1 A B’C D
D min max 100300 [ 100 | 16 | 8 |535(58 | - |diam.32 | 70 | 7 |™ 7| GO
Cutter diam. d1 X Cutter diam. o Cutter diam.
e d1 a y d1 Dmin Dmax
52-100 4 , 5
52 <103 22 52 74 104 Shell tp. mill. cutt. bodies | 7° pos. rake angle
66 <6.4 36 66 102 132 552300/7| 52 | 16 | 8 | 53 [ 41| - | diam.22 | 40 | 5 A'EC'FD' Ll (T2
80 <4.6 50 80 130 1,610
; . A,B,CD ‘ ;
- 0 B Uy i 7
100 a3 70 100 170 200 0 66300/7| 66 | 16 | 8 | 53 | 4.6 diam.27 | 48 | 5 EF L] 1Y o/
& A.C,D
666300/7| 66 | 16 | 8 | 53 | 51| - | diam.27 | 48 | 6 e wa] T ol
803007 | 80 | 16 | 8 | 53 |51 | - |dam27 |60 | 6 |A%CD I Mmgery
1003007 | 100 | 16 | 8 |53 |51 | - |diem32 [ 70 | 7 |AB S wonpyg
1253007 | 125 | 16 | 8 | 53 | 51| - | diam.40 | 90 | 8 A'BE'CF' D, Ll o/
160300/7 | 160 | 16 | 8 | 53 | 51 | - | diam.40 [ 120 | 9 A'BE'% .| @1
o (o] oo J—— | [ =
45 500 10510 20 500 TV 2-8 720 500 720 502
Torx screw locking washer Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
A > Page 171 B > Page 172 C> Page 172 Vario®-S with window for Torque Vario® Torque Vario®,
scale, D > Page 173 E > Page 173 F > Page 174

ot = Zpokolm
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CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Indexable inserts & o Cutting speed (Vc in mImin)
. ¥
z(,@ o Material
& o
O 3
& s d s r M
04 16 835 RDHX 1604 MOT HSC 05 PVTi 16 4.76 8 M4.5
Carbide grade Applicati
. Coating pplication
04 16 840 RDHX 1604 MOT P40 PVTi 16 4.76 8 M4.5 ]
R HSC 05 PVTi roughing - 200 500 800 )
9 finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400
04 16 842 RDEX 1604 MOT P40 PVSR 16 4.76 8 M4.5 Fp—— roughing 1700 175 250 ) ) ) -
finishing -
0416844 |  RDHX 1604 MOT P40 PVML 16 4.76 8 M 4.5 P40 PVSR roughing 100 175 250 ] 160 190 220 ; ;
finishing - 160 190 220
roughin 100 175 250 140 170 200
0416850 |  RDHX 1604 MOT P25 PVTi 16 4.76 8 M 4.5 P40 PYML ﬁng’hing ; - 160 190 220 - -
d | s | P25 PVTi roughing 100 140 180 ) 100 125 150 ) )
04 16 852 RDEX 1604 MOT P25 PVSR 16 4.76 8 M 4.5 finishing 150 200 250 150 200 250
P25 PVSR ;ougamg 150 165 180 ) 160 190 220 _ )
_ inishing - 160 190 220
04 16 860 RDHX 1604 MOT K10 PVTi 16 4.76 8 M 4.5 RO roughing Z R 150 175 200 100 250 400 35 43 50
finisrr\]inq 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 35 43 50
0416831P |  RDHX 1604 MOT K10 olished 16 4.76 8 M4.5 i roughing . . : 100 250 400 :
& i 0 ki finishing 100 250 400
P40 PVGO roughing 100 150 200 ) 110 130 150 ) )
04 16 848 RDMX 1604 MOT P40 PVGO 16 4.76 8 M 4.5 finishing 160 205 250 120 150 180
P25 PVGO roughing _ 80 145 210 _ ) 50 80 110
04 16 880 RDHX 1604 MOT K10 PVTi 16 4.76 8 M 4.5 finishing 120 175 230 20 80 110
| _|s 04 16 897 RDPX 1604 MOT P25 PVGO 16 4.76 8 M4.5 )
Extended operation data

T T TR

Feed per tooth (fz) | d.o.c. (ap) — i ]
Material
Carbide grade Feed per tooth | ) o >
Coating d.o.c. S S o 3 . & > 3
- /
. f, (mm) 0.2-0.3 0.15 0.2-0.5 0.2-0.35 >
HSC05 BVili a, (mm) 0.2-1.5 0.1 0.2-3 0.2-2.1 ) | — y
: f, (mm) 0.20.9 Y
P40 PVTi a (mm) 494 - - - - d ]
1
P40 PVSR f, (mm) 0.25-1 ] 0.2:05 ) ) ! , d
a, (mm) 0.2-3 0.2-3 D min max
f, (mm) 0.25-1 0.2-0.5
P40 PVML a, (mm) 023 ) 0.2:3 ) ) Cutter diam. d1 X Cutter diam. o y Cutter diam. o B
R f, (mm) 0.2-0.5 i 0.2-0.35 : i 32-160 4 Cil Gl - -
a, (mm) 0.2-3 0.2-1.6 32 - - 32 34 64
f, (mm) 0.25-1 0.2-0.5
P25 PVSR a (mm) 023 - 0.2-3 - - 35 <38.7 5 35 40 70
K10 PVTi f, (mm) 0.2 0.15 0.2:05 0.2:05 0.15:0.3 - S 2z 22 74 L
a, (mm) 0.2 0.1 0.2-3 0.2-4 0.2-2.5 66 <6.4 36 66 102 132
f (mm g
K10 polished . ((mm)) - - - 0202 - 80 <46 50 80 130 1,610
b )
540 PVGO f, (mm) 0.16-12 ] 0.16-05 ] ] 100 33 70 100 170 200
a, (mm) 0.1-3 0.1-2 125 <24 95 125 170 200
f, (mm) 0.3-1 0.15-0.5
P25 PVGO a, (mm) eE e 160 1.5 130 160 290 320

= = Zpokolm
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CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

CUTTERS FOR ROUND INSERTS = Indexable inserts
§Q'
K0-90° A
o &
. ° ‘s (& (&) d s r M
r10 - diam. 40 - 160 mm, neutral, 72 positive
5 0620835 |  RDMX 2006 MOT HSC 05 PVTi 20 6 10 M4.5
These tools have extremely rigid inserts, which provide optimal conditions for heavy-duty
milling operations under most difficult conditions and allows for very high-performance 06 20 840 RDMX 2006 MOT P40 PVTi 20 6 10 M4.5
milling and extremely high feed-rates. @
0620850 |  RDMX 2006 MOT P25 PVTi 20 6 10 M4.5
d s 0620860 |  RDMX 2006 MOT K10 PVTi 20 6 10 M 45
& 06 20 831P RDHT 2006 MOT K10 polished 20 6 10 M4.5
06 20 880 RDHT 2006 MOT K10 PVTi 20 6 10 M4.5
Milling cutter bodies
r N, 1L AN 4 d, s
Threaded shank end mill bodies
. 40200 | 40 | 20 | 10 [535| - | - | m16 |20 2 A'BE'CF' Dl ¥ o & Feed per tooth (fz) | d.o.c. (ap)
= Material
Carbide grade Feed per tooth |
P Coating
o /Y f 0.25-0.42
: HSC 05 PVTi a, (mm) 0.2-2 0.1 0.2:4 025 :
: f, (mm) 0.25-1.2
P40 PVTi a, (mm) e - - - -
— f, (mm) 0.25-0.6 0.25-0.42
Shell tp. mill. cutt. bodies | 7° pos. rake angle ! a, (mm) 0.2-4 . 0.2-2.1 i i
g A.B,C,D, . O . f, (mm) 0.25 0.15 0.25-0.6 0.25-0.6 0.2-0.4
. 566340/7 | 66 | 20 | 10 | 53 | 6.5 diam.27 | 48 | 5 o il [ o] K10 PVTi a, (mm) i iR AL 5o e
’ . A,B,C,D, o v . f, (mm) 0.25-0.6
80340/7 | 80 | 20 | 10 | 53 | 65| - | diam.27 | 60 | 5 o il [ |2 K10 polished a, (mm) - - - 005 -
10034077 [ 100 | 20 | 10 [ 53 | 65| - [dim.32 | 70 | 6 |5 Pl merpy
- 1253407 | 125 | 20 | 10 | 53 | 65| - | diam.do [ 90 | 7 |ABCP ) moupy Cutting speed (Vc in m/min)
: Material
160340/7 | 160 | 20 | 10 | 53 | 65 | - | diam.40 | 120 | 8 A'BE-CF' D.| m oI
A s Carbide grade .
QDD @E @—— E//ﬂjl Coating 9 Application
45500 10510 20 500 V28 720 500 120 502 HSC 05 PVTi roughing 120 210 300 = 1700 200 300 | 200 500 800 ]
Torx screw locking washer Torx-screwdriver Screwdriver torque | Torx interchangeable bit| Compatible bit f. finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400
A > Page 171 B > Page 172 C > Page 172 Vario®-S with window for Torque Vario® Torque Vario®, P40 PVTi roughing 100 175 250 B B, . B,
scale, D > Page 173 E > Page 173 F > Page 174 finishing -
e roughing 100 140 180 ] 100 125 150 - ]
finishing 150 200 250 150 200 250
s roughing - E 150 175 200 | 100 250 400 35 43 50
finishing 150 200 250 | 120 150 180 | 150 175 200 | 100 250 400 35 43 50
. roughing _ ) _ 100 250 400 )
SIS e finishing 100 250 400

B S <~ Pokolm




© CUTTERS FOR ROUND INSERTS - K0-90° © COPY CUTTERS

Extended operation data

T T TR

Iy
><
< o
\ | o
Y
ds di di
D min max
Cutter diam. d1 X Cutter diam. o Cutter diam.
— d1 o y d1 I:)min Dmax
40-160 5
40 5 - 40 42 80
66 <10.1 28 66 94 132
80 <6.8 42 80 122 160
100 <4.6 62 100 162 200
125 <3.3 87 125 212 250
160 <2.3 122 160 282 320




FINWORX® RHOMBIC CUTTER

Economic miracle with 4 flutes

Properties Machining types

@ Finishing tool for a wide range of applications ' '

@ Can be used in steel, hardened steel, "‘ @ g "
cast iron and RSH

@ (BN & PCD cutting materials for modern materials ' '

@ Contour and copying cutting g W ‘@ a

@ Circular milling and ramping

Connection types

=8

Sizes Page
|diam. 16 - 42 mm 94 |
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coating
M S H f (mm) a, (mm) | (mm) s (mm) r (mm)
HSC 05 PVTi Y VY ¥V -|-|¥| o00s-05 0,1-1,0 6,5 3 1
HSC 05 PVTiH Y ¥ V| -|-|%| 0010 0,1-1,0 6,5 3 1
HSC 05 PVDiaN -l - - || -] -] o005-10 0,1-1,0 6,5 3 1
CBN for steel -l -] -1-1-1¥]| 005-02 0,1-02 6,5 3 1
PCD -l - - || -] -] 005-02 0,1-05 6,5 3 1

gmajorapplication ?minorapplication ?? roughing V? pre-finishing ?? finishing
T B~ PokoIm




OMBIC CUTTERS

Milling cutter bodies

FINWORX®

. d
diam. 16 - 42 mm | r1 :
. - L . - . . Plain shank end mill bodies
Universal milling cutters for finishing and profile milling with small radii. _ B C ;
e particularly smooth operating in corners and pockets d, 23216185G | 16 | 65 | 1 | 30 | 0.7 | 165 | diam. 16 [15.5| 2 DE. Vina B F
* extreme economic due to four effective cutting edges _ T
« low energy consumption 34020185G| 20 [ 65| 1 | 40 | 1 | 165 | diam.20 | 195 3 D, [T} 2
d;
o $d1 <
Milling cutter bodies
r N A q, (O ((POKOLM J—— (&9 0
25505 08 500 P TV 1-5 T8 500 P 18502 P
DuoPlug® Torx screw for ball nose Torx-screwdriver (Torx- Screwdriver torque Torx interchangeable bit Torx MagicSpring
ABC inserts Plus) Vario®-S with window for Torque Vario® compatible bit f. Torque
d 216285SG | 16 | 6.5 | 1 31 | 0.7 | - M 10 15 2 DE. Mml 5 s A > Page 171 B > Page 172 scale, C > Page 173 D > Page 173 Vario®, E > Page 174
R ;
d 32028556 20 |65 | 1 [325 1 | - | w12 [ws| 3 [ AP | VmaRE
42528556 | 25 |65 | 1 (375 1 | - | mie [135) 4 | AP0 (VB E Indexable inserts o o
: €§\c'° &
o & &0
& © | s r M
0385835| XNHU 063010 EN HSC 05 PVTi 6.5 3.1 1
0385836 | XNHU 063010 EN HSC 05 PVTIH 6.5 3.1 1
Tfetatd it il el _T 0385835D | XNHU 063010 EN HSC 05 PVDiaN 6.5 3.1 1
(o]
216285| 16 | 65 | 1 [285| 07 | - M8 |13.8| 2 A'DB'EC' visa B8 -
: 03 85 892 XNHU 063010 EN CBN for steel uncoated 6.5 3.1 1
320285 | 20 [ 65| 1 [285) 1 | - | m10 18| 3 | ARG I visag
' 03 85 894 XNHU 063010 EN PCD uncoated 6.5 3.1 1
425285 25 |65 | 1 [325) 1 [ - [ M2z |21 | a | ANC I Msag
A B,C, R
430285 | 30 | 65 | 1 (325 1 | - | M16 |29 | 4 | M VneBEY Feed per tooth (fz) | d.o.c. (ap)
532285 | 32 [65( 1 (325 1 | - | M1 [20 | 5 | APC | Ymals Material
535285 | 35 | 65 1 laas| 1 ) M 16 29 5 A B, C, Mlﬁl 5 Carb_lde grade Feed per tooth |
D, E Coating
642285| 42 | 65| 1 [425) 1 | - | M16 |29 | 6 A'DB'EC' Visa g ) £ (mm) 0.05-0.5 0.05-0.15 0.05-0.5
: HSC 05 PVTi a (mm) 0.1-0.55 0.1-0.25 0.1-0.55 . :
i f, (mm) 0.05-0.5 0.05-0.15 0.05-0.5
HSC 05 PVTiH a, (mm) 0.1-0.55 0.050.2 0.1-0.55 ; ;
f (mm g
HSC 05 PVDiaN a ((mm)) - . X 0.851 (1.5 ]
P e
CBN for steel f, (mm) ) B ) ) )
uncoated a, (mm)
f (mm g
PCD uncoated a ((mm)) - - - 0(5()150052 -
P L=V,
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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© FINWORX® © RHOMBIC CUTTERS

Cutting speed (Vc in m/min)

Material

XDHW | XDHT RHOMBIC CUTTERS

Universal tool for finishing and contour cutting with small radii

Carbide grade i Properties Machining types
- i ® Particularly smooth tool runni | |
HSC 05 PV roughing 150 225 300 - 150 225 300 ) - rarticufarly smooth toof running
finishing 150 225 300 | 700 150 200 | 200 275 350 in corners and pockets
: roughing 150 225 300 - 150 225 300 - - Low Dower consumption
AHC O L finishing 150 225 300 | 700 150 200 | 200 275 350 © P P | |
HSC 05 PVDiaN roughing ) ] ) 200 500 800 -
finishing -
CBN for steel roughing ) ) ) i i
uncoated finishing
roughing ) ) _ 400 600 800 )
D Ui finishing 400 600 800

Connection types

C )

Extended operation data

T T TR

P"“Plug@
o > } o .
| | i ’—7\0 | SI?E Page
d, Y < d diam. 16 - 42 mm | r1 98
1 -
D min/max diam. 16 - 35 mm | r2 101
Cutter diam. d1 X Cutter diam. o Cutter diam.
_— d‘l a y d‘| Dmin Dmax
16 0.7
2042 ’ 16 <2.8 14 16 30 32
20 <3.2 18 20 38 40
25 <25 23 25 48 50
30 Q2 28 30 58 60 /\
32 <1.9 30 32 62 64 ’ h
L
35 <17 33 35 68 70 L&
42 <1.4 40 42 82 84
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coating
M S H f (mm) ap(mm) | (mm) s (mm) r (mm)
HSC 05 PVTi Y VIV -1|-1¥]| o01-03 0.1-1.0 6.5 2.38 1
CBN for steel = =] === |\/ 0.1 0.1 6.5 2.38 1
PCD - -1 -19] -1 - 0.1-0.35 0.1-0.1 6.5 2.38 1
K10 polished - - -1 -] - 0.1-035 0.1-1.0 6.5 2.38 1
K10 PVTi -l - -] -]|-] 01-03 0.1-1.0 6.5 2.38 1
K10 PVDiaN - - -] -] - 0.1-035 0.1-1.0 6.5 2.38 1
HSC 05 PVTi Y IVIV|-|-|¥]| 01-03 0.1-1.0 6.5 2.38 2
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minorapplication ? @ roughing V ? pre-finishing ? g finishing
Fa)
96 97 - pOkOI m
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DHW | XDHT © RHOMBIC CUTTERS

Indexable inserts
be,
XDHW | XDHT &5 o
'X“o\ 07”&\ | M
i C C S r
diam. 16 - 42 mm | r1
0279835 | XDHW 060210 SN HSC 05 PVTi 6.5 2.38 1 M 2.5
Universal milling cutters for finishing and profile milling with small radii.
e particularly smooth operating in corners and pockets 0279892 | XDHW 060210 SN | CBN for steel uncoated 6.5 2.38 1 M 2.5
¢ low energy consumption
0279894 | XDHW 060210 SN PCD uncoated 6.5 2.38 1 M 2.5
02 79 831P XDHT 060210 EN K10 polished 6.5 2.38 1 M 2.5
02 79 880 XDHT 060210 EN K10 PVTi 6.5 2.38 1 M 2.5
0279830D | XDHW 060210 SN K10 PVDiaN 6.5 2.38 1 M 2.5

Milling cutter bodies

3 2 1 2 3
Material
DuoPlug®
ABC Carbide grade Feed per tooth |
ds 16281SG | 16 [ 65| 1 [ 31 [ 13| - | M10 | 15| 2 ALl (P o Coating
d; A B, C " f
20281 2 . 1 1. 1. - M 12 18. N f i ’ ' o - -
02815G | 20 | 6.5 315 13 850 3 | "y |M&e HSC 05 PVTi a (mm) S o i
: A B, C, ' CBN for steel f, (mm)
P 252815G | 25 | 65 | 1 [37.5] 13 M16 |235] 4 | o Ad] (o uncoated a, (mm) - - - - -
— f, (mm) 0.1-0.35
\ ~ —l o PCD uncoated a, (mm) = = - 011 -
= f (mm) 0.1-0.2
® i Z - - 5 : . 5
v ° T K10 polished a (mm) 0.1-0.55
d . f, (mm) 0.1-0.2
K10 PVTi a, (mm) : : : 0.1-0.55 ;
. f (mm) 0.1-0.35
Threaded shank end mill bodies K10 PVDiaN a, (mm) : ) ) 0.1-1 )
16281 | 16 | 65| 1 [285(13 | - | wms |138] 2 | AP0 |
ds . . . .
d 2028120 | 65| 1 [285/13| - | m10 | 18 | 3 A'DB'EC' il [ [ Cutting speed (Vc in m/min)
A B c Material
25281| 25 | 65| 1 [325] 13| - M12 | 21 | 4 e Ll (Lo
30281 | 30 [ 65| 1 [325(13 | - | M2 [21 |5 | AP e
Carbide grade .
35281 35 [ 65| 1 [425/13| - | M16 |29 | 6 A'DB'EC' wdf 1o Coating 9 Application
- ; roughing 150 225 300 = 100 200 300 ) )
42281 42 | 65| 1 |425( 13| - | M16 | 29 | 6 A'DB'EC' hal Lo S WAL finishing 150 225 300 | 700 150 200 | 200 275 350
' CBN for steel roughing _ ) _ _ )
uncoated finishing
roughing _ ) _ 200 400 600 )
— D I finishing 400 600 800
QID @j::. (//—SE ‘ K10 polished roughing - = = 100 250 400 =
25500 07 500 TV 04-1 17 500 17 502 : f(',r:,';?]',?,‘; 100230208
Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring K10 PVTi finishing - - - 100 250 400 )
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque . hi 100 250 400
- K10 PVDiaN foughing - - - -
scale, C > Page 173 D > Page 173 Vario®, E > Page 174 finishing 100 250 400
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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© XDHW | XDHT © RHOMBIC CUTTERS

Extended operation data

L Pungng e XDHW | XDHT

- diam. 16 - 35 mm | r2
=< Universal milling cutters for finishing and profile milling with small radii.
> % 5 5 ® * particularly smooth operating in corners and pockets
o ® / T * low energy consumption
Y
d1 d1 d1
D min max
Cutter diam. d1 X o Cutter diam. o Cutter diam. D D
16-42 12 d1 “ y d1 min max Milling cutter bodies
16 <16.7 4 16 28 32
20 <8.5 8 20 36 40 i
3
25 <53 13 25 46 50
30 <3.8 18 30 56 60 DuoPlug®
35 <3.8 23 35 66 70 d 16282SG| 16 | 65 | 2 | 31 [ 13| - M10 | 15 | 2 A'D'?'EC' d] Ty o
2 <23 30 42 80 84 d: A B C
202825G| 20 | 65| 2 |315] 13| - M12 [185]| 3 DE ma] [ F o
Pkt 2528256 25 | 65 | 2 (375|113 | - | mi6 |235| 4 | AP I mma@e
< l =
- \ €
T, |
Threaded shank end mill bodies
16282 16 | 65| 2 |285| 13| - | ms |138] 2 A'DB'EC' ] Lo
20282 20 | 65| 2 |285| 13| - M10 | 18 | 3 A'DB'EC' Ll 1T
25282| 25 | 65| 2 325\ 13| - | m12 [ 2| a | AP0 | Mmwo
3028230 | 65| 2 (325(13| - | mi2 |2 |5 | AP0 [mmo
35282 35 | 65| 2 |425|13| - | mM16 |29 | 6 A'DB'EC' ] [ [ o
= (POKOLM J——= (%= |
25500 07 500 TV 04-1 T7 500 T7 502
Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts &
& ¥
.{\\(' ()(b
e S
N & &
@ [ s T M
0279835R2 | XDHW 060220 SN HSC 05 PVTi 6.5 2.38 2 M 2.5
latest items! available as long as stock lasts on request I_KI stock item, subject to confirmation gmajor application ?minorapplication ?@ roughing ?? pre-finishing ?g finishing
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© XDHW | XDHT © RHOMBIC CUTTERS

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

HSC 05 PVTi

Cutting speed (Vc in m/min)

Material

Carbide grade
Coating

HSC 05 PVTi

Application

roughing 150 225 300 - 100 200 300
finishing 150 225 300 100 150 200 | 200 275 350

Extended operation data

T T TR

T
>
>
R o
[©] ® /A T
Y
d1 d d1
1 .
D min max
Cutter diam. d1 X Cutter diam. o Cutter diam.
e d1 0' y d1 I)min Dmax
16-35 1.2
16 <16.7 4 16 28 32
20 <8.5 8 20 36 40
25 <5.3 13 25 46 50
30 <3.8 18 30 56 60
35 <3.8 23 35 66 70
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation




VDGT - CUTTER FOR MACHINING NON-FERROUS METALS

Roughing and rough finishing specialist on vertical walls

Properties Machining types

Ideal for machining aluminium, ' >
copper, plastic and graphite "‘ @ "

Particularly soft cut

@

@

@ High cutting speeds

@ High feed rates W @ a
@ Especially for machining situations

@

@

on vertical walls
Axial clearance 3°, kappa 93°

Radius r 1 mm Connection types
\_%
Sizes Page
|diam. 15 - 42 mm 104]
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coating
M S H f (mm) a, (mm) | (mm) s (mm) r (mm)
K10 polished -l - -|¥]| -] -] 00503 0.1-25 9.0 2.78 1
K10 PVTi -l - -|¥]| -] -] 00503 0.1-25 9.0 2.78 1
K10 PVDiaN -l - -|¥]| -] -] 00503 0.1-25 9.0 2.78 1

gmajorapplication ?minorapplication ?? roughing V? pre-finishing ?? finishing
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TTERS FOR NON-FERROUS MATERIALS

Feed per tooth (fz) | d.o.c. (ap)

VDGT - K93°

. Carbide grade Feed per tooth
diam. 15 -42 mm | r1 Coating 8 '

These 'mllllng cutters are espeC|a!Iy suitable for.m|II|ng.aIum|n|um, copper, plastics and K10 polished af (mm) - = - 0.1.25 g
graphite. It allows very easy cutting and very high cutting speeds and feed rates. fp ok

These inserts have a 3° clearance (kappa 93°) - a design specially for milling K10 PVTi 2 (mm) . . . 00-015_-2053 :
vertical walls. £ (mm) 0 65-6 3

Only for roughing and pre-finishing operations! K10 PVDiaN a, (mm) : ; : 0.1-2.5 ’

Material

Milling cutter bodies

3 2 1 2 3 .
garb_lde grade Application
oating
DuoPlug® R roughing ) ) ) 100 250 400 )
A, B, C, [ﬁ | P finishing o
ds 16261-35G | 16 | 9 1|38 ]| 4 - M 10 15 | 2 D, E L= O roughing - ] - 100 250 400 ]
d, ABC finishing =
\ 2026135G| 20 | 9 | 1 [395| 4 | - | mM12 [185] 2 D il [ F°S K10 PVDiaN mgmg ; ; : 100 250 400 )
25261356 | 25 | 9 | 1 [425] 4 | - [ mie |15 3 | A0S Vg
Extended operation data
C T g I
15261315 | 9 | 1 |35 | 4 | - | wms [138| 2 | AP e
162613 16 | 9 | 1 [355] 4 | - | M8 |138] 2 A'DB'EC' il 1
. ©
20261320 | 9 | 1 |355] 4 | - | m1w0 | 18] 2 A'DB'EC' Ving T— x{ ﬂﬁ'\
® >< \ F
252613 | 25 | 9 | 1 |40 | a4 | - [ muz |2 |3 | ARG Mg © J F ‘ i
=| - 32261332 | 9 | 1 [4a75| 4 | - | m16 [20]| 4 | ABC | mma T
- . Salal Y d
T d N\ f 422613 42 | 9 | 1 |425| 4 | - M16 | 29 | 5 A'DB'EC' a2l | di ds D min max
Cutter diam. d1 X Cutter diam. o Cutter diam.
— d‘| a y d‘l I:)min Dmax
: —— 15-42 4
(i) @::. ( 9 ‘ 15 <63.4 2 15 26 30
25500 07 500 TV 04-1 17 500 17 502 16 <45 4 16 28 32
Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit | Compatible bit f. Torque 20 <26.6 3 20 36 40
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® Vario® g
scale, C> Page 173 D > Page 173 E > Page 174 25 <171 13 25 46 50
32 <11.3 20 32 60 64
42 <7.6 30 42 80 84
Indexable inserts
§°
G@
.50 .(\Q
N X
& &° | s r M
02 11 820 VDGT 117210 FN K10 polished 9 2.78 1 M 2.5
0211860 | VDGT 111210 FN K10 PVTi 9 2.78 1 M 2.5
0211860D VDGT 117210 FN K10 PVDiaN 9 2.78 1 M 2.5
S
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing V ? pre-finishing ? g finishing

Zpokolm
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© VDGT - K93° © CUTTERS FOR NON-FERROUS MATERIALS

VCGT - CUTTER FOR MACHINING NON-FERROUS METALS
O p O kO] m Roughing and rough-finishing specialist for high cutting speeds

PREMIUMTOOLS. WE KNOW HOW.

Properties Machining types
@ Kappa k92° for reliable machining '

of cavities without draft " ‘ @ "
@ Ideal for machining aluminium,

copper, plastic and graphite '
@ Particularly soft cut W‘@ a
@ High cutting speeds
@ High feed rates
@ Radius r 3 mm

Connection types

® 8

@ For tools with kappa k90° add "-90"
to the Order No.

Size
For example: "42 360-90" - Page
|diam. 32 - 125 mm 108 |
Cutting materials
) ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade
Coating
M S H f (mm) a, (mm) | (mm) s (mm) r (mm)
K10 Poliert S SRS A AR 01-0,6 0,1-7,0 16 5,56 3
K10 PVTi SRS {7 [ 01-0,6 0,1-7,0 16 5,56 3
K10 PVDiaN S SRS A AR 01-0,6 0,1-7,0 16 5,56 3

? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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UTTERS FOR NON-FERROUS MATERIALS

Feed per tooth (fz) | d.o.c. (ap)

Material

VCGT - K92°

diam. 32 - 125 mm | r3 Carbide grade

Coating

Feed per tooth |

These'mllllng cutters are espeC|a!Iy suitable for.m|II|ng.aIum|n|um, copper, plastics and K10 polished 2 (mm) : ; : o ;
graphite. It allows very easy cutting and very high cutting speeds and feed rates. L ok
Only for roughing and pre-finishing operations! K10 PVTi a (mm) - . : 0(.)1;076 )
P e
; f, (mm) 0.1-0.6
K10 PVDiaN a (mm) - - - e ;

- . Material
Milling cutter bodies

r I, l, L d, d, -
Carbide grade Application
Coating pp
ACD K10 polished ;?r:g::::g = = - 100 2?0 400 -
48 | 95 | - M 16 29 | 2 - il 1| O roughing - ] - 100 250 400 ]
ACD finishing =
48 | 95 | - M 16 29 3 ’E,’F ! Ml{l K10 PVDiaN ';?r:g::l':g : _ : 100 2?0 400 B
Extended operation data
T gy | IR
Shell type milling cutter bodies
A,B,C,D T~
42360 | 42 | 16 3 57 | 9.5 = diam. 16 | 35 3 ! E F' ! Ml?l
ds .
>
% 52360 | 52 [ 16 | 3 | 57 | 95| - | diam.22 | 40 | 3 A'EC'FD' Ving a
5 66360 | 66 | 16 | 3 | 57 | 95| - | diam.27 | 48 | 4 A'EC'FD' Ving ‘ Y | —
= 80360 | 80 | 16 | 3 | 57 | 95| - |dam27 |60 | 5 | ACP | ¥ima di di
- ©n A c 5 D min max
l 100360 | 100 | 16 3 57 | 9.5 = diam.32 | 70 6 'E 'F !
d g 2 Cutter diam. d1 X Cutter diam. s Cutter diam.
. A CD = d1 e y d1 Dmin Dmax
125360 | 125 | 16 | 3 | 57 | 95| - | diam.40 | 90 | 7 e 32-125 9
' 32 <42 10 32 ) 64
42 <24.2 20 42 62 84
D =3 ' (POKOLM J—— ( N e 52 <16.7 30 52 82 104
45 500 GWSTPS8ISK 20 500 V28 T20 500 T20 502 66 <116 a4 66 110 132
Torx screw hexagon socket set screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit| ~Compatible bit . 80 <8.8 58 30 138 160
A > Page 171 B > Page 172 C > Page 172 Vario®-S with window for Torque Vario® Torque Vario®
scale, D > Page 173 E > Page 173 F > Page 174 100 <6.6 78 100 178 200
125 <53 103 125 228 250
Indexable inserts
&‘
()(b
.5@ ‘(\Q
N >
& < | s r M
0522 820 VCGT 220530 FN K10 polished 16 5.56 3 M 4.5
0522860 | VCGT 220530 FN K10 PVTi 16 5.56 3 M 4.5
0522860D VCGT 220530 FN K10 PVDiaN 16 5.56 3 M 4.5
S
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing V ? pre-finishing ? g finishing
Fa)
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UNIWORX® - BALL NOSE / BULL NOSE END MILL CUTTER BODIES

Universal cutters with maximum variations for precision machining

Properties

@ For ball nose and toroidal inserts

@ V-shaped insert seat for keyed and interference
fit jointing of toolholder, insert and fitting screw

@ Easy positioning of the inserts

@ Indexing insert ground finish produced in helical
flutes ensures easy cutting performance and top

surface qualities

@ Different coatings and cutting materials,
especially matched to precision machining

Machining types

&

Connection types

@

-

Sizes Page
diam. 8 mm, r3 | r4 112
diam. 10 mm, r4 | r5 114
diam. 12 mm, r5 | r6 116
diam. 16 mm, r7 | r8 119
diam. 20 mm, r8 | r10 122
@\‘E\
* o
Cutting materials
Carbide grade ISO standard feed per tooth | d.o.c. length thickness radius
Coating
-T_ S “ f (mm) ap(mm) | (mm) s (mm) r (mm)
0.08-0.16 0.1-0.3 8 2.0 3|4
0.1-0.2 0.1-0.3 10 2.75 415
HSC 05 |
—— VIV IV - || 012-024 0.1-03 12 33 516
0.16-0.32 0.1-0.5 16 4.0 718
0.2-0.4 0.1-0.5 20 5.0 810
0.1-0.2 0.1-0.2 8 2.0 3
0.1-0.2 0.1-0.2 10 2.75 4|
CBN for cast iron - - || - - 0.1-0.2 0.1-02 12 33 51
0.1-0.2 0.1-0.2 16 4.0 7|
0.1-0.2 0.1-0.2 20 5.0 8 |
gmajor application @minorapplication ?? roughing V? pre-finishing ?? finishing
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© UNIWORX® © BALL END BULL END MILL CUTTERS

Indexable inserts
69'
UNIWORX® o S
& & d M
i C C S r
diam.8 mm-r3 | r4
08835V |  ROHX 08T1 HSC 05 PVTi 8 2 4 M 3.0
Our ball nose and bull end combi end mills provide maximum precision because of both
the V-shaped insert seat and because the insert was ground in only one setup. The helix- 08836V |  ROHX 08T1 HSC 05 PVTiH 8 2 4 M3.0
shaped rake angle allows very easy cutting and extremely smooth operation.
Only for finishing and pre-finishing operations.
08 093 VR3 ROHX 08T1 CBN for cast iron uncoated 8 2 3 M 3.0
I @ 08 835V R3 ROHX 08T1 HSC 05 PVTi 8 2 3 M 3.0
y - 08836VR3 |  ROHX 08T1 HSC 05 PVTiH 8 2 3 M 3.0

Milling cutter bodies

Feed per tooth (fz) | d.o.c. (ap)

r I, I, I, d, d,
Material
Threaded shank end mill bodies
ABC Carbide grade Feed per tooth |
d 08214 | 8 8 |3]4]| 26 - |18.9 M5 96 | 2 DE. \ﬁ ﬁ Coating
3 b
d, AB,C . f 0.08-0.12 0.08-0.12 0.08-0.12
2 214M 4126 | - [189] M 6 2 | TP : . : e 8. -
08214Me6| 8 | 8 |314) 26 89 6 |96 b |VOIR HSC 05 PVTi a, (mm) 0.10.2 0.1 0.10.2 0.10.2
. f, (mm) 0.08-0.12 0.08 0.08-0.12 0.08-0.12
HSC 05 PVTiH a (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 :
CBN for cast iron f, (mm) ) B 0.1-0.2 _ )
uncoated a, (mm) 0.1-0.2
Cutting speed (Vc in m/min)
Material
Plain shank end mill bodies
n A B, C,
d, 5008114 | 8 8 |3]4]| 50 - 20 | diam.12 | - 2 D,E Mﬁ
Carbide grade et
Coating Application
HSC 05 PVTi roughing 150 225 300 - 150 225 300 | 200 500 800 )
finishing 150 225 300 100 150 200 | 200 275 350 100 250 400
HSC 05 PVTiH roughing 150 225 300 - 150 225 300 | 200 500 800 )
finishing 150 225 300 100 150 200 | 200 275 350 | 200 500 800
CBN for cast iron roughing ) ) 500 750 1000 ) )
uncoated finishing 500 750 1000
(ims (POKOLN J——— (4= ‘
30522 08 500 TV 08-2 T8 500 T8 502
locating screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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© UNIWORX® © BALL END BULL END MILL CUTTERS

Indexable inserts
bz
UNIWORX® & 8
'a“o\ °’§'\° d M
i C C S r
diam. 10 mm-r4 | r5
N 10835V |  ROHX 1012 HSC 05 PVTi 10 275 5 M3.5
Our ball nose and bull end combi end mills provide maximum precision because of both ©
the V-shaped insert seat and because the insert was ground in only one setup. The helix- K/) 10836V |  ROHX 1012 HSC 05 PVTiH 10 275 5 M3.5
shaped rake angle allows very easy cutting and extremely smooth operation.
Only for finishing and pre-finishing operations.
10 093 VR4 ROHX 10T2 CBN for cast iron uncoated 10 2.75 4 M 3.5
10835VR4 |  ROHX 1012 HSC 05 PVTi 10 275 4 M3.5
y “ - 10836 VR4 |  ROHX 1012 HSC 05 PVTiH 10 275 4 M 3.5

Milling cutter bodies

Feed per tooth (fz) | d.o.c. (ap)

3 2 1 2 3
Material
Threaded shank end mill bodies
Carbide grade Feed per tooth |
A B, C .
d 10214 M6 | 10 | 10 | 4|5 |245| - - M 6 9.75| 2 DE. \ﬁﬁ Coating
3 b
d, " f, 0.08-0.12 ! 0.08-0.12 0.08-0.12
] HSC 05 PVTi a, (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 :
. f, (mm) 0.08-0.12 0.08 0.08-0.12 0.08-0.12
HSC 05 PVTiH a (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 :
CBN for cast iron f, (mm) ) B 0.1-0.2 _ )
uncoated a, (mm) 0.1-0.2
. Cutting speed (Vc in m/min)
Material
Plain shank ball nose end mill bodies
n A B, C,
d, 3010114 | 10 | 10 | 4|5 30 - 20 | diam.12 | - 2 D,E ﬁ
Carbide grade et
Coating Application
HSC 05 PVTi roughing 150 225 300 - 150 225 300 | 200 500 800 )
finishing 150 225 300 100 150 200 | 200 275 350 100 250 400
HSC 05 PVTiH roughing 150 225 300 - 150 225 300 | 200 500 800 )
finishing 150 225 300 100 150 200 | 200 275 350 | 200 500 800
CBN for cast iron roughing ) ) 500 750 1000 ) )
uncoated finishing 500 750 1000
(ims (POKOLN J——— (4= ‘
35520 10 500 TV 1-5 T10 500 T10 502
locating screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
NEW] |atest items! available as long as stock lasts ? | onrequest stock item, subject to confirmation major application minor application roughing pre-finishing inishing
! ¥ \:4 | v h v fnish ¥ 7 finish
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BALL END BULL END MILL CUTTERS

Milling cutter bodies

UNIWORX®

diam. 12 mm-r5 | r6

Plain shank ball nose end mill bodies

Our ball nose and bull end combi end mills provide maximum precision because of both

, ) . . . A, B, C,
the V-shaped insert seat and because the insert was ground in only one setup. The helix- d, 5012114 | 12 | 12 |56 | 50 [ - | 50 | diam.12 | - | 2 D E il /-
shaped rake angle allows very easy cutting and extremely smooth operation. ]

Only for finishing and pre-finishing operations.
Milling cutter bodies
r I, I, I, d, d,
DuoPlug® [DE[[H = L//}E 0
A, B, C, 40520 15500 TV 2-8 T15 500 T15 502
d; 1221456 | 12 | 12 (516335 - : M7 108 2 D, E ¥ &0 ﬁ locating screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit| ~ Torx MagicSpring
d A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
2 scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
®
G’b
TS
& &
& 1334 d s r M
12835V ROHX 1233 HSC 05 PVTi 12 3.3 6 M 4.0
Threaded shank end mill bodies 12836V |  ROHX 1233 HSC 05 PVTIH 12 33 6 M 4.0
A B, C,
d, 12214M6 | 12 | 12 [516]285| - | - M6 | 115] 2 D E iafl o/ i
d
12 093 V R5 ROHX 1233 CBN for cast iron uncoated 12 33 5 M 4.0
I @ 12 835V R5 ROHX 1233 HSC 05 PVTi 12 33 5 M 4.0
k/' | . .
; . 12 836 V R5 ROHX 1233 HSC 05 PVTiH 12 3.3 5 M 4.0
Feed per tooth (fz) | d.o.c. (ap)
Material
Carbide grade Feed per tooth |
Coating
. f, (mm) 0.12-0.18 0.12 0.12-0.18 0.12-0.18
HSC 05 PVTi a, (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 :
. f, (mm) 0.12-0.18 0.12 0.12-0.18 0.12-0.18
HSC 05 PVTiH a, (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 ;
CBN for cast iron f, (mm) ) B 0.1-0.2 ) )
uncoated a, (mm) 0.1-0.2
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
7 Zpokolm
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© UNIWORX® © BALL END BULL END MILL CUTTERS

Cutting speed (Vc in m/min)
Material . U N IWO RX®
S 0\) ((\Q

diam. 16 mm -r7 | r8

Our ball nose and bull end combi end mills provide maximum precision because of both

Carbide grade
the V-shaped insert seat and because the insert was ground in only one setup. The helix-

Coating

Application

TR T roughing 750 225 300 - 150 225 300 | 200 500 800 3 i
I finishing 150 225 300 | 100 150 200 | 200 275 350 | 100 250 400 - shaped rake angle allows very easy cutting and extremely smooth operation.
: roughing 150 225 300 - 150 225 300 | 200 500 800 i Only for finishing and pre-finishing operations.
AES U o) finishing 150 225 300 | 700 150 200 | 200 275 350 | 200 500 800 y gandp gop
CBN for cast iron roughing ) ) 500 750 1000 ) )
uncoated finishing 500 750 1000
Milling cutter bodies
d3
DuoPlug®
d 1621456 | 16 [ 16 (718 40 | - | - | M1 |15 | 2 | APC IM@ONR
3 '
d,
\F*#‘
[
d1 r
Threaded shank end mill bodies
A, B, C,
d, 16214 | 16 | 16 | 7|8 | 36.5| - - M8 |13.8| 2 D, af o/
latest items! available as long as stock lasts on request I_KI stock item, subject to confirmation gmajor application ?minorapplication ?@ roughing ?? pre-finishing ?g finishing
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BALL END BULL END MILL CUTTERS

Cutting speed (Vc in m/min)

Milling cutter bodies

Material
r I, l, L d, d,
Plain shank ball nose end mill bodies :
Carbide grade Application
6016114 | 16 | 16 | 78| 60 | - | 26 |diam.20 | - | 2 | ABC IO R Coating ,
d, D, E HSC 05 PVTi roughing 150 225 300 - 150 225 300 | 200 500 800 )
L finishing 150 225 300 | 7100 150 200 | 200 275 350 | 100 250 400
HSC 05 PVTiH roughing 150 225 300 - 150 225 300 | 200 500 800 )
finishing 150 225 300 | 7100 150 200 | 200 275 350 | 200 500 800
CBN for cast iron roughing ) ] 500 750 1000 ) )
uncoated finishing 500 750 1000
S
o (POKOLH s (% ;
50 520 20 500 TV 2-8 T20 500 T20 502
locating screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
bz
G‘b
O .(\Q
o N
& 1334 d s r M
16835V ROHX 16T3 HSC 05 PVTi 16 4 8 M 5.0
16 836 V ROHX 16T3 HSC 05 PVTiH 16 4 8 M 5.0
16 093 V R7 ROHX 16T3 CBN for cast iron uncoated 16 4 7 M 5.0
I 16 835V R7 ROHX 16T3 HSC 05 PVTi 16 4 7 M 5.0
\/, i .
; d 16 836 V R7 ROHX 16T3 HSC 05 PVTiH 16 4 7 M 5.0
Feed per tooth (fz) | d.o.c. (ap)
Material
Carbide grade Feed per tooth |
Coating d.o.c.
. f, (mm) 0.16-0.24 0.16 0.16-0.24 0.16-0.24
HSC 05 PVTi a, (mm) 0.1-0.3 0.1 0.1-0.3 0.1-0.3 :
. f, (mm) 0.16-0.24 0.16 0.16-0.24 0.16-0.24
HSC 05 PVTiH a, (mm) 0.1-0.3 0.1 0.1-0.3 0.1-0.3 ;
CBN for cast iron f, (mm) ) ) 0.1-0.2 ) )
uncoated a, (mm) 0.1-0.2
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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BALL END BULL END MILL CUTTERS

Milling cutter bodies

UNIWORX®

diam. 20 mm -r8 | r10

Plain shank ball nose end mill bodies

Our ball nose and bull end combi end mills provide maximum precision because of both

. . . . . A B, C
the V-shaped insert seat and because the insert was ground in only one setup. The helix- d, 8020114 | 20 | 20 (8]10| 80 | - | 80 | diam.20 [ - | 2 D E il /-
shaped rake angle allows very easy cutting and extremely smooth operation. ]
Only for finishing and pre-finishing operations.
Milling cutter bodies
r I, I, I, d, d,
DuoPlug® ﬂ]m = L//}E 0
A, B, C, 50 520 20 500 TV 2-8 T20 500 T20 502
d; 2021456 | 20 | 20 (8|10)425 | - : M1z 1185 2 D, E ¥ &0 ﬁ locating screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit| ~ Torx MagicSpring
d A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque
2 scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
bz
6(0
X .(\Q
& >
& 13334 d s r M
20835V ROHX 2050 HSC 05 PVTi 20 5 10 M 5.0
Threaded shank end mill bodies 20836V |  ROHX 2050 HSC 05 PVTiH 20 5 10 M 5.0
A B, C,
d, 20214 | 20 | 20 (8110 37 | - | - M10 | 18 | 2 D E iafl o/ i
d
20 836 VRS ROHX 2050 HSC 05 PVTiH 20 5 8 M 5.0
20 093 VRS ROHX 2050 CBN for cast iron uncoated 20 5 8 M 5.0
Feed per tooth (fz) | d.o.c. (ap)
Material
Carbide grade Feed per tooth |
Coating
. f, (mm) 0.08-0.12 0.08 0.08-0.12 0.08-0.12
HSC 05 PVTi a, (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 :
. f, (mm) 0.08-0.12 0.08 0.08-0.12 0.08-0.12
HSC 05 PVTiH a, (mm) 0.1-0.2 0.1 0.1-0.2 0.1-0.2 ;
CBN for cast iron f, (mm) ) B 0.1-0.2 ) )
uncoated a, (mm) 0.1-0.2
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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Material

Carbide grade
Coating

HSC 05 PVTi

Application
roughing

150 225 300

150 225 300

200 500 800

finishing 150 225 300 100 150 200 | 200 275 350 100 250 400
HSC 05 PVTiH roughing 150 225 300 = 150 225 300 | 200 500 800 _
finishing 150 225 300 100 150 200 | 200 275 350 | 200 500 800
CBN for cast iron roughing ) 500 750 1000 ) )
uncoated finishing 500 750 1000

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Specialists for roughing steel

Properties

Roughing, stock material removal and
rough finishing in steel

For large working depths and low speeds
With two effective cutting edges

for double economic efficiency

Soft roughing cut

Axial plunging

OJORNOIORNO

WAVEWORX® - BALL NOSE END MILL BODIES

Machining types

Connection types

-

Sizes Page
il diam. 16 mm, r8 126
diam. 20 mm, r10 128
diam. 25 mm, r12.5 130
diam. 32 mm, r16 132
Cutting materials
Carbide grade ISO standard feed per tooth | d.o.c. length thickness radius
Coating
m S “ f (mm) a, (mm) | (mm) s (mm) r (mm)
0.1-0.6 0.6-3.0 15.6 3.18 8
0.1-0.6 0.5-4.0 19.6 4.4 10
P25 | PVML ¥ -|-|-1-1-
0.2-0.8 0.5-4.0 245 5.0 12.5
0.2-0.8 0.5-4.0 30.7 6.3 16
? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing
Zpokolm
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BALL END BULL END MILL CUTTERS

Cutting speed (Vc in m/min)
WAVEWORX® Materia

diam. 16 mm - r8

This new generation of ball nose end mills was developed especially for roughing of gaﬂ:_ide grade

steel: oaung .
. . . . s roughin 150 165 180

o for roughing, removing residual material and pre-finishing of steel P25 PVML ﬁnii’hinf} i

* for deep cavities and low spindle revolutions

* two effective cutting edges double its efficiency

Application

Milling cutter bodies

r I, I, I, d, d,
Threaded shank End Mill Bodies
16275 | 16 |156| 8 |247| - | - | ms |138] 2 A'DB'EC' el 1 B
r
o (Fokoi J—— | 4= ‘
25505 08 500 TV 08-2 T8 500 T8 502
Torx screw for ball nose Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
inserts B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
A > Page 171 scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
Q¢ Q
{o\b &\o""
@ &y | s r M
03 16 850 P25 PVML 15.6 3.18 8 M 2.5

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

P25 PVML

latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
s
126 127 QPOkO]“'
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BALL END BULL END MILL CUTTERS

Milling cutter bodies

WAVEWORX®

diam. 20 mm - r10

This new generation of ball nose end mills was developed especially for roughing steel:

* for roughing, removing residual material and pre-finishing of steel
o for deep cavities and low spindle revolutions
* two effective cutting edges double its efficiency

r I, I, I, d, d,
Threaded shank End Mill Bodies
20275 | 20 |196] 10 |288] - | - | m10 | 18| 2 A'DB'EC' el 1 B
r
(D (POKOLM J——= (4= !
30505 09 500 TV 1-5 T9 500 T9 502
Torx screw for ball nose Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
inserts B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
A > Page 171 scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
Q¢ Q
{o\b &\o""
@ &y | s r M
04 20 850 P25 PVML 19.6 4.4 10 M 3.0

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade
Coating

P25 PVML

Feed per tooth |
d.o.c.

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Cutting speed (Vc in m/min)

Material

Carbide grade o
Coating Application
roughing

P25 PVML finishing

150 165 180

? major application ?minor application

? @ roughing

? ? pre-finishing

? g finishing

Zpokolm
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BALL END BULL END MILL CUTTERS

Milling cutter bodies

WAVEWORX®

diam. 25 mm - r12.5

This new generation of ball nose end mills was developed especially for roughing steel:
* for roughing, removing residual material and pre-finishing of steel

o for deep cavities and low spindle revolutions
* two effective cutting edges double its efficiency

r I, I, I, d, d,
Threaded shank End Mill Bodies
25275 | 25 |245|125(365| - | - | m12 | 21| 2 A'DB'EC' el 1 B
r
o (Fokoi J—— | 4= ‘
40 505K 15 500 TV 2-8 T15 500 T15 502
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
Q¢ Q
{o\b &\o""
@ &y | s r M
05 25 850 P25 PVML 245 5 12.5 M 4.0

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade
Coating

P25 PVML

Feed per tooth |
d.o.c.

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Cutting speed (Vc in m/min)

Material

Carbide grade o
Coating Application
roughing

P25 PVML finishing

150 165 180

? major application ?minor application

? @ roughing

? ? pre-finishing

? g finishing

Zpokolm
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BALL END BULL END MILL CUTTERS

Milling cutter bodies

WAVEWORX®

diam. 32 mm - r16

This new generation of ball nose end mills was developed especially for roughing steel:
* for roughing, removing redsidual material and pre-finishing of steel

o for deep cavities and low spindle revolutions
* two effective cutting edges double its efficiency

r I, I, I, d, d,
Threaded shank end mill bodies
32275 | 32 [307] 16 |492] - | - | m16 | 29| 2 A'DB'EC' el 1 B
r
(D (POKOLM J——= (4= !
40 505 15 500 TV 2-8 T15 500 T15 502
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
Q¢ .
{o\b &\o""
@ &y | s r M
06 32 850 P25 PVML 30.7 6.3 16 M 4.0

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade
Coating

P25 PVML

Feed per tooth |
d.o.c.

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Cutting speed (Vc in m/min)

Material

Carbide grade o
Coating Application
roughing

P25 PVML finishing

150 165 180

? major application ?minor application

? @ roughing

? ? pre-finishing

? g finishing

Zpokolm
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Zpokolm

CUTTERS FOR INSERTS WITH 4 CUTTING EDGES

b REMIUMTOOLS WE KNOW HOW. For finishing and rough finishing operations on HSC 5 axis machines

Properties

@ Double economic efficiency due to
reversible inserts

@ Thanks to special insert geometry ideally suita-
ble for finishing and rough finishing operations
on modern HSC 5 axis machines

@ Optimum utilisation at approach angle

of spindle

Machining types

&

Connection types

G(«rr/(o

Sizes Page
diam. 10 mm, r5 136
diam. 12 mm, r6 138
diam. 16 mm, r8 140
diam. 20 mm, r10 142
Cutting materials
Carbide grade ISO standard feed per tooth | d.o.c. length thickness radius
Coating
m S “ f (mm) a, (mm) | (mm) s (mm) r (mm)
0.1-0.2 0.1-0.3 10 2.5 5
0.12-0.24 0.1-0.3 12 3.0 6
ksivi ¥ |V |V|IVIVIV
0.16 - 0.32 0.1-0.5 16 4.0 8
0.2-0.4 0.1-0.5 20 5.0 10
? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm




© CUTTERS FOR INSERTS WITH 4 CUTTING EDGES © BALL END BULL END MILL CUTTERS

CUTTERS FOR INSERTS WITH Cutting speed (Vc in m/min)
4 CUTTING EDGES Matera

diam. 10 mm - r5

The special insert geometry of these tools makes it ideally suited for finishing and pre- gaﬂ:_ide grade Application ?

finishing operations on modern high-speed milling machines with 5 axes. oaung T - : - - :
The advantage of the insert with 4 cutting edges is: it is reversible, thus it doubles its KOS5 PVTi finishing 150 200 250 | 700 175 250 | 150 175 200 | 100 250 400 35 43 50
productivity.

Optimum cutting conditions can only be achieved with an approach angle of

spindle.

Milling cutter bodies

r I, I, I, d, d,
Threaded shank End Mill Bodies
10210M6 [ 10 [ 10 | 5 [285| - | - [ wme [975| 2 | AXC MO
(o CPoKOLW J—= | [ (% ‘
35520 10 500 TV 1-5 T10 500 T10 502
locating screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
O .'&\(\0"
D @
@ ey d s r M
/\\ 10 10 860 ROHX 1002 K05 PVTi 10 2.5 5 M 3.5

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

KO5 PVTi

latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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136 137




© CUTTERS FOR INSERTS WITH 4 CUTTING EDGES © BALL END BULL END MILL CUTTERS

CUTTERS FOR INSERTS WITH Cutting speed (Vc in m/min)
4 CUTTING EDGES Matera

diam. 12 mm - r6

The special insert geometry of these tools makes it ideally suited for finishing and pre- gaﬂ:_ide grade Application ?

finishing operations on modern high-speed milling machines with 5 axes. oaung T - : - - :
The advantage of the insert with 4 cutting edges is: it is reversible, thus it doubles its KOS5 PVTi finishing 150 200 250 | 700 175 250 | 150 175 200 | 100 250 400 35 43 50
productivity.

Optimum cutting conditions can only be achieved with an approach angle of

spindle.

Milling cutter bodies

r I, I, I, d, d,
Threaded shank End Mill Bodies
210M [ 12 [ 12 | 6 (87| - | - [ me [15]| 2 | AMC Mo
(o CPoKOLW J—= | [ (% ‘
40 520 15 500 TV 2-8 T15 500 T15 502
locating screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
O ,&‘0"
& < d s r M
/\\ 10 12 860 ROHX 1203 K05 PVTi 12 3 6 M 4.0

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

KO5 PVTi

latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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CUTTERS FOR INSERTS WITH 4 CUTTING EDGES © BALL END BULL END MILL CUTTERS

CUTTERS FOR INSERTS WITH Cutting speed (Vc in m/min)
4 CUTTING EDGES Matera

diam. 16 mm - r8

The special insert geometry of these tools makes it ideally suited for finishing and pre- gaﬂ:_ide grade Application ?

finishing operations on modern high-speed milling machines with 5 axes. oaung T - : - - :
The advantage of the insert with 4 cutting edges is: it is reversible, thus it doubles its KOS5 PVTi finishing 150 200 250 | 700 175 250 | 150 175 200 | 100 250 400 35 43 50
productivity.

Optimum cutting conditions can only be achieved with an approach angle of

spindle.

Milling cutter bodies

r I, I, I, d, d,
A B, C,
64| - | - | ms |38 2 | " (MO
(o CPoKOLW J—= | [ (% ‘
50 520 20 500 TV 2-8 T20 500 T20 502
locating screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
®
G’b
& ;&\Q
X @
@ (& d s r M
/\\ 10 16 860 ROHX 16T3 K05 PVTi 16 4 8 M 5.0

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

KO5 PVTi

latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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CUTTERS FOR INSERTS WITH 4 CUTTING EDGES © BALL END BULL END MILL CUTTERS

CUTTERS FOR INSERTS WITH Cutting speed (Vc in m/min)
4 CUTTING EDGES Matera

diam. 20 mm - r10

The special insert geometry of these tools makes it ideally suited for finishing and pre- gaﬂ:_ide grade Application ?

finishing operations on modern high-speed milling machines with 5 axes. oaung T - : - - :
The advantage of the insert with 4 cutting edges is: it is reversible, thus it doubles its KOS5 PVTi finishing 150 200 250 | 700 175 250 | 150 175 200 | 100 250 400 35 43 50
productivity.

Optimum cutting conditions can only be achieved with an approach angle of

spindle.

Milling cutter bodies

I3 |1 I1 dZ d3
A B, C,
369 - | - | M0 |18 2 | M IMOIR
(o CPoKOLW J—= | [ (% ‘
50 520 20 500 TV 2-8 T20 500 T20 502
locating screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® | compatible bit f. Torque
scale, C > Page 173 D > Page 173 Vario®, E > Page 174
Indexable inserts
*
G’b
O Q
(o‘b ?,}\&@
@ (& d s r M
/\\ 10 20 860 ROHX 2004 K05 PVTi 20 5 10 M 5.0

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

KO5 PVTi

latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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QUADWORX® HIGH FEED RATE CUTTERS

Feed rate squared - maximum economic efficiency for universal use

Properties Machining types
@ Universal use in high-feed rate cutters
@ Very high removal rates and extremely soft cutting

A
for more machine capacity
@ 4 cutting edges / insert for highly economical use '
@ Twisting is eliminated by positioning of the inserts @ @ a

via a second flank and 90° positioning

@ Maximum process reliability with uninterrupted
cutting due to secure positioning of the inserts

@ With wiper edge and large radius very high surface Connection types
qualities are achieved in the rough machining stage
=8 &
. OPlug®
Practical video Sizes Page
© QUADWORX® M S: diam. 14-25 mm 146
in1.2312/ M: diam. 22 - 52 mm 149
40CrMnMoS8-6 L: diam. 35-80 mm 152

Cutting materials

corner radius
to be programmed

m S f (mm) ap(mm) | (mm) r, (mm)
P40 PVTi

s || % || - ||| 02-15 0.2-05 7.0 13 M40 PVST

HSCO5 PVTi

ISO standard feed per tooth | d.o.c. length

Size Carbide grade | coating

P25 PVTi
P40 PVTi
M | VI % | - ||| 03-20 0.2-1.2 9.0 15 P40 PVGO
M40 PVST
K10 PVTi

P25 PVTi
P40 PVTi

L | WIS || - ||| 03-25 0.25-1.5 10.0 23 P40 PVGO

M40 PVST
K10 PVTi

? major application @minorapplication ? ? roughing V ? pre-finishing ? ? finishing

Zpokolm




RX® © HIGH FEED RATE CUTTERS (HSC)

Indexable inserts
62,
QUADWORX® & e
. & 34 | s r M

Size S

0247837 | SDMX 070205 SN HSC 05 PVTi 7 238 05 M2.5
» four cutting edges per insert for extremely efficient operations
* very big metal removal rates and extremely easy cutting 0247842 | SDMX 070205 SN P40 PVTi 7 238 0.5 M2.5
* as a standard, every tool has our patent protected incorporated insert seats and

internal coolant supply
* allows extremely high feed rates per tooth up to fz=1.5 mm el [ ra————— - -~ y 5 Qs A5
Milling cutter bodies

Feed per tooth (fz) | d.o.c. (ap)

1 2 3
Material
DuoPlug®
BCD Carbide grade Feed per tooth |
216247SG | 16 | 7 |13*| 31 | 1 - M 10 15 | 2 B a] TP Coating
. A.C.D, - _ f,
318247SG| 18 | 7 |1.3*| 31 1 - M 10 15 | 3 EF w4 TS HSC 05 PVTi a, (mm) - - 0.205 - -
A CD, : - f, (mm) 0.2-1.5
320247SG| 20 | 7 |13*| 33 | 1 - M12 |[186] 3 EF ] TS P40 PVTi a, (mm) el - 8 . B}
. A CD, = f, (mm) 0.2-1 0.2-0.8
4252475G| 25 | 7 |13*| 35 | 1 - M16 |235]| 4 EF Ll T M40 PVST a, (mm) - 0105 - - 0105

Cutting speed (Vc in m/min)
Threaded shank end mill bodies

Material

d 214247 | 14 | 7 |13*|285| 1 | - Mg |138] 2 B'EC'FD' Ving O
3 1
d, 216247 | 16 | 7 |13+ |285| 1| - | wms |138] 2 B'EC'FD' il 1
318247 | 18 | 7 |1.3*[285] 1 me |138] 3 | ACD | ¥inao Carbide grade Application
% ) ) i : E F ! Coating pp
A roughing ) 100 200 300 ) )
. 320247 20 | 7 |13*|285| 1 | - | m10 |18 | 3 A'EC'FD' a7 [ SIS T finishing : -
_~l : - roughing 100 175 250 i i i i
7 " 425247 25 | 7 |13*|325| 1 | - | m12 | 21| a | ACD | ¥ kel finishing -
| \z : : E F ! M40 PVST roughing _ 80 145 210 _ _ 40 65 90
d, finishing 120 185 250 60 90 120

Extended operation data

o o ok — | (__g= — L pungng | e

25500 25500 K 07 500 TV 04-1 T7 500 T7 502
Torx screw Torx screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
A > Page 171 B > Page 171 C > Page 172 Vario®-S with window for Torque Vario® Torque Vario® \ B
scale, D > Page 173 E > Page 173 F > Page 174 =<
> L
@
2 o/
d Y
1 d, )
D min/max
Cutter diam. Cutter diam. o Cutter diam.
d1 Dp Xmax d1 o y d1 I)min Dmax
14 3.7 1 14 <13.5 4 14 18 28
16 5.7 1 16 <8.8 6 16 22 32
18 1.7 1 18 <6.6 8 18 26 36
20 9.7 1 20 <5.2 10 20 30 40
* . 25 14.8 1 25 <33 15 25 40 50
corner radius to be programmed

latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing V ? pre-finishing ? g finishing
s
146 147 qukO]III
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© QUADWORX® © HIGH FEED RATE CUTTERS (HSC)

Technical information

_ _ measuning
f .4 T Forthe CAD/CAM set-up please program 1.3 mm corner radius (r)).
'ri._-..'-_' : "‘ The remainder of the material is theoretically 0.51 mm (1).
ilg| 1 Please use ,d " for tool length measurement.
| T 1
= 2 §

QUADWORX®

Size M

 four cutting edges per insert for extremely efficient operations

* very big metal removal rates and extremely easy cutting

* asa standard, every tool has our patent protected incorporated insert seats and
internal coolant supply

o allows extremely high feed rates per tooth up to fz=2.2 mm

Milling cutter bodies

22224856 | 22 | 9 |15+ [355)15| - | m12 |185] 2 A'DB'EC' ] | Fy o
32524856 | 25 | 9 |15%| 40 [15 | - | mie |235| 3 | AR I Mg el

Threaded shank end mill bodies

222248 22 | 9 |15 20 |15] - | m10 | 18] 2 A'DB'EC' ] [ Lo
d; 325248 25 | 9 (15733 [15| - | mn2 |2 |3 | ARSI Maeg
dz A é C

430248 | 30 | 9 [15%| 42 [15| - [ m16 |29 | a | APC MmOy
= 432248 |32 | 9 |15¢| 42 [ 15| - | m16 |20 4 | ABC | ¥paey

: : D, E ‘

_Nl - " A B, C Iﬁ !
435248 | 35 | 9 |15%| 42 | 15| - M16 | 29 | 4 0 [ 1 [ off

il I \s -
d, 535248 | 35 | 9 |15%| 42 | 15| - | M16 | 29 | 5 A'DB'EC' al | L
542248 | 42 | 9 |15%| 42 | 15| - M16 | 29 | 5 A'DB'EC' Lal 1 1o
Shell-type milling cutter bodies

542348 | 42 | 9 |15 (42515 | - |diem.16 [ 35 | 5 | AP | Ymeo
652348 | 52 | 9 |15+ [525| 15| - |diam22| 40 | 6 A'DB'EC' ] Lo/

POKOLM - CSE \

latest items!

available as long as stock lasts on request I_KI stock item, subject to confirmation

30500 10 500 TV 1-5 T10 500 T10 502
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit | Compatible bit f. Torque
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® Vario®
scale, C > Page 173 D > Page 173 E > Page 174

? major application ?minor application

? @ roughing

? ? pre-finishing

* corner radius to be programmed

? g finishing

148

149

Zpokolm
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IGH FEED RATE CUTTERS (HSC)

Indexable inserts
bz
e{b
.6@ .QQ
o O
& ® s r M
0348842 | SDMX 09T307 SN P40 PVTi 3.5 0.7 M 3.0
0348846 | SDMX 0971307 SN P40 PVGO 3.5 0.7 M 3.0
0348852 | SDMX 09T307 SN P25 PVTi 3.5 0.7 M 3.0
03 48 860 SDHX 09T307 SN K10 PVTi 3.5 0.7 M 3.0
03 48 848 SDMT 097307 SN P40 PVGO 3.5 0.7 M 3.0
03 48 896 SDMT 097307 SN M40 PVST 3.5 0.7 M 3.0

Material
Carbide grade Feed per tooth |
Coating
P40 PVTi a, (mm) 0.3-1 : ) )
P40 PVGO ;p ((r;r:])) 3;31? - : ]
P25 PVTi ;,, ((Tnn)) 8;§:$ - - )
K10 PVTi ;,, ((mn)) - - gg%% )
M40 PVST }p ((m) - i - 0507

Cutting speed (Vc in m/min)

Material

Carbide grade s
Coating Application
P40 PVTi roughing 100 175 250 ] ) )
finishing 5
P40 PVGO roughing 100 150 200 : - -
finishing 5
P25 PVTi roughing 100 140 180 - - :
finishing 5
K10 PVTi roughing ) - 150 175 200 :
finishing -
roughing ) 80 145 210 ) 40 65 90
MAOPVST| finishing 120 185 250 60 90 120

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Extended operation data

T T TR

J —
>
® 7\ ‘
U
Y
d1 d1 .
D min/max
Cutter diam. Cutter diam. Cutter diam.
d1 Dp Xmax d1 a y d1 I)min Dmax
) 7.1 15 2 <137 6 Y] 285 44
25 9.8 1.5 25 <9.2 9 25 34.5 50
30 14.7 1.5 30 <5.8 14 30 44.5 60
32 16.7 1.5 32 <4.9 16 32 48.5 64
35 19.7 1.5 35 <43 19 35 54.5 70
42 26.5 1.5 42 <3.1 26 42 68.5 84
52 36.5 15 52 <21 36 52 88.5 104
Technical information
_ _ measuning
Te gy R For the CAD/CAM set-up please program 1.5 mm corner radius (r ).
s : - The remainder of the material is theoretically 0.65 mm (1).
o E ' Please use ,d " for tool length measurement.

j= =

J |

&%

? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
Zpokolm

PREMIUMTOOLS. WE KNOW HOW.




© QUADWORX® © HIGH FEED RATE CUTTERS (HSC)

Indexable inserts
be.
QUADWORX® & e
. & 34 | s r M

Size L

0449842 | SDMX 100510 SN P40 PVTi 10 5 1 M 4.0
* four cutting edges per insert for extremely efficient operations
* very big metal removal rates and extremely easy cutting 0449846 |  SDMX 100510 SN P40 PVGO 10 5 1 M 4.0
* as a standard, every tool has our patent protected incorporated insert seats and .

internal coolant supply 0449852 | SDMX 100510 SN P25 PVTi 10 5 1 M 4.0

* allows extremely high feed rates per tooth up to fz=2.5 mm arcema | S s < i - 5 : A

0449896 | SDMT 100510 SN M40 PVST 10 5 1 M 4.0

Milling cutter bodies

1 2 3
End mill bodies with thread connections Feed per tooth (fZ) I d.o.c. (ap)
Material
d; 335249 | 35 | 10 |23*| 42 | 25 | - M16 | 29 | 3 A'DB'EC' ving
d, A B C Carbide grade Feed per tooth |
442249 | 42 10 [2.3*| 42 | 25 - M 16 29 4 ‘D ‘E ! Ml?l Q] Coating ‘;@é
= . f, (mm) 0.5-2.5
=4 ] P40 PVTi a, (mm) GEHiE = - - -
. - f, (mm) 0.5-2.5
‘YL | P40 PVGO a, (mm) 0315 - - - -
A
g ; f, (mm) 0.5-2.5
d; P25 PVTi a, (mm) 0315 - - - -
. f (mm) 0.5-2.5
Shell type milling cutter bodies K10 PVTi a, (mm) ) ) 0.3-1.7 ) )
. . A, G E, ; f, (mm) 0.35-1.5 0.35-1
442349 | 42 | 10 [23*| 42 | 25| - | diam.16 | 35 | 4 EH ial i -] M40 PVST a, (mm) - 0.25-15 - - 0.25-0.9
552349 | 52 | 10 [23*| 52 (25| - |dam22 |40 | 5 | P05 | ¥ma
766349 | 66 | 10 [23*| 52 | 25| - | diam.27 | 48 | 7 B'GD'IE' ] [T Cutting speed (Vc in m/min)
. D : Material
880349 | 80 | 10 |23*| 52 | 25| - | diam.27 | 60 | 8 P il ([
. Carbide grade s
* corner radius to be programmed Coating Application
— — ; roughing 100 175 250 B ) ) )
(o [ (POKOM J——= | (POKOM J——= | [ {7 PAOPVIL | finishing :
40505 K 40505 P 15 500 15500 P V2.8 T15 500 P40 PVGO mg;‘l':g 100 150 200 - - - -
Torx screw Torx screw Torx-screwdriver Torx-screwdriver (Torx- Screwdriver torque | Torx interchangeable - roughing 100 140 180
A > Page 171 B > Page 171 C> Page 172 Plus) Vario®-S with window | bit for Torque Vario® P 2 finishing = . _ i .
D > Page 172 scale, E > Page 173 F>Page 173 i
9 g g K10 PVTi rt_)u_gh_mg _ ) 150 175 200 _ )
finishing -
roughing - 80 145 210 - - 40 65 90
‘ | M40 pvST finishing 120 185 250 60 90 120
T15 500 P T15 502 T15502 P
Torx interchangeable bit for | Torx MagicSpring compa- | Torx MagicSpring compa-
Torque Vario® tible bit f. Torque Vario® | tible bit f. Torque Vario®
G > Page 173 H > Page 174 I > Page 174
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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© QUADWORX® © HIGH FEED RATE CUTTERS (HSC)

Extended operation data

T T TR

l —
>
® = N e ®
2 o/
Y
d, d,
D min/max
Cutter diam. Cutter diam. o Cutter diam.
d1 I)p Xmax d1 o y d1 Dmin Dmax
35 17.7 2.5 35 <8.3 17 35 52 70
42 24.7 2.5 42 <5.9 24 42 66 84
52 34.7 2.5 52 <4.2 34 52 86 104
66 48.7 2.5 66 <29 48 66 114 132
80 62.7 2.5 80 <2.3 62 80 142 160

Technical information

d, measunng
e PIL AN - e For the CAD/CAM set-up please program 2.3 mm corner radius (r ).
s : - The remainder of the material is theoretically 0.83 mm (1).
: E ' Please use ,d." for tool length measurement.
= ==
28
&%
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation

TRIGAWORX® HIGH FEED RATE CUTTERS

Specialist for maximum chip removal rates at extreme working depths

Properties

@ Extremely high feed rates for maximum chip
removal rate

3 cutting edges for effective use and
optimum economic efficiency

Polygonal insert shape minimises vibrations
Extremely smooth running even at large
working depths and in the deepest contours
Prevents wear on the machine and tool

® OO0 ©®

Practical video
© TRIGAWORX®

in 1.2343 /H11/
X38CrMoV5-1

ﬁa’)

-

¥ o

Cutting materials

Machining types
A

Connection types

=8s

il
mid

Sizes Page
S: diam. 16 - 25 mm 156
M: diam. 25 - 52 mm 158
L: diam. 32 - 80 mm 161

corner radius
ISO standard feed per tooth | d.o.c. length tob N d
Size 0 b€ programme Carbide grade | coating
m ° n fZ (mm) aP (mm) ! (mm) rP (mm)
HSCO5 PVTi
S - - - - 03-1.5 0.15-0.6 7.0 1.5
? ? P40 PVTi
HSCO5 PVTi
M- - -] - || 05-20 0.2-1.0 103 19 P25 PVTi
P40 PVTi
- e e 0.5-3.0 0.3-1.2 143 46 P40 PVTi
? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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© TRIGAWORX® © HIGH FEED RATE CUTTERS (HSC)

Milling cutter bodies

TRIGAWORX®

Size S

* allows extremely high feed rates per tooth up to fz=1.5 mm

* better utilization of insert because of its 3 effective cutting edges
* very smooth operation, especially in deep slots or profiles
Especially for roughing operations

I1 dZ d3
DuoPlug®
d 21627256 | 16 | 7 |15+ (385 1 | - | miwo |15 | 2 AECD I vpag e
3 U
d,
5 i
| |
Il — \;
Ll
_Nl ®
N
d;
Threaded shank end mill bodies
n 216272 | 16 | 7 |15¢|28s5| 1 | - | wms |138] 2 A%%u wal 1 e
e, 320272 20 | 7 |15*|285] 1 mM10 | 18 | 3 A%%Q il [T
asaa| 25 | 7 [1st|32s| 1 [ - [ Mz |21 | a4 |ABRCD Mo
* corner radius to be programmed
i) (CPoKoLH J——— (4w ‘ ab
25500 07 500 TV 04-1 T7 500 T7 502 12510
Torx screw Torx-screwdriver Screwdriver torque Torx interchangeable bit Torx MagicSpring clamping claw for
A > Page 171 B > Page 172 Vario®-S with window for Torque Vario® compatible bit f. Torque Trigaworx® S
scale, C > Page 173 D > Page 173 Vario®, E > Page 174 F > Page 174
Indexable inserts .
4 ®
& ®
‘-:Qz {6\6z 6‘&9
& ® | s r M
02 72 835 WDHX 070205 SN HSC 05 PVTi 7 2.38 M 2.5
02 72 840 WDHX 070205 SN P40 PVTi 7 2.38 - M 2.5

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Feed per tooth (fz) | d.o.c. (ap)

Material
Carbide grade Feed per tooth |
Coating
H fZ . .
HSC 05 PVTi ap (mm) 0.3-0.45 o - _ _
. f, (mm) 0.9-1.5
P40 PVTi a (mm) 0.45-0.6 - - - -

Material

Carbide grade
Coating

Application

. roughing 150 225 300 ) _ _ )
HSCOSPVII|  finishing -

P40 PVTi roughing 100 125 150 ) _ ) )
finishing =

Extended operation data

T T TR

\
o< >
a)
Y
di di d;
D min max
Cutter diam. d1 D, ) Cutter diam. d1 o y Cutter diam. d1 D_. D,
16 8.8 1 16 <14 4 16 20 32
20 12.8 1 20 <7.1 8 20 28 40
25 17.8 1 25 <4.4 13 25 38 50

Technical information

For the CAD/CAM set-up please program 1.5 mm corner radius (r).
The remainder of the material is theoretically 1.0 mm ().
Please use ,d " for tool length measurement.

? major application ?minor application

? @ roughing V ? pre-finishing ? g finishing
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© TRIGAWORX® © HIGH FEED RATE CUTTERS (HSC)

Milling cutter bodies

TRIGAWORX®

Size M

* allows extremely high feed rates per tooth up to fz=2.0 mm

* better utilization of insert because of its 3 effective cutting edges
* very smooth operation, especially in deep slots or profiles
Especially for roughing operations

} d, 4,
DuoPlug®
" 22527356 | 25 [103|1.9* [475[ 15| - | mie |235] 2 [AECP I mmg o
4, :
I
GpeRatn
I — \;
I _ 1] )
- ®
t NS
d,
Threaded shank end mill bodies
d; 225273 | 25 [103[1.9*(325| 15| - M12 |[225] 2 A'BE'CF' D, vina @
\dz\ :
330273 | 30 [103[1.9% 425 15 | - | m16 |20 | 3 [ABCDImpgey
335273 | 35 [10.3|1.9* [425]| 15| - M 16 29 | 3 A'BE'CF' D, pN] [ [of
435273 | 35 [103[ 197|425 15 | - | mi6 |29 | a4 |ABCDIMpgey
442273 | 42 [103[19%|425| 15| - | M6 |29 | 4 |A BE CF D.| ¥ ng
shell type milling cutter bodies * corner radius to be programmed
:3 442373 | 42 [103[1.9* 42515 [ - [diam 16| 35 | 4 |ABCDImpg
2 1
552373 | 52 [10.3]1.9%|525| 15| - | diam22 | 40 | 5 |A BE CF D, Ve @
o - | (= ‘
30 500 35511 10 500 TV 1-5 710 500 710 502
Torx screw locking screw Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
A > Page 171 B > Page 171 C>Page 172 Vario®-S with window for Torque Vario® Torque Vario®, F >
scale, D > Page 173 E > Page 173 Page 174

latest items!

available as long as stock lasts

on request

Iﬁ stock item, subject to confirmation

Indexable inserts

Y

(o""bz
(}‘\6\6@ (_,07;@% | s r M
0373835| WDHX 100310 SN HSC 05 PVTi 10.3 34 M 3.0
0373840 | WDHX 100310 SN P40 PVTi 10.3 34 - M 3.0
0373850 | WDHX 100310 SN P25 PVTi 10.3 34 M 3.0

Feed per tooth (fz) | d.o.c. (ap)

Material
Carbide grade Feed per tooth |
Coating
i f, (mm
HSC 05 PVTi a, (mm) 0.3-065 - - -
. f, (mm) 1.25-2
P40 PVTi a (mm) 0.65-1 - - -
. f, (mm) 1.252
P25 PVTi a, (mm) 0.65-1 - - -

Material

Carbide grade

Coating

Application

HSC 05 PVTi roughing 150 225 300 ) ] -
finishing S

P40 PVTi roughing 100 125 150 } ) :
f|n|sh|.nq -

P25 PVTi roughing 150 165 180 ] ) -
finishing -

Extended operation data

T T TR

\
>
Y
di d d
D min max
Cutter diam. Cutter diam. o Cutter diam.
d1 Dp Xmax d1 @ y d1 Dmin Dmax
25 16.2 1.5 25 <12 7 25 32 50
30 21.2 1.5 30 <71 12 30 42 60
35 26.2 1.5 35 <5 17 35 52 70
42 33.2 1.5 42 <3.6 24 42 66 84
52 43.2 1.5 52 <2.5 34 52 86 104
? major application ?minorapplication ? @ roughing V ? pre-finishing ? g finishing
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© TRIGAWORX® © HIGH FEED RATE CUTTERS (HSC)

Technical information

r TRIGAWORX
2 For the CAD/CAM set-up please program 1.9 mm corner radius (r ). ) G 0 ®
\ The remainder of the material is theoretically 0.8 mm (). Size L
Please use ..‘-'ipH for tool length measurement. * allows extremely high feed rates per tooth up to fz=3.0 mm

* better utilization of insert because of its 3 effective cutting edges
* very smooth operation, especially in deep slots or profiles
Especially for roughing operations

Milling cutter bodies

d 232274 | 32 |1a3 |46+ [a25| 2 | - | m16 | 20| 2 A'BE'CF'D' ] Lo
2 ]

Shell type milling cutter bodies

gs 452374 | 52 |143|46%|525] 2 | - |diam.22 | 40 | 4 |A BE CF Dl ¥ipa o
2 '
466374 | 66 [143(46*(525| 2 | - [dam27 | 48 | 4 |ABCDIMBaoy
580374 | 80 |14.3|46*|525| 2 | - |diam27 | 60 | 5 A BE CF D ¥ pmoy
_ S B T
= ol (FokotiJ—— | (s :
45500 10510 20500 TV 2-8 T20 500 T20 502
Torx screw locking washer Torx-screwdriver Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
A > Page 171 B > Page 172 C> Page 172 Vario®-S with window for Torque Vario® Torque Vario®
scale, D > Page 173 E > Page 173 F > Page 174
Indexable inserts o
z"'{\\ e(;\
R {0\6 ’b"&\g
@ &y | s T M
04 74 840 WDHX 140420 SR P40 PVTi 143 4.76 - M 4.5

* corner radius to be programmed
latest items! available as long as stock lasts on request I_KI stock item, subject to confirmation ? major application ?minor application ? @ roughing ? ? pre-finishing ? g finishing
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© TRIGAWORX® © HIGH FEED RATE CUTTERS (HSC)

Feed per tooth (fz) | d.o.c. (ap)

Material

Carbide grade Feed per tooth |
Coating d.o.c.

P40 PVTi

Cutting speed (Vc in m/min)

Material

Carbide grade

Coating Application

roughing

SR finishing

Extended operation data

T T TR

——
>
>
w Y
di di di
D min max
Cutter diam. Cutter diam. o Cutter diam.
d1 Dp Xmax d1 a y d1 Dmin Dmax
32 17.4 2 32 <11.3 10 32 42 64
52 37.4 2 52 <3.8 30 52 82 104
66 51.4 2 66 <2.6 44 66 110 132
80 65.4 2 80 <2 58 80 138 160
Technical information
:rp d‘] .
s W | For the CAD/CAM set-up please program 4.6 mm corner radius (r ).
N P ' . P i
M W imrea ) The remainder of the material is theoretically 2.3 mm (1).
= g Please use ,d_ " for tool length measurement.
L-
-d =
latest items! available as long as stock lasts on request M stock item, subject to confirmation

SLOTWORX® HIGH FEED RATE CUTTERS

With highly modern cutting edge geometry for universal applications

Properties

@ For high-feed hard machining of all materials
up to 60+2HRC

@ PVTiH coating especially suitable for machining
die steels such as 1.2714

@ Extremely long tool life and smooth running
due to adapted rake face geometry

Practical video

Machining types

s/
& il

Connection types

SLOTWORX® M
High Feed
in 1.2738
Sizes Page
|M: diam. 16 - 52 mm 164 |
Cutting materials
4
ISO standard feed per tooth | d.o.c. length thickness comer racius
. ) to be programmed
Carbide grade | Coating
m S f (mm) ap(mm) | (mm) s (mm) r, (mm)
HSC 05 PVTi ¥V -V -|-|¥V| 0318 0.1-07 10 3.58 14
HSC 05 PVTiH ¥ -|¥|-]|-|¥] o03-18 0.1-0.7 10 3.58 1.4
P40 PVGO N |-|-|-1]-]-1] 0315 | 05-16 10 3.58 14
K10 PVGP - - || -] - || 015-12 | 02-15 10 3.58 14
gmajor application ?minorapplication ?@ roughing VE pre-finishing ?g finishing
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OTWORX® - K15° © HIGH FEED RATE CUTTERS (HSC)

Milling cutter bodies

SLOTWORX® - K15°
Size M - diam. 16 - 52 mm

Shell illi tter bodi
Exceptionally suitable for High Feed Machining of hardened materials up to 60+2HRC.

. . . . . . B,C,D, .
PVTiH Coating well suited for milling of die steels, f.e. 1.2714. :3 542367 | 42 | 10 | 1.4 | 43 | 25| - | diam.16 | 35 | 5 allial (1)
Extremely long life time and high running smoothness because of the adapted cuttin :
y long g g p g | . B.CD, | ¢y
surface geometry. g 652367 | 52 | 10 | 1.4 | 53 | 25| - | diam.22 | 40 | 6 EF 1o
Cipokolimn
= = =
) ] —
d, r
Milling cutter bodies - - —
i i (PoKOLH J}—— (4%
25 505 KP 25505 P 08 500 P TV 08-2 T8 500 P T8 502 P
r I, l, L d, d, Torx screw Torx screw for Slotworx M| Torx-screwdriver (Torx- Screwdriver torque | Torx interchangeable bit|  Compatible bit f.
A > Page 171 B > Page 171 Plus) Vario®-S with window for Torque Vario® Torque Vario®,
DuoPlug® C > Page 172 scale, D > Page 173 E > Page 173 F > Page 174
d, 2162675G| 16 | 10 | 1.4 | 38 [ 25 | - M10 | 15 | 2 A'EC'FD' wa] T o
d,
] 220267SG| 20 | 10 | 1.4 | 40 | 25 | - M12 |[186] 2 A'EC'FD' d] TP o Indexable inserts ©
?@@kﬂm 1 "b
(&
= 3252675G | 25 [ 10 |14 [ a3 |25 | - [ mie |25 3 | 9D | MEo o« &
E, - : & & | s r M
i
- ‘i 2 04 67 835 HF | XDEW 10T3 SR HSC 05 PVTi 10 3.58 1.4 M 2.5
04 67 836 HF |  XDEW 10T3 SR HSC 05 PVTiH 10 3.58 1.4 M 2.5
fhcadedisiankendimillibodics 04 67 848 HF | XDMT 10 T3 TR P40 PVGO 10 3.58 14 M 2.5
216267 | 16 | 10 | 1.4 | 29 | 25 | - M8 [13.8] 2 A'EC'FD' il [ o
0 04 67 862 HF | XDMT 10 T3 TR K10 PVGP 10 3.58 1.4 M 2.5
220267 20 | 10 | 14| 29 | 25| - M 10 18 | 2 A'EC'FD' ving
A CD, '
320267 20 | 10 | 1.4 | 29 | 25 | - M 10 18 | 3 EF Vg @ Feed per tooth (fz) | d.o.c. (ap)
325267 | 25 [ 10 [ 14|33 | 25| - | M1z |21 |3 | ASD I vinae Material
_ A CD, ' Carbide grade Feed per tooth |
425267 | 25 | 10 | 1.4 | 33 | 25 M 12 21 | 4 EF Ve @ Coating
B,C,D, .
432267 | 32 | 10 | 14| 43 | 25| - M 16 29 | 4 EF Ving O HSC 05 PVTi f, (mm) 0.5-16 ] 0.4-1.8 ] ]
5D a, (mm) 0.15-0.7 0.15-0.7
532267 | 32 | 10 | 14 | 43 | 25| - M 16 29 | 5 'E,'F i [ 1 | R f (mm) 0.5-1.6 ] 0.4-1.8 _ _
—— a, (mm) 0.15-0.7 0.15-0.7
542267 | 42 | 10 | 1.4 | 43 | 25| - M 16 29 | 5 el T f (mm) 0.3-
E,F P40 PVGO : e - - - -
a, (mm) 0.5-1.6
Plain shank end mill bodies K10 PVGP afz ((r:]rrr];)) - R g;} _E, - -
p Lo
& 23216167G| 16 | 10 | 1.4 | 32 | 2.5 | 165 | diam. 16 | - 2 A‘EC'FD‘ ving
= 340201676G| 20 [ 10 | 1.4 | 40 | 25 | 165 | diam.20 | - | 3 | M50 I maoy Cutting speed (Vc in m/min)
350251676G | 25 | 10 | 1.4 | 50 | 2.5 | 225 | diam. 25 | - | 3 A'EC'FD' Vg et il
B 45025167G| 25 | 10 | 1.4 | 50 | 2.5 | 225 | di AGD |y
. . jam.25 | - 4 EF O
5 _* gz::;:s Bl Application
di et n
= . roughing 120 210 300 i 100 200 300 i i
LHSES finishing - .
. roughing 120 210 300 . 100 200 300 i i
HSC 05 PVTiH finishing i -
roughing 100 150 200 )} ) ) )
U finishing -
roughing _ ) 150 185 220 _ )
LI finishing -
NEW] |atest items! available as long as stock lasts ? | onrequest stock item, subject to confirmation major application minor application roughing pre-finishing inishing
| ¥ \ lcation ¥ 7 rough ¥ 7 preinish ¥ 7 finish
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© SLOTWORX® - K15° © HIGH FEED RATE CUTTERS (HSC)

Extended operation data

SLOTWORX® HP HIGH FEED RATE CUTTERS

— High performance chip removal rates in hard machining
T e
Properties Machining types
® @ One insert carbide grade for soft and hard
> ® > - 0
o ® ayge 7 machining
— @ Real corner radius for true to contour machining
@ High-precision ground indexable inserts '
di Y ds @ Maximum cutter body stability due to '
ds D min max negative axial angle
@ High number of teeth on smallest tool diameter
Cutter diam. d1 X Cutter diam. o y Cutter diam. B b @ (Can replace solid carbide tools in some areas
16-52 25 el el e e Connection types
16 <24.5 5.3 16 213 32
20 <14.5 9.3 20 293 40
25 <8 143 25 393 50
32 <5 213 32 53.3 64
42 <3 313 42 733 84
52 <25 413 52 933 104
Sizes Page
[s: diam. 10 - 25 mm 168 |
e
4 o =
T=
Cutting materials
ISO standard feed per tooth | d.o.c. length thickness radius
Carbide grade | Coating
m S f (mm) ap(mm) | (mm) s (mm) r (mm)
HSC 05 PVTi Y Y| - Y | 00s5-07 0.05-0.4 6.2 2.2 2
HSC 05 PVTiH Y Y| - | 005-07 0.05-0.4 6.2 22 2
HSC 05 PVDiaN = - | - | 005-07 0.05-1.0 6.2 2.2 2
latest items! available as long as stock lasts on request I_KI stock item, subject to confirmation ? major application ?minorapplication ? @ roughing ? ? pre-finishing ? g finishing

Zpokolm
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© SLOTWORX® S HP © HIGH FEED RATE CUTTERS (HSC)

Milling cutter bodies

SLOTWORX®HP

. d
Size S - HP 5
. . Plain shank end mill bodies
Excellent for use on small HSC machines and machining centers. _ 50D ;
* due to high number of flutes very high feedrates are possible d 23010166G | 10 | 6.2 | 2 | 30 | 0.7 | 70 | diam.10 | 9.75| 2 ™" /™ Vina 3 O1F
. » offers a real corner radius for close contour work ABCD ‘,
i 33612166G | 12 | 62 | 2 | 36 | 07 | 81 | diam.12 |[11.5| 3 |™ 2™ vina 88 O
44816166G | 16 | 62 | 2 | 48 | 0.7 | 96 | diam.16 |[155| 4 A'BE'% D\ e g8 ©1F
ds -
Milling cutter bodi
1lling cutter bodies ] a, _7f
r 1. A, L 4, d,
DuoPlug® U;D = L/\?El % v
A B, C,D, } _ 21500 P 06 500 P TV 08-2 TV 500 76 500 P 76 502 P
ds 31226656 | 12 | 62| 2 | 28 | 0.7 | - M7 108 3 EF Mlt' 5 & O1F Torx screw Torx-screwdriver Screwdriver torque Torque Vario® setter | Torx interchangeable bit null
ABCD ‘ A > Page 171 B > Page 172 Vario®-S with window adjusting tool for Torque Vario® F > Page 174
d 4162665G| 16 | 62 | 2 | 31 |07 | - M10 | 15 | 4 [T Ve i & O1F scale, C > Page 173 D > Page 173 E > Page 173
= 52026656 | 20 (62| 2 |33 [07| - | miz |186| 5 |ABCD I vimamgE oy
A B, CD, o B s .
5252665G | 25 | 62 | 2 | 35|07 | - M16 |235| 5 EF Vina BB & ©1F Indexable inserts ©
G’b
X .(\Q
S 2
@‘\o 3 | s r M
0266 835R20 | XCHW 062220 EN HSC 05 PVTi 6.2 2.2 2 M2.0
Ut et s bl bofier 0266835R20D | XCHW 062220 EN HSC 05 PVDiaN 62 | 22 2 | m20
d 210266M6 | 10 | 62 | 2 [225] 07 | - M6 [9.75| 2 A'BE'CF'D' Vs 88 O F
— . L 0266 836 R20 | XCHW 062220 EN HSC 05 PVTiH 6.2 22 2 M2.0
d —
L 312266M6 | 12 |62 | 2 (22507 | - | M6 |ns| 3 [ABCDIpagmorpy
416266 | 16 | 62 | 2 |275] 07 ms |138] 4 |AMBCD | VipagmonEy
: 51071 - : EF & O15 Feed per tooth (fz) | d.o.c. (ap)
520266 | 20 | 62| 2 |275[07| - | M10 |18 | 5 A'BE'CF' D | v mu g8 O1F LB
_\ 525266 | 25 [62 [ 2 [ 32|07 | - | mn2 [ 18| 5 |[ABCD \vpapmonpy gf;:::g; grade Feed per tooth |
i f, (mm
HSC 05 PVTi a, (mm) 0.05-0.4 ; 0.05-0.4 ; ;
] f (mm) 0.05-0.7
HSC 05 PVDiaN a, (mm) - - . 0.05-1 )
. f, (mm) 0.05-0.7 0.05-0.7
HSC 05 PVTiH a, (mm) 0.05-0.4 ; 0.05-0.4 ; ;
Cutting speed (Vc in m/min)
Material
Eg:;g; s Application
. roughing 120 210 300 ] 100 200 300 ] ]
LES0OL AT finishing 150 225 300 200 275 350
. roughing _ ) _ 200 500 800 _
1ESU I fnshing 200 500 800
. roughing 120 210 300 ] 100 200 300 ] ]
LESUE AT finishing 150 225 300 200 275 350
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation gmajor application ?minorapplication ?@ roughing V? pre-finishing ?g finishing
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© SLOTWORX® S HP © HIGH FEED RATE CUTTERS (HSC)

Extended operation data

i
EH.
—
\ ><
>
(@) °
T\ d
d LY D min/max
1 - d1
Cutter diam. d1 X o Cutter diam. o° Cutter diam. D D
d1 . y d1 min max
10-25 0.7
10 <2.5 4 10 13 20
12 <2 6 12 17 24
16 <1.6 10 16 25 32
20 <1.2 14 20 33 39
25 <1 19 25 43 49
latest items! available as long as stock lasts on request Iﬁ stock item, subject to confirmation
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Accessories

Torx®screws | Torx®screws

Description

18 500 TorxscrewM 1.8 | L3.7 | T6 M 1.8 L3.7 T6
21500 Torx screwM 2.0 | L4 | T6 M 2.0 L4 T6
21500 P Torx screw M 2.0 | L4 | T 6 Plus M 2.0 L4 T 6 Plus
25500 Torx screw M 2.5 | L5.0 | T7 M 2.5 L5.0 T7
25500 K TorxscrewM 2.5 | L45|T7 M 2.5 L4.5 T7
25505 KP Torx screw M 2.5 | L5.3 | T8 Plus M 2.5 L5.3 T 8 Plus
25505 P Torx screw for Slotworx MM 2.5 | L7.3 | T 8 Plus M 2.5 L7.3 | T8Plus
30500 TorxscrewM 3.0 | L7.0 | T10 M 3.0 L7.0 T10
35500 Torx screwM 3.5 | L7.5 | T15 M 3.5 L7.5 T15
35500L TorxscrewM 3.5 11| T15 M 3.5 1" T15
40505 K Torx screw M 4.0 | L9.35 | T 15 Plus M4.0 | L9.35 |T15Plus
40505 P Torx screw M 4.0 | L 10.58 | T 15 Plus M4.0 | L10.58 [T 15Plus
45 500 Torx screw M 4.5 | L10.0 | T 20 M45 | L10.0 T20
45500 L Torx screw M 4.5 | 14.5 | T 20 M 4.5 14.5 T20
Torx®screws | Torx screws for ball nose inserts
25505 | Torx screw for ball nose inserts M 2.5 | L6.36 | T 8 Plus M 2.5 L 6.36 | T8Plus
30505 | Torx screw for ball nose inserts M 3.0 | L 7.25 | T9 Plus M 3.0 L7.25 | T9Plus
40 505 Torx screw M 4.0 | L10.58 | T 15 M4.0 | L1058 | T15
30522 locating screwM 3.0 | L6.9 | T8 M 3.0 L 6.9 T8
35520 locating screwM 3.5 | L7.6 | T10 M 3.5 L7.6 T10
u:ﬂ 40 520 locating screw M 4.0 | L10.2 | T15 M 4.0 L10.2 T15
50 520 locating screw M 5.0 | L13.5 | T20 M 5.0 L13.5 T20
_ 35510 locking screw M 3.5 | T 15 M 3.5 T15
35511 locking screw M 3.5 | T10 M 3.5 T10
,,, Zpokolm
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ACCESSORIES

Accessories Accessories

Description Description

Additional screws and washers | threaded and tapped bush Torque screwdrivers and accessories | Torque screwdrivers

35500 threaded and tapped bush intern.M 3.5 | extern.M 5 x 0.5 | intern.M | extern.M | hexa.size V15 Screwdriver torque Vario®-S with window scale from Nm | from Nm | up to 5,0 with scale
| hexa.size 3.5 3.5 5x0.5 3.5 1.0 | upto 5,0 Nm | with scale 1.0 Nm
45500 | threaded and tapped bush intern.M 4.5 | extern.M 6 x 0.75| intern.M | extern.M | hexa.size TV 2-8 Screwdriver torque Vario®-S with window scale from Nm | from Nm | up to 8,0 with scale
| hexa.size 4.5 4.5 6x0.75 4.5 2.0 | upto 8,0 Nm | with scale 2.0 Nm
Screwdriver torque Vario®-S with window scale from Nm | from Nm {upto 1,0 .
4 eed 0.4 | up to 1,0 Nm | with scale 0.4 Nm | "ith scale
‘m TV 08-2 Screwdriver torque Vario®-S with window scale from Nm | from Nm | up to 2,0 with scale
0.8 | upto 2,0 Nm | with scale 0.8 Nm
— 710-1 4NM Torque Vario® - S torque screwdriver Torque fixed at 1.4Nm| fixed System | System
Additional screws and washers | hexagon socket set screw ! | suitable for SPINWORX® tools | System DR10 / DR12 1.4Nm DR10 DR12
GWSTPSSISK hexagon socket set screw M ix1.25 | M8x0.75 | hexa. size M 8x1.25 | M8x0.75 ?izze:a‘i
Torque screwdrivers and accessories | Torque Vario® setter adjusting tool
shers | Locking washers TV 500 Torque Vario® setter adjusting tool
10510 locking washer diam. 11 | for M 4.5 diam. 11 [for M 4.5 :
Torque screwdrivers and accessories | Torx bits, standard
16 500 Torx interchangeable bit for Torque Vario® T 6 | L 175 | T6 L175 | max. 0.6
max. 0.6 Nm Nm
Torx interchangeable bit for Torque Vario® T6 IP | L 175 | max. 0.6
Additional screws and washers | shim T6 500 P max. 0.6 Nm T6IP | L175 Nm
09 511 Shim for RDHX 1273 diam. 10 diam. 10 17 500 Torx interchangeable bit for Torque Vario® T 7 | L 175 | 77 L175 |max. 0.9
g ’ ' max. 0.9 Nm Nm
10511 Shim for RDHX 1604 diam. 14 diam. 14 78 500 Torx interchangeable bit for Torque Vario® T 8 | L 175 | T8 L175 |max. 13
max. 1.3 Nm Nm
% B P a
I//‘ 78 500 P Torx interchangeable bit for Torque Vario® T 8 IP | L 175 | T8P L175 | max. 13
max. 1.3 Nm Nm
Torx interchangeable bit for Torque Vario® T 9 | L 175 | max. 2.5
Spanners / screwdrivers | Torx-screwdriver T9 500 max. 2.5 Nm T9 L175 Nm
06 500 HREEEERE T T6 710 500 Torx interchangeable bit for Torque Vario® T 10 | L 175 | 710 L175 | Mmax. 3.8
max. 3.8 Nm Nm
06 500 P Torx-screwdriver (Torx-Plus) T 6 Plus T6 Plus T15 500 | 1o interchangeable bit for Torque Vario® T15 [ L175 | | 45 | | 475 |max 5.5
max. 5.5 Nm Nm
07 500 AR T 5 17 T15 500 P Torx interchangeable bit for Torque Vario® T 15IP | L 175 7151 | L175 | Max. 5.5
| max. 5.5 Nm Nm
08 500 Torx-screwdriver T 8 T8 720 500 Torx interchangeable bit for Torque Vario® T20 | L 175 | 120 L175 |max. 8.0
max. 8.0 Nm Nm
08 500 P Torx-screwdriver (Torx-Plus) T 8 Plus T 8 Plus
POKOLM
09 500 Torx-screwdriver T 9 T9
10 500 Torx-screwdriver T 10 T10
15500 Torx-screwdriver T 15 T15
15500 P Torx-screwdriver (Torx-Plus) T 15 Plus T 15 Plus
20 500 Torx-screwdriver T 20 T20

172 173 OPOkO]m
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ACCESSORIES

Accessories

Description

Torque screwdrivers and accessories | Torx bits with retaining spring

[ s

Torx MagicSpring compatible bit f. Torque Vario® T 6 | L max. 0.6
161502 175 | max. 0.6 Nm T6 | L175 [
16 502 P Torx MagicSpring compatible bit f. Torque Vario® T6 IP | L T61P L175 | max. 0.6
175 | max. 0.6 Nm Nm
17 502 Torx MagicSpring compatible bit f. Torque Vario® T 7 | L 77 L175 | max. 0.9
175 | max. 0.9 Nm Nm
78 502 Torx MagicSpring compatible bit f. Torque Vario® T 8 | L T8 L175 | max. 1.3
175 | max. 1.3 Nm Nm
18502 P Torx MagicSpring compatible bit f. Torque Vario® T 8 IP | L T8IP L175 | max. 1.3
175 | max. 1.3 Nm Nm
i); . . . . -
79502 Torx MagicSpring compatible bit f. Torque Vario® T 9 | L To L175 | max. 2.5
175 | max. 2.5 Nm Nm
710 502 Torx MagicSpring compatible bit f. Torque Vario® T 10 | L 710 L175 | max. 3.8
175 | max. 3.8 Nm Nm
15 502 Torx MagicSpring compatible bit f. Torque Vario® T 15 | L 715 L175 | max. 5.5
175 | max. 5.5 Nm Nm
Torx MagicSpring compatible bit f. Torque Vario® T 20 | L max. 8.0
120 502 175 | max. 8.0 Nm 720 L175 T
715 502 P Torx MagicSpring compatible bit f. Torque Vario® T 15 IP | T151p | L175 |max 5.5
L 175 | max. 5.5 Nm Nm
Clamping claws
12510 clamping claw for Trigaworx® S for M 2.5 for M 2.5
Clamping finger
with
10514 clamping finger for CBN with screw M 4.0 | T 15 screwM | T15
4.0
©@—+
Cleaning paste / copper paste
700043 HTC ceramic paste WS 600 005 Tube 5 grams Tgurgfng




E———
STARTING TORQUES FOR
TORX® SCREWS

with the Pokolm Torque Screwdriver

Allowable starting torques for Torx® screws
in the Pokolm range of accessories.

Thread Torx® size max. starting (GEEIWEVECEIS The new Pokolm torque screwdrivers let you adjust your re-

torque*[Nm] ting torque* . . . .

M1g T 0.4 028 que quired starting torque quickly and easily.

M 2,0 T6 0,62 0,43 Our adjustable torque screwdrivers can be safely operated
M2.5 17/78 128 0.90 E:etgafl;sreuzi/'c:riaela:;lg. readable scale. With interchangeable
M 3,0 T9/T10 2,25 1,57

M 3,5 T10/T15 | 3,45 2,40

M 4 T15 5,15 3,60

M 4,5 T20 7,60 5,30

M 5 T20 10,20 7,10

* Starting torques apply to screws of strength category 12.9 and result in a load
factor of 90% of yield point and are based on a mean friction coefficient of 0.14
pm.

Your advantage:

The defined and reproducible fixture of indexable inserts and clamping elements in our milling cutter bodies ensures opti-
mum retention forces, thus preventing damage to milling cutters, inserts, and screws.

High Standard of Quality: Pokolm uses quality screws and screwdrivers made by leading manufacturers. They are optimally
coordinated with the high-performance capability of our products. All accessories can be found on the following pages.

— Zpokolm
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HIGH-SPEED SPINDLE SYSTEMS

MODERN SPINDLE UNITS FOR
EFFECTIVE MILLINGS RESULTS

Many milling machines - both old and new - have a rela-

tively low maximum speed. Low maximum speed does have
advantages in roughing operations, but are a big drawback
for achieving effective feed rates.Low speed also greatly li-

mits the advantages of modern CNC applications. The results:

much longer machining times and loss of valuable produc-
tion capacities.

We offer a convincing solution for this situation:Pokolm high-
speed spindle systems for the most profitable machining
results.

High-Speed Spindle Systems

A0 o §

LA ESL T Rl ML R

BETTER SURFACE FINISH RESULTS
AND GREATLY IMPROVED CYCLE TIME

The advantages are impressive: higher cutting speeds, utili-
zation of maximum feed rates — even with the smallest end
mills — better surface finish and a great reduction in the need
for EDM. Results: much shorter machining times and full utili-
zation of the CNC advantages.

Pokolm provides various spindle systems for individual ad-
aptation to existing machines and operation requirements.
Operating with an approach angle of these spindles in A and
C direction by using our swivel device, increases the variety
of applications of your milling machine.

Get the maximum speed from your machines with Pokolm-
spindle systems. The result: You save time!

INDUCTIVE SHRINKING TECHNOLOGY

SPINDLE SYSTEMS | SHRINK TECHNOLOGY

ﬁ Ask our service centre about spindles:

- . .
> spare parts swivel devices
repairs CNC machine con-
\ & inspection nection

maintenance

| Please contact us!

WERKZEUGSYSTEME PROZESSOPTIMIERUNG FRASSTRA TEGIEBERATUNG

Shrinking Technology
RS0 o iR

= Tl 3510

FIRST OPERATION: SHRINKING, THEN MILLING

Shrinking Technology convinces everybody compared

with conventional chucking methods from the past. What
counts? Absolute concentricity and highest precision with
extensive extended tool life. Shrinking technology offers a
safe friction-locked connection between tool and tool hol-
der and povides an increased transferable torque. And the
qualification for maximum revolutions is the best precondi-
tion for an optimum surface finish and for reducing costs
for expensive finishing processes.

Compared to coventional milling chucks, shrinking arbors
allow the use of distinctly slim adaptors for machining
components with narrow situations, which would be unexe-
cutable with other tool-holding systems.

Pokolm offers a substantial range of tooling for shrinking
technology: several top-class Induction Shrinking Units,
shrinking arbors for all possible machine connections and
our patent-protected connection system DuoPlug® in com-
bination with our "zero-reach"-shrinking arbors.

Zpokolm
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MATERIAL GROUP CROSS REFERENCES

MATERIAL GROUP
CROSS REFERENCES

European France Great Britain Italia Spain USA European France  GroBbritanni- Italia Sweden Spain USA

Standard AFNOR BS UNI UN.E/LHA  AISI/SAE Standard AFNOR en BS UNI UN.E/LHA  AISI/SAE
L 5 40CrMnNi 40CrMnNi
1.0037 $t37-2 $235)R E34-2 37/23HR | SN400B | Fe360BFU 1311 AE 235 B 1015 R 1.2738 - - - - - - -
2% Mo8-6-4 Mo8-6-4
T 53 . ) 40NiCrMo
1.0044 St44-2 S275JR E28-2 43/25 HR SN 400 B Fe 430 B FN 1412 AE 275 B 1020 % a5 1.2767 45NiCrMo16 | 45NiCrMo16 - - SKT 6 V16KU - - -
= 82 XNiCo
2 1.0050 St50-2G E295 A50-2 4360 SS 490 Fe 490 1550/2172 A 490 - S s 1.6358 - - - - - - - -
g =S Mo18-9-5
% 1.0070 St70-2G E360 A70-2 4360 - Fe 690 1655 A 690 - 1.3401 X120Mn12 - Z120M12 BW 10 SCMnH 1 | G-X120Mn12 2183 F.8251 -
§ SM490 Fe 510/Fe52B GX40NiCr GX40NiCr GX40NiCr | 3330C11/ GX40NiCr GX40NiCr GX40NiCr
o 1.0570 St52-3 $355J2G3 E36-3 50/35 HR 2132/2134 AE 355D 1024 1.4865 . . . SCH 15 . . . -
2 AB;CYAYB | FN/Fe52 CFN 5i38-19 5i38-19 | Si38-19 | 331C40 5i38-19 | Si38-19 | Si38-19
= NiCu30Al
§ 1.1141 Ck15 C15E XC18 080 M 15 S15C C16 1370 C15K 1015/1017 2.4375 | - (NU30AT) NA 18 - - - = Monel K-500
: NMoT6CET
@ 1.1191 Ck45 C4A5E XC 45 080 M 46 S45C C45 1672 CAS5E 1042 / 1045 2 2.4610 . - - NA 45 - - - - Hastelloy C-4
= i) (Almenit 4610)
< NiCr22Mo7Cu
1.1730 C45W C45U Y342/Y3 48 EN 43 B - - 1672 F.114 1045 g 2.4619 = = = = = - - Hastelloy G-3
< (Coralloy 4619)
Rzl NiCr20TiAl Ni-P95-HAT (2HR201; Nimonic 80 A;
1.7131 16MnCr5 16MnCr5 16 MC5 527 M 17 - 16MnCr5 2173/2511 F.1516 5115/5117 D 2.4631 o NC20TA NCF 80A - -
I (Nimonic 80A) (AECMA) HR401,601) HEV 5
] NiCo15Cr15Mo . X
1.2067 100Cr6 102Cr6 Y100C6 BL 3 SuJ 2 - - 100Cr6 L3 == 2.4636 . - - HR 4 - - - - Nimonic 115
AlTi (Dux 4636)
EL-NiCr19Nb
1.2162 21MnCr5 21MnCr5 - - - - - - - 2.4648 . - - - - - - - -
(FoxNibas 70/20)
NiCr19NbMo | NiCr19Fe19 NiCr19Fe19 NiCr19Fe19 | NiCr19Fe19 | NiCr19Fe19 | Inconel 718
1.2307 29CrMoV9 29CrMoV9 - - - - - - - 2.4668 NC19FeNb NCF 718
(Inconel 718) Nb5Mo3 Nb5Mo3 Nb5Mo3 Nb5Mo3 Nb5Mo3 XEV-I
NiCr22Mo9Nb
1.2311 40CrMnMo7 | 35CrMo 8 - - - 35CrMo8KU - F.5263 P20 2.4856 (ll : I(;ZS) NiCr22MO9Nb| NC22FeDNb | NA 43/Na 21 NCF 625  NiCr22MO9NbNiCr22MO9Nb|NiCr22MO9Nb| Inconel 625
ncone
40CrMn Ti99,5
_ 1.2312 - - - - - X210Crw12 P20+1 - - - - - - - - -
o MoS8-6 Q. HB 30-200
= = Ti99,6
12323 | 48CrMoV6-7 - - - - - - - - < - - - - - - - - -
g HB 30-170
= Ti99,7
1.2341 6CrMo15-5 5CrMo16 - - - - - - P4 = - - - - - - - - -
S HB 30-150
X37Cr X37CrMo X37Cr 5 Ti99,8
12343 [X37CrMoV5-1|X37CrMoV5-1|  Z38CDV5 BH 11 SKD 6 H11 I - - - - - - - - -
MoV51KU V5-1 MoV5-1 = HB 30-120
X40CrMo == )
1.2344 X40CrMoV5-1|X40CrMoV5-1|  Z40CDV5 BH 13 SKD 61 VS11KU 2242 X40Cr MoV5-1 H13 - TIAIBVAELI - - TA11 - - - - AMS R56401
90 MnCrV .
1.2842 90MnCrv8 90MnCrv8 90MV 8 BO 2 - 8 KU - F.5229 02 - TiAI5Sn2.5 - T-ASE TA14/17 - - - - AMS 54520
_5 1.2080 X210Cr12 X210Cr12 7200C12 BD 3 SKD 1 - X210Cr12 X210Cr12 D3 %’ 3.7025 Ti1 - - 2TA1 - - - - AMS R50250
3 X205 = _
7= 1.2363 X100CrMoV5 | X100CrMoV5 | Z100CDV5 BA 2 SKD 12 Cr2KU 2260 X100CrMoV5 A2 g 3.7124 TiCu2 - - 2 TA21-24 - - - - -
[=)] r =
£ 81MoCr X100CrMoV5 = TiAl6Sn2
< 1.2369 - - - - - = 613 = 3.7145 . - - - - - - - AMS R54620
= V42-16 1KU 2rAMo2Si
2 SKD10/ X155Crv . TA10-13/
@ 1.2379  [X153CrMoV12|X153CrMoV12(Z 160 CDV 12 BD 2 2310 X153CrMoV12 D2 3.7165 TiAl6V4 - T-A6V - - - - AMS R56400
g2 SKD11 Mo121KU TA28
o=
E é 1.2567 30WCrV17-2 | X30WCrV53 - - SKD 4 - - - - 3.7175 TiAl6V6Sn2 - - - - - - - -
(<)
se
= 1.2708 | 54NiCrMoS 6 - - - - - - - - 3.7184 | TiAlAMo4Sn2 - - - - - - - -
g . . . TA 45-51;
5 1.2713 55NiCrMoV6 (55 NiCrMoV 7 - - (SKT4) - - F.520.5 L6 3.7185 TiAl4Mo4Sn2 - - TAS7 - - - - -
E 3.7225 Ti1Pd - - TP1 - - - - AMS 52250
S
2

Spokolm
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MATERIAL OVERVIEW WITH COMPARATIVE TABLE 3

MATERIAL GROUP o oot AR 855 s unEAMA s

c RO S S R E F E R E N c E S 3.0255 Al99.5 EN-AW-1050A| A59050C | L31/L34/L36 - - - - 1000
(continued)
3.1325 AlCuMg1  |EN-AW-2017A - - - - - - -
3.2163 G-AISi9Cu3 |EN-AC-46200 - - - - - - -
3.2315 AlMgSi1 EN-AW-6082 - - - - - - -
European France Great Britain Japan Sweden Spain USA
Standard AFNOR BS JIS SS U.N.E./LLH.A AISI/SAE 3.2383 G-AlSi10Mg - - LM 9 - - 4253 - A 360.2
1.2316 X36CrMo17 | X38CrMo16 | Z38CD16-01 | X38CrMo16 - X38CrMo16 - F.5267 - )
3.2581 G-AlSi12  [EN-AW-2017A = LM 6 = = 4261 = A413.2
1.2367  |X38CrMoV5-3|X38CrMoV5-3| Z38CDV5-3 (X38CrMoV5-3 - X38CrMoV5-3|X38CrMoV5-3|X38CrMoV5-3 -
3.3535 AlMg3 EN-AW-5754 - - - - - - -
1.3543 X102CrMo17 | X108CrMo17 | Z100CD17 |X108CrMo17 | SUS 440C |X105CrMo17|X108CrMo17 F.3425 440 C
3.4345 AlZnMgCu0,5 | EN-AW-7022 | AZ4GU/9051 L 86 = = = = 7050
Z20CN
1. 4059 GX22CrNi17 = ANC 2 = = = = = =] GMgZn4
17.2M .8.5105 9 - G-Z4TR MAG 5 - - - - ZE 41
738CD f= SE1Zr1
1.4122 GX35CrMo17 [X39CrMo17-1 X39CrMo17-1 - X39CrMo17-1{X39CrMo17-1|X39CrMo17-1 - =
16.1Cl <8.5812 G-MgAI8Zn1 = G-A9 MAG 1 = = = = AZ 81
1.4301 X5CrNi18-10 | X5CrNi18-10 | Z6CN18.09 304 S 15 SUS 304 X5CrNi1810 2332 F.3504 304
CuMn5F36
= 1.4305  [X12CrNiS18-8| X8CrNiS18-9 | Z8BCNF18-09 | 303 S 31 SUS 303  |X10CrNiS18-9 2346 F.310.C 303 .
L CuSi2MnF34
& = . GX35
2 & 1.4340  |GX40CrNi27-4 = = = = . = = =
= = CrNi 28 05 - E-Cu57
i X5CrNiMo X5CrNiMo Z7CND X5CrNiMo
2 1.4401 316533 SUS 316 2347 F.3534 316
17-12-2 17-12-2 17-11-02 1712 - Cuzn15 - CuZn 15 CzZ 102 - = = = C 23000
X2CrNiMoN | X2CrNiMoN Z2CND X2CrNiMoN X2CrNiMoN $31803/
1.4462 318513 SUS 329J3L 2377
22-5-3 22-5-3 22-06-03 22-5-3 22-5-3 $32205 - Cuzn30 - CuZn 30 CZ 106 - - - - C26000
1.4541 XTOCrNiTi18-9[X6CrNiTi18-10[ Z6CNT 18-10 | 321 S 31 SUS 321  [X6CrNiTi18-10 2337 F.3523 321 ‘ZJ_
= = - CuZn37 - Cuzn 37 CZ 108 - 2720 - - C 27700
. X5CrNiNb Z6CNNb e ©
1.4551 X10CrNi 18-9 - SUSY 374 - - - - =
20 10 KE 20-10 = - CuZn36Pb3 - - - - - - ; ;
X10CrNiMo | X6CrNiMo 76 CNDT . X6CrNiMo . =z
1.4571 . . 320 S 31 SUS 316Ti . 2350 F.3535 316Ti o
Ti18-10 Ti17-12-2 17-12 Ti17-12 = - G-CuZn34AI2 - U-Z36N 3 HTB 1 = = = = C 86200
14712 | X10Crsi6 - - - - - - - - 5
= - G-CuSn5ZnPb - U-E5Pb5Z5 LG 2 - - - - C 83600
1.4742 X10CrAIN8 X10CrSi18 Z10CAS18 430515 SUS 430 X8Cr17 - F.3113 430
= G-CuPb10Sn = U-E10Pb10 LB 2 = = = = C93700
0.6010 GG10 EN-GJL-100 Ft10D GRADE100 FC10 G10 0110-00 FG 10 NO 20 B
- - CuCrzr - U-Cr 0,8 Zr CC102 - - - - C 18200
% 0.6020 GG20 EN-GJL-200 Ft20D GRADE200 FC20 G20 0120-00 FG 20 No 30 B 15063
o
) 0.6030 GG30 EN-GJL-300 Ft30D GRADE300 FC 30 G30 0130-00 FG 30 No 45 B © 150-90
o = - - - - - - - - - -
=
0.6040 GG40 EN-GJL-350 Ft35D GRADE350 FC35 G35 0135-00 FG 35 %
S - 150-93 - - - - - - - -
EN-GJS-
0.7040 GGG-40 FGS 400-12 | SNG 420/12 | FCD 400 GS 400/12 07 17-02 FGE 38-17 60-40-18
400-15 - 1S0-95
[
< 0.7050 GGG-50 [EN-GJS-500-7| FGS 500-7 | SNG 500/7 FCD 500 GS 500/7 07 27-02 FGD 50-7 65-45-12 Ureol®
< © - - - - - - - - -
s 5 5211 A/B
= s 0.7060 GGG-60 [EN-GJS-600-3| FGS 600-7 | SNG 600/3 FCD 600 GS 600/3 07 32-03 FGE 60-2 80-55-06 Ureol®
S o EN-GIS- 5212 AIB
.qu_ 0.7070 GGG-70 200-20 FGS 700-2 | SNG 700/2 FCD 700 GS 700/2 07 37-01 FGS 70-2 100-70-03 Ureol®
< ) 5213 A/B ) ) ) ) ) ) ) )
0.7080 GGG-80 [E8N-GJS-800-2] FGS 800-2 | SNG 800/2 FCD 800 GS 800/2 - - 120-90-02 Ureol®
N " 5214 AB
GTS 35-10 MN 35-10 B 340/12 - - 08 15 - 32510 - = Ureol®
) GJMB-350-10 2 ; : : : ; ; ; ; ;
£ EN- = 5215 A/B
@ | GTS 45-06 - P 44077 - - 08 52 - 40010 - ©
S GIMB-450-6 - Ureol - - - - - - - -
2 EN- 5216 A/B
@ | GTS 55-04 MP 50-5 P 510/4 - - 08 54 - 50005 - ©
aé- GJMB-550-4 i Ureol i ) _ ] ) ) 3 ,
k5 EN- 5217 A/B
GTS 65-02 MP 60-3 P 570/3 - - 08 85 - 70003 = Ureol®
GJMB-650-2 - - - - - - - - R
5218 A/B
Ureol®
5219 A/B
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MATERIAL GROUP CROSS REFERENCES 5

MATERIAL GROUP HARDNESS CONVERSION TABLE
CROSS REFERENCES  (continued) Tensile Strength, Vickers-, Brinell- und Rockwell Hardness

European France Great Britain Spain USA ) ) ) ) i )
Standard AFNOR BS UNE/LHA  AISISAE Tensile Strength  Vickers Hardness  Brinell Hardness Rockwell Hardness Tensile Strength  Vickers Hardness  Brinell Hardness Rockwell Hardness
R N/mm? HV10 HB HRC R_N/mme HV10 HB HRC
12311 | 40CrMnMo7 | 35CrMo 8 - - - 35CrMo 8 KU
TS 255 80 76,0 1155 360 342 36,6
1.2312 - - - - - - - - 270 85 80,7 1190 370 352 37,7
MoS8-6
285 90 85,5 1220 380 361 38,8
oy 12323 | 48CrMoV6-7 : : : : : : : : 305 95 90,2 1255 390 371 39,8
g
X37CrM
Sl 12343 [X38CrMov5-1(X37CrMov5-1| Z38CDV 5 BH 11 SKD 6 MO Ix37ciMovs-1|  F520.6 H 11 320 100 350 1290 400 380 208
e V51 KUa 335 105 99,8 1320 410 390 418
5 X40CrMo X40CrMo
ll 12344 |X40CrMoV51|X40CrMoV5-1| Z40CDV5 | BH 13 SKD 61 2242 H13 Bl 1 [ 1350 420 399 427
V511KU V51 370 115 109 1385 430 409 43,6
1.2708 | 54NiCrMoS6 - - - - - - - - 385 120 114 1420 440 418 44,5
SOMnVCr 400 125 119 1455 450 428 453
1.2842 | 90MnCrv8 | 90MnCrv8 | 90Mv8 BO 2 - 8 KU 90MnCrV8 F.5229 02 15 130 124 1485 460 437 6.1
1.2080 | X210Cr12 | X210Cr12 | Z200C12 BD 3 SKD 1 X210Cr12 | X210Cr12 F.521 D3 30 135 128 1520 70 7 109
: ' ' ' ' ' 450 140 133 1555 480 456* 477
12323 | 48cMove-7 i i i i i . . . 465 145 138 1595 490 466 48,4
480 150 143 1630 500 475+ 49,1
1.2344  |X40CrMoV5-1|X40CrMoV5-1|  Z40CDV5 BH 13 SKD 61  [X40CrMoV5-1| 2242 |X40CrMoV5-1|  H13 495 155 147 1665 510 485* 49,8
510 160 152 1700 520 494 50,5
12363 [X100CrMoV51|X100CrMoV5 | Z100CDV5 BA?2 SKD 12 |X100CrMoV5| 2260 | X100CrMoV5s A2 530 165 156 1740 530 504 511
2369 3TMoCrV o 545 170 162 1775 540 513* 51,7
: 42-16 ) ) ) ) ) ) ) 560 175 166 1810 550 523* 52,3
Y X155CHV- *
£ 12379 ™ Ix153cMovt2| z160cDV12 BD 2 SKD11  [X153CrMoVi2| 2310  [X153CrMov12] D2 275 180 171 LD 260 532 23,0
= B Mo12-1 595 185 176 1880 570 542* 53,6
[
& 21 1257 | 30WCrvi7-2 | X30WCHVs3 - - SKD 4 - - - - 610 190 181 1920 580 >51* 54,1
o 625 195 185 1955 590 561* 54,7
§ 1.2708 | 54NiCrMoS6 - - - - - - - - 640 200 190 1995 600 570* 55,2
T 660 205 195 2030 610 580* 55,7
12713 | 55NiCrMoV6 | 55NiCrMoV7 | 55NCDV7 - SKT 4 - - F.520.5 L6 675 210 199 2070 620 589* 563
12738 | OC(MNi | 40CrMinNi | 40CrMnNi | 40CrMinNi [ 40CrMnNi | 40CrMnNi | 40CrMinNi | 40CrMnNi | 40CrVnhi 690 215 204 2105 630 599* 56,8
' Mo8-6-4 Mo8-6-4 Mo8-6-4 Mo8-6-4 Mo8-6-4 Mo8-6-4 Mo8-6-4 Mo8-6-4 Mo8-6-4 705 220 209 2145 640 608* 57.3
12767 | X45NiCrMo4 | 45NiCrMo16 | 45NiCrMo16 | 45NiCrMo16 |  SKT6 | 45NiCrMo16 | 45NiCrMo16 | 45NiCrMo16 - 720 225 214 2180 650 618" 57,8
740 230 219 660 58,3
1.2842 | 90MnCrV8 | 90MnCrv8 | 90MnCrv8 BO 2 - 90MnCrv8 | 90MnCrv8 | 90MnCrv8 02 755 235 223 670 58,8
770 240 228 20,3 680 59,2
1.2080 | X210Cr12 | X210Cr12 | Z200C12 BD 3 SKD 1 X210Cr12 | X210Cr12 | X210Cr12 D3 785 215 233 213 690 597
1.2363 | X100CrMoV5 | X100CrMoV5 | Z100CDV5 BA2 SKD 12 |X100CrMoV5| 2260 | X100CrMoV5 A2 800 20 238 22.2 700 o0
' o e e o 820 255 242 23,1 720 61,0
81MoCrV
12369 oCr i i i i i . . 613 835 260 247 24,0 740 61,8
42-16 850 265 252 24,8 760 62,5
B 12379 [X153CrMoV12[X153CrMoV12| Z160CDV12 BD 2 SKD 10 [X153CrMoC12| 2310 [X153CrMoC12| D2 865 270 257 25,6 780 63,3
= 880 275 261 264 800 64,0
Gl 12767 | 45NiCrMo16 | 45NiCrMo16 | 45NiCrMo16 | 45NiCrMo16 | SKT6 [ 45NiCrMo16 | 45NiCrMo16 | 45NiCrMo16 - 900 280 266 271 820 64,7
= 915 285 271 27,8 840 653
1.2842 | 90MnCrv8 | 90MnCrv8 | 90MnCrv8 BO 2 - 90MnCrV8 | 90MnCrv8 | 90MnCrv8 02 930 790 276 285 5 65.9
950 295 280 29,2 880 66,4
965 300 285 29,8 900 67,0
995 310 295 310 920 67,5
1030 320 304 32,2 940 68,0
1060 330 314 33,3
1095 340 323 34,4
1125 350 333 35,5
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CLASSIFICATION OF CARBIDE MATERIAL GRADES INDEXABLE INSERTS FOR MILLING

CLASSIFICATION OF CARBIDE MATERIAL GRADES
INDEXABLE INSERTS FOR MILLING

Designation of main groups of chip removal and groups of application according to ISO 513

RANGE OF APPLICATON MATERIAL TO BE MACHINED

CBN Steel

CBN Cast Iron
pvkzo | | | | geew | | | | | | | [®] | |
HSC 05 PVTi

HC-P10
HC-K05
HSC 05 PVFN
HC-P10
HC-K05
K10
HW-M15 . .
HW-K10 ()
K10 PVTi
HC-M15
HC-K10
P25 PVGO
HC-P25
HC-M25
P25 PVTi
HC-P25
HC-K20
P40 PVTi

o
oo | | | | |

® O [ J

o

German standard designation

| | o | (0| | | | | |
P40 PVGO

HC-P35 o
HC-M35 '
HC-K30
P40 PVSR
HC-P30
HC-K25
P40 PYML
HC-P35
HC-M35
P40 PVGM
HC-P40

HC-M40

M40 PVST
HC-P40

HC-M40

o

® Major application Full colour circle symbols represent: Major applications for materials to be machined.
The upper point of the pentagon-symbol indicates major applications. Sloping sides to the right or left indicate minor apllications.

Minor application Hollow colour circle symbols represent: Minor applications for materials to be machined. Il

DIAGRAM WEAR RESISTANCE

For classification of the main carbide grades for milling accor-
ding to its wear resistance and toughness

This diagram shows the ratio of wear resistance to toughness of our main carbide grades for milling
applications. It displays extended operative ranges, shows possibilities of supplementary use and alter-
natives of main grades in case of different kinds of tool wear. It also illustrates the multiplicity of the

operative range.

Wear Resistance

Y

BN-Steel
CBN-Cast Iron

»

Ideal
Carbide Grade

»

Thoughness

184

185
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IDENTIFICATION CODE ACCORDING 1SO 1832

IDENTIFICATION CODE ACCORDING ISO 1832

INDEXABLE INSERTS

Example of identification code according to DIN ISO 1832

16 04 MO T N-
@ 2 © < O 0 0 06 0 O

Shape Clearence angle Tolerances Symbols for fixing and Length of Thickness Corner configu- Cutting edge Advance feed Special
chipbreakers cutting edge ration shape code for
manuf.

3 r=0,4 04 [
A M A = [F 25° A M r=0,8 08 E <=
N R
I8 | r=12 12
d r=1,6 16
r=2,4 24
@00 | ooy | BB [ | WER . 3
m 5 b/ . —
~ 7090° Clearance angle on wi- L
p=70 TS | | veresse
A=3°
P ) A B=5° ~
c<&% p C N 0 ¢ [ o X ! / . T | . §
D=15
o =70-90° o £S5
d p X E =20° -— —> =
m > F=25 5%
Al +0,025 £0,005 | +0,025 G=30° N 2z
N=-0° L B8
C| 0,025 +0,013 +0,025 t:::] B : s=159 01 p=11° %E?
D @‘? R D P 11° E| +0025 | +0025 | 0025 F R v $=198 T1 S | cgs
<l 5=2,38 02 it 288
F| #0013 | %0005 | £0,025 s=278 T2 Z=other clearence g5
-318 03 TS 22
G| £0,025 | 0,025 |£0,050,13 =3, 5=8
S $=397 13 @85
H| +0,013 +0,013 +0,025 By \ s=4,76 04 SE&
E @ S I:I EQ\}O" . I T $=5,56 05 > 5
J1|£0,05-0,152| +0,005 | +0,025 G T s=6,35 06 28
= H [
K1[+0,05-0,152| £0,013 +0,025 - 5 $=7,94 07 00 for diameters 25
B = 40-60 s=9,52 09 in the imperial system 293
L1|+0,05-0,152| +0,025 +0,025 —— converted to mm. = i
0 for other clearence angles , ) v By B, =
<:> that require a more precise M| £0,05-0,15? | £0,02-0,08 | +0,05-0,13 K\gl:j MO for diameters =
H T descreption N | +0,05-0,152 | + 0,02-0,082| 0,025 H \ﬁ U B = 40-60° Q in the metric system.
U [+0,08-0,15% | + 0,13-0,382 +0,13 B =70-90° | Rake angle xr
A =45°
D=60°
B~ B E =75
K E‘? v @é ﬁgﬁ N F =85
J p=70900 W el : P =90°
B = 40-60°
Z = other clearence
angle
'inserts with ground wiper edges X' dimensions or characteristics
& 2d di ize of insert iri ise di ti . . . upy .
L |:| W [ 80 Isgﬁ:rr:]nfsgg)s'ze of inserts (see R s for @+ Figures after the comma are to be disregarded. In the case of a one-digit code, a lead “0" must be added (e.g. the code for 4.76 mm is 04).

for °+° Codes 8 and/or 9 are used only if required.
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COATING SUMMARY

COATING SUMMARY CUTTING MATERIALS

P40 PVTi Coated very tough standard carbideé;rade for roughing of

steel with medium surface speed and increased tool life.

Coated, ver¥]tough high performance special carbide grade
for pre-finishing and roughing steel, suitable for medium up
to high speed values, partial suitable for cutting cast iron
and stainless steel.

P40 PVGO

Coated extremely tough special carbide grade for pre-
finishing and roughing of steel, with medium surface speed
and extremely high feed rates.

P40 PVSR

Coated very tough high performance special carbide grade
for pre-finishing and roughing of stainless steel, high tem-
perature alloys and titanium.

P40 PVGM

Coated, tough special carbide grade for pre-finishing and
roughing steel at medium and high cutting speeds; in part
suitable for finishing and for cast iron and stainless steel
machining.

P40 PVML

] |
o < < < <

Coated tough standard carbide grade for pre-finishing and-

A A A A A b
< | <€
o | <

. . P25 PVTi finishing of steel with medium and higher cutting speed and
Description Q ] & & increased tool life.
g o8
&
& g : \_* £ Uncoated standard carbide grade for medium surface speed
O K10 poliert ‘v’ for milling of cast iron, non-ferrous-materials and graphite.
f i blue/gre °
A TIAIN Iey S up to 850 PVD 2104 K10 Vi o/ Coated standard carbide grade for medium surface speed-
! \o/ for milling of cast iron, non-ferrous-materials and graphite
and increased tool life.
PVDiaN Di d-coati | dull to 600° 6t08 -——
e ramonc-coating. norma unarey 10000 upto v 0 K10 PVDiaN - Diamond-coated standard carbide grade for high-speedfi-
v nishing of non-ferrous-materials and graphite.
PVSR o black 1420 HV30 up to 1000° VD 4106,5 G - N A Coated standard carbide grade for finishing of steel, harde-
! \o/ 37 ned steel and steel castings with increased surface speed.
(AISi 3300 ° o PVD PVTi - Coated high performance special carbide grade for high-
PYML TIAISIN gold 8007 to 850 25105 HSCO5 ) g ) o / ? speed finishing of steel, hardened steel and steel castings
PVTiH v as well as graphite and plastics.
; o Extremely wear resistant special carbide grade for cutting
PVFN TIAIN blue/grey 3300 up to 950 VD 2to4 HSCO05 PVFN % steel, hardened steel and cast iro suitable for high- and very
v high-speed applications.
PVGO TiAIN + TiN yellow/gold 3150 900 PVD 2t04,5 CBN C L o/ CBN-grade for high-speed finishing of cast iron.
for cast iron v
PVTiH TIAIN Multilayer violet/brown 3600 up to 1100° PVD 4105 CBN' S CBN-grade for high speed finishing of hardened steel over
for steel 48 HRC.
VST ALTIN blue/are 3300 up o 950° PVD Jto4 PCD g Universal PCD-grade for high speed finishing of non-ferrous-
grey P 7 materials and plastics.

Zpokolm
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TEST REPORT OF MILLING CONDITIONS

TEST REPORT OF
MILLING CONDITIONS

Company: Material No.: Date:

Street: DIN Code: Analysis [%]
City:

Contact:

Machine: HP: [kw]

Type: n(s): [min-1]
[mm/min] CNC Control:

Arbor System: Vi

Actual Status

Milling conditions

Manufacturer

Type

Tool

Arbor

Overhang

Kind of cooling (air / water?)

Kind

Manufacturer

Cutting Material Code

Cutting Mater.

Coating

V_ [m/min]

V; [mm/min]

n(s) [min”]

D [mm]

f, [mm/Zahn]

Operation Data

a, [mm]

a, [mm]

T [min]

No. of tests

Tool life [min]

Life in length [m]

Chip volume [cm3/min]

Results

Energy consumption [kW]

Performance Evaluation:

123456789101 234567891012345678910123456738910

llllustration / Remarks:

FORMULAS AND
CALCULATION EXAMPLES

Formulas

Calculation of revolutions of
main spindle in [min-1]:*

V- 1000
T+ D et

n=

min]:*

V= T Dgeff - N
1000

* Please note: For flat contours
use true mill diameter to calcu-
late cutting speed (see Surface
Finish section).

Definitions:

a, width of cut [mm]

a_ depth of cutin [mm]
D, cutter diameter in [mm]

formulas for calculating the true mill diameter can be found in the Surface Finish selection.

Calculation of cutting speed in [m/

Calculation of feed per tooth in
[mm/tooth]:

Calculation of machining time in

[min]:

fo= z-1,
V.

f= —

n

true tool diameter in [mm]
feed per tooth in [mm]
milling length in [mm]

feed per revolution in [mm/U]

Calculation of feed per min. in
[mm/min.]:

Vi=n-z-f

z

Calculation of machining time in
[min]:

revolution in [rpm]

power requirement in [kW]
chip volume in [cm3/min]
machining time in [min]

Calculation of power requirement
in [kw]:*

A ap- Vs
18000

Calculation of chip volume in
[cm3/min]:

A -ap- Vs
1000

* Please note: The formula gi-
ven for calculating the power
requirement is valid for machi-

ning steel only.

cutting speed in [m/min]
feed per min. in [mm/min]
no. of effective teeth

Calculation Example

Milling cutter:

Selected insert:
(see Cutting Material p. 421)

Size of insert:
Milling cutter diam.:
no. of effective teeth:

Depth of cut:
(see Operation Data Table)

Width of cut:

Material to be machined:
Selected cutting speed:
408)

Selected feed per tooth:

410-417)

(see Operation Data pp. 392, 393,

(see Operation Data pp. 394-401 +

35200

0312840 (P40,
PVTi coated)

@12 x3,97 mm
35 mm
3

1,5 mm

25 mm
1.1730, roughing

Vc =250 m/min

fz=0,6 mm

Calculation of revolutions

250 - 1000
- 35

n=

Calculation of feed per min.:

Vi= 2275-3-0,6

Calculation of chip volume:

(25-1,5 - 4095)

Q= 1000

Calculation of power requirement:

(25-1,5 - 4095)
18000

P=

= 2275 U/min

= 4095 mm/min

=154 cm>/min

=85kw

Zpokolm
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ASSEMBLY INSTRUCTIONS - DUOPLUG - ASSEMBLY

DuoPlug®

ASSEMBLING INSTRUCTIONS

To guarantee optimum results and safe operation of our DuoPlug® system, please follow the instructions below carefully.

Assembling:

preparations ___________Wlseps

Get all the accessories and equipment ready at the
workstation before starting heating procedure! (ap-
propriate spanner, safety glasses, protective gloves)

Inductive heating expands the fitted bore in the cutter
body. Only then can you totally screw the body onto the
end face of your adaptor with the appropriate spanner.
This step must be possible without using

too much strength.If there is still some

resistance, please heat the DuoPlug®

cutter body once more for a few se-

conds and try again.

Remove inserts and their screws from the milling cutter
body.

Make sure that the body and adaptor
fit together perfectly. There should be
no gap.

Perform these steps with
only moderate strength.

Attention: All surfaces carrying special
A fits must be absolutely grease-free

and dust-free. Please screw the
DuoPlug® milling cutter body onto the
DuoPlug® adaptor by hand up to the fit
zone. Do not use a tool or too much
strength. ;

Do not shock cool your shrunk combination;

use the air-cooling equipment of your
Shrinking Unit TSI 3510 to cool it even-
ly. During cooling, the DuoPlug® cutter
body contracts and you get a safe load
transmission.

Heat this connection now with the Po-
kolm Inductive Shrinking Unit TSI 3510
for 6 to 15 seconds, depending on dia-
meter, then start Step 4 immediately.

Attention: Adaptor and milling
cutter body are very hot
A after this process! Danger of burning hands or

fingers! Protective gloves MUST be worn!

Mount the desired inserts onto
the body with their screws. Af-
ter checking the diameter and

length of your tool, you can start
your operation.

Dismantling:

Get all the necessary accessories and equipment together
at the workstation before starting heating procedure! (ap-
propriate spanner, safety glasses, protective gloves)

A Attention: You absolutely MUST wear your

safety glasses when dismantling! Used tools
carry swarf and cooling fluid residues which
could spray out during operation!

Inductive heating expands the fitted bore in your cutter body.
Only after heating should you unscrew your cutter body
from your adaptor using an appropriate

spanner.This step must be possible to

perform without strength. If there is

still some resistance, please heat the

cutter body once more for a few se-

conds and try again.

Remove inserts and screws from milling cutter bodly.

Do not shock cool your unshrunk dis-
mantled parts;use the air-cooling equip-
ment of your shrinking unit TSI 3510 to
cool it slowly, or use the deposit box.

Attention: Adaptor and milling
cutter body are still very hot!
Danger of burning hands or fingers! Protective
gloves MUST be worn!

Heat your used combination with the Pokolm Inductive
Shrinking Unit TSI 3510 for 6 to 15 seconds, depending on
diameter.
Attention: Adaptor and
A milling cutter body are
still very hot! Danger

of burning hands or fingers! Pro-
tective gloves MUST be worn!

For further inquiries concerning the DuoPlug® system, please do not hesitate to contact us.

Zpokolm
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ASSEMBLING INSTRUCTIONS

ASSEMBLING INSTRUCTIONS ASSEMBLING INSTRUCTIONS

for Milling cutter bodies with round inserts and shim Set-screw for shell type milling cutter bodies diam. 40 up to 42 mm
In order to maintain optimum and safe use of these tools, you should pay attention to following notice: In order to maintain optimum and safe use of these tools, you should pay attention to following notice if you assemble set-
screws GWSTPS81SK:

Assembling Indexable Inserts Replace Shim Assembling set-screw:
E E

Remove Torx-screw (5) from cutter body (1) with Torx- For replacing shim, please prepare for Torx-screwdriver Screw set-screw into cutter body up to limit-stop con-

screwdriver (7) and check correct fit of threaded bush (3) (7) and Allen-key (4). tact. This is guaranteed for every tool in Pokolm's

in threaded bore (A), using provided Allen-key (4). warehouse. In rare exceptional cases, this set-screw

can become unfastened during transport. In that case,
the set-screw has to be re-adjusted prior to usage.

Step 1.2 Step 2.2 Step 2

Pay attention, that the shoulder of the threaded bush Unscrew locking screw (6) in threaded bore (B) and For assembling, put milling cutter body on to arbor.
(3) sinks completely into the recess of the shim (2). If after that Torx-screws (5) fixing inserts (8) with Torx- Make sure, there is a remaining gap of 4 mm between
not, please fix it with the Allen-key (4). screwdriver (7). milling cutter body and arbor. (this is guaranteed,

when using genuine Pokolm-arbors).
Step 1 and 2

Step 1.3 Step 2.3 Step 3

Assemble indexable inserts (8) first by means of Torx- Using Allen-key (4), unscrew and remove threaded Now, please screw the set-screw into the arbor uni-

screw (5), using Torx-screwdriver (7) and fasten finally bush (3) from threaded bore (A). Remove shim (2) formly, until there is no remaining gap between arbor

with the locking screw (6) in threaded bore (B). from cutter body (1). Clean insert seat from swarf and and milling cutter body by using an Allen-key 5 mm
grease, before you put new shims back to cutter body. opening.

Step 2.4 Step 4

Put new shims (2) into insert seats and fix it into threa-
ded bore (A) with threaded bush (3) using Allen-key
(4) and copper paste from our accessories selection.
Pay attention, that the shoulder of the threaded bush
._Inbus (4 (3) sinks completely into the recess of the shims (2). Step3and 4

“. Indexable Inserts (8)

- Torx-srewdriver (7)
If, beyond expectations, a gap remains, please dis-
mantle your cutter body from the arbor . Unscrew the
set-screw by ' revolution . Continue with step 2.

Shim (2)
o )0~ T
& i .
. JC:‘_ Step 2.5 : : Please consider:
Bore A = qu, indexable inserts (8) can be f|xed. as usually, Maximum torque = 10 Nm
* Threaded bush (3) using Torx-screws (5) and Torx-screwdriver (7). Finally,
fasten locking screw (6) for secure insert fixing into
threaded bore (B).
BoreB " Cutter body (1) _ o . )
locking screw (6) If you have any further question regarding milling systems with set-screw please do not hesitate to contact us.

Zpokolm
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ASSEMBLING INSTRUCTIONS

ASSEMBLING INSTRUCTIONS

Fitting of SPINWORX® inserts in the tool

In order to maintain optimum and safe use of these tools, you should pay attention to following notice:

Step 1: placing inserts into the seat

Place the inserts (1) into the seat provided. Apply the paste included (4)
to the thread of the pin (2) and make sure no paste (catalogue number
.2 00043") gets onto the contact surface.
Remove any surplus before using the tool.

Step 2: inserting the pin

Insert the pin (2) into the screw attachment from behind and use the
torque key to tighten according to the specified tightening torque. We
recommend using the pre-set torque key with the catalogue number
.110-1,4 NM”,

Tightening torques

Insert Torx size Tightening torque
DR10-8
DR12-8 T10 1.4 Nm

Paste (4)

Insert (1)

Pre-set Torque
key (3)

CAUTION! Please note!

SIMPLE HANDLING THANKS TO CONVENIENT TOOL

PURCHASE

Your purchase order by fax

(please copy prior to completion)

Please fax to:
@ +49 5247 9361-99

You can of course also place your order
with one of our applications engineers.

Catalogue no.

Description of item

Quantity Price per item Total price

Total

We recommend our torque key ,T10-1.4 NM" with pre-set tightening Address: Different delivery address
torque as a convenient and safe alternative to conventional Torx or
torque keys.
. A . Company: customer number (if known) Company:
For optimum results with the SPINWORX®-tooling
system we recommend using internal coolant supply
air, emulsion or MMS for chip removal in the tool! Department: street street
Wet machining up to max speed Vc of 140 m/min!
name zip code, city zip code, city
Our terms of sale are valid for this faxed purchase order.
Fa)
196 197 ~ PO kolm
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0105 835
0107 831P
0107 835
0107 840
0107 842
0107 860
0107 880
0107 880 D
02 07 831P
02 07 835
02 07 840
02 07 842
02 07 844
02 07 846
02 07 850
02 07 860
02 07 880
02 07 880 D
02 07 892
02 07 897
02 10092
02 10 093
02 10 831P
02 10 835
02 10837
02 10 840
02 10 842
02 10 844
02 10 846
02 10 848
02 10850
02 10 852
02 10 860
02 10 880
02 10880 D
02 10 892
02 10893
02 10 896
02 10 897
02 11 820
02 11 860
02 11 860 D
02 47 837
02 47 842
02 47 896
02 66 835 R20

59

61

61

61

61

61

61

61

64

64

64

64

64

64

64

64

64

64

64

64

76

76
68, 72
68, 72
68, 72
68,72
68, 72
68, 72
68, 72
68,72
68, 72
68, 72
68, 72
68,72
68, 72
68, 72
68, 72
68,72
68, 72
104
104
104
147
147
147
169

02 66 836 R20
02 71 840 R0O8
02 72 835
02 72 840
02 78 835
02 78 850
02 78 860 D
02 79 831P
02 79 835
02 79 835 R2
02 79 880
0279880 D
02 79 892
02 79 894
03 12 831P
03 12 835K
03 12 837K
03 12 840K
03 12 842K
03 12 844K
03 12 846K
03 12 848K
03 12 850K
03 12 852K
03 12 860K
0312 880
0312880D
03 12 896K
03 12 897K
0316 850
03 48 842
03 48 846
03 48 848
03 48 852
03 48 860
03 48 896
03 73 835
03 73 840
03 73 850
03 85 835
03 85835D
03 85 836
03 85 892
03 85 894
03 88 831P
03 88 840

0266 835R20D

169
35
156
156
46
46
46

99

99
101
99

99

99

99
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
78, 81
126
150
150
150
150
150
150
159
159
159
95

95

95

95

95

25

25

04 16 831P
04 16 835
04 16 840
04 16 842
04 16 844
04 16 848
04 16 850
04 16 852
04 16 860
04 16 880
04 16 897
04 20 850
04 49 842
04 49 846
04 49 852
04 49 860
04 49 896
04 67 820
04 67 820 R20
04 67 820 R30
04 67 820 R40
04 67 835 HF
04 67 836 HF
04 67 837

04 67 837 RO8
04 67 844

04 67 848

04 67 848 HF
04 67 848 R0O8
04 67 860

04 67 860 D
04 67 862 HF
04 67 894

04 67 896

04 67 896 R20
04 67 896 R30
04 67 896 R40
04 74 840

04 84 835

05 22 820

05 22 860
0522860D
05 25 850
0531842
0531 862

05 31 896

05 68 820

85, 88
85, 88
85, 88
85, 88
85, 88
85, 88
85, 88
85, 88
85, 88
85, 88
85, 88
128
153
153
153
153
153
38

38

38

38
165
165
38

38

38

38
165
38

38

38
165
38

38

38

38

38
161
32
108
108
108
130
28

28

28

42

05 68 820 R30
05 68 820 R40
05 68 820 R50
05 68 848

05 68 862

05 68 896

05 68 896 R20
05 68 896 R30
05 68 896 R40
05 68 896 R50
06 20 831P
06 20 835

06 20 840

06 20 850

06 20 860

06 20 880

06 32 850

06 500

06 500 P

07 500

08 093 VR3
08 214

08 214 M6

08 500

08 500 P
08835V

08 835V R3
08836V

08 836 VR3
09 500

09511

10 093 V R4
10 10 860
10 100 331
10 12 860
10 16 860
10 20 860
10210 M6
10214 M6
10 500
10510
10511
10514
10835V
10 835V R4
10836V
10 836 V R4
100 15 100
100 20 100

42
42
42
42
42
42
42
42
42
91
91
91
91
91
91
132
172
172
172
113
112
112
172
172
113
113
113
113
172
172

115
136
28

138
140
142
136
114
172
172
172
174
115
115
115
115
64

67

100 300
100 300/7
100 300/7 HL
100 340/7
100 360
12 093 V R5
12 125 331
12 125 388
12 200

12 200 M6
12 210 M6
12 214 M6
12 214 5G
12 510
12835V
12 835V R5
12 836V
12 836 V R5
120 20 100
125 300/7
125 340/7
125 360
14 160 331
1510 156
1512 156
15200
15242 A
15 261-3
15500
15500 P
16 093 V R7
16 200 331
16 210

16 214

16 214 SG
16 261-3
16 261-3 SG
16 275

16 281

16 281 SG
16 282

16 282 SG
16 835V
16 835 VR7
16 836 V
16 836 V R7
160 300/7
160 340/7
18 500

87
84
90
108
117
28
24
60
60
138
116
116
174
117
117
117
117
67
87
90
108
28
34
34
63
46
104
172
172
120
28
140
119
119
104
104
126
98
98
101
101
120
120
120
120
87
90
171

210225 M6
210 256 M6
210 266 M6
2 100 384
212 2355G
214 247

2 16 200 SG
216 247

2 16 247 SG
216 267

2 16 267 R+
2 16 267 SG
216 267 SG R+
216272
216272 SG
216 285

2 16 285 SG
220 267

220 267 R+
220 267 SG
220267 SG R+
220 294 SG
222248

222 248 5G
225200

225 268

2 25 268 R+
225273
225273 5G
23010166 G
23216167 G
23216167 GR+
23216185G
232274
242384
252384

2 66 384

2 80 384

20 093 VRS

20 200

20 200 SG

20 210

20 214

20 214 SG

20 242 A

20 250 331

20 261-3

20 261-3 SG

20 275

20 281

34

168

32

60

146

63

146
146
36, 164
36

36, 164
36

156
156

94

94

36, 164
36

36, 164
36

75

149
149

67

40

40

158
158
169
37, 164
37

95

161

32

32

32

32

123

67

67

142
122
122

46

28

104
104
128

98

Zpokolm



20 281 SG
20 282
20 282 SG
20 294
20 500
20835V
20836V
20 836 VRS
21 500
21500 P
24 200
25242 A
25 261-3
25 261-3 SG
25275
25 281

25 281 SG
25282
25 282 SG
25294
25500
25500 K
25 505
25 505 KP
25505 P

312225 M6
312 2255G
312 256 M6
312 266 M6
312 266 SG
315235
3152355G
316 200

3 16 200 SG
318 247

3 18 247 SG
320 247
320 247 SG
320 267
320267 R+
320272
320285
320 285 SG
325200
325200 SG
3 25 200/7
325248
325248 5G
3 25 267

98

101
101
75

172
123
123
123
171
171
80

46

104
104
130
98

98

101
101
75

171
171
171
171
171

58
58
34
168
168
60
60
63
63
146
146
146
146
36, 164
36
156
94
94
67
67
71
149
149
36, 164

325267 R+
325267 SG
325267 SG R+
325294 SG
330273
332 268
332 268 R+

3 35200/7
335249
335273
335288
33612166G
34020167 G
34020167 G R+
34020185G
35025167G
35025167 GR+
30 08 125
3010114
3010 125
3012 100
3012 125
3015 100
3016 125

30 281

30 282
30294

30 500

30 505

30 522

32 200
32242 A

32 260

32 261-3
32275
35200

35 201

35 281
35282
35294
35500
35500 |
35500 L
35510
35511
35520

415225
415225 SG
416 225 SG

36
36, 164
36
75
158
40
40
80
152
158
24
169
37, 164
37
95
37, 164
37
58
114
58
60
58
61
58
98
101
75
171
171
171
87
46
108
104
132
80
87
98
101
75
171
172
171
171
171
171

58
58
58

416 256
416 256 SG
416 266
416 266 SG
420200
420 200 SG
420 235
425200
425247

4 25 247 SG
425 267

4 25 267 R+
425272

4 25 285

4 25 285 SG
430 200
430 201
430 248
430 285
432 248
432 267
432 267 R+
4 35200

4 35 200/7
4 35 248
435273

4 40 268

4 40 268 R+
4 40 331

4 40 368

4 40 368 R+
4 40 388
442 249
442 268
442 268 R+
442273
442310

4 42 349
442 368

4 42 368 R+
442 373
447 388
44816166 G
45025167 G
450 25 167 G R+
4 50 368-2
452374

4 66 374
4012100
40 15100

34
34
168
168
63
63
60
67
146
146
36, 164
36
156
94
94
67
67
149
94
149
36, 164
36
80
80
149
158
40
40
28
41
41
24
152
40
40
158
80
152
41
41
158
24
169
37,164
37
41
161
161
61
64

4016 156 34 552 349 152 766 388 24
4020 100 67 552 368 41 7 80 368 41
40 200 90 552 368 R+ 41 7 80 368 R+ 41
40 505 171 552373 158
40 505 K 171 552 388 24 880 331 28
40 505 P 171 563 368-1 41 880 349 152
40 520 171 566 340/7 90 880 388 24
42 200 80 580374 161 8012 100 61
42 260 108 5008 114 112 8015100 64
42 261-3 104 5012 114 117 8020 100 67
42 281 98 50 520 171 8020114 123
42 310/7 HL 77 52 300 87 80 300 87
42 360 108 52 300/7 HL 84 80 300/7 87
45 500 171 52 310 80 80 300/7 HL 84
45500 | 172 52 310/7 81 80310/7 81
45500 L 171 52 310/7 HL 77 80 310/7 HL 77
52 360 108 80 340/7 90
520225 58 80 360 108
520225 SG 58 6 100 368-1 41
520256 34 630 235 60 9100 368 41
520 256 SG 34 6 35200 63 9100 368 R+ 41
520266 168 642 200 67 9100 388 24
520 266 SG 168 642 200/7 71 A-Z
525200 63 642 285 94 DR10-025-E12-03 |50
525200 SG 63 642310 68 DR10-025-E12-04 |50
525235 60 642 310/7 71 DR10-030-E12-04 |50
525 2355G 60 652 348 149 DR10-030-E16-04 |50
525266 168 652 367 37,165 DR10-030-E16-05 |50
525266 SG 168 652 367 R+ 37 DR10-032-E16-04 |50
530200 63 663 331 28 DR10-035-E16-05 |50
532 267 36, 164 663 368 41 DR10-042-E16-06 |50
532 267 R+ 36 6 63 368 R+ 41 DR10-052-A22-07 |50
532285 94 6 66 300/7 87 DR10-8A0 51
535200 67 6 66 368 41 DR10-8A1 51
535 200/7 71 6 66 368 R+ 41 DR10-8A3 51
535248 149 60 12 100 61 DR10-8C0 51
535285 94 60 15 100 64 DR10-8D1 51
542200 80 60 16 114 120 DR10-8D3 51
542248 149 60 20 100 67 DR12-032-E16-04 |53
542 267 36, 164 66 300 87 DR12-035-E16-04 |53
542 267 R+ 36 66 300/7 87 DR12-040-A16-05 |53
542310 80 66 300/7 HL 84 DR12-042-A16-05 |53
542 348 149 66 310/7 81 DR12-050-A22-06 |53
542 367 37,165 66 310/7 HL 77 DR12-052-A22-06 |53
542 367 R+ 37 66 360 108 DR12-066-A27-07 |53
550 331 28 DR12-8A0 54
550 368 41 742200 63 DR12-8A1 54
550 368 R+ 41 752 310/7 71 DR12-8A3 54
550 388 24 763388 24 DR12-8C0 54
552 300/7 87 7 66 349 152 DR12-8D1 54
Spokolm |




DR12-8D3
GWSTPSS8ISK
N 542200
T10 500
T10 502
T10-1,4NM
T15 500
T15 500 P
T15 502
T15 502 P
T20 500
T20 502
T6 500

T6 500 P
T6 502

T6 502 P
T7 500

T7 502

T8 500

T8 500 P
T8 502

T8 502 P
T9 500

T9 502

TV 04-1

TV 08-2

TV 1-5

TV 2-8

TV 500
200043

54

172
67

173
174
173
173
173
174
174
173
174
173
173
174
174
173
174
173
173
174
174
173
174
173
173
173
173
173
174

INDEX

ALPHABETICAL INDEX

0°, neutral axial rake angle
2-point contact milling

48 HRC

55 HRC

65 HRC

7° positive axial rake angle

additional (double) clamping
ADEW

ae

AFNOR-standard
AlS|-standard

alloys, heat resisitant
all-purpose-milling cutters

Aluminium

analysis
anglular axis shaft
angular axis shaft

¥

0-9

9, 20-21, 67, 75, 80, 87, 90
20, 125

33, 182, 189

182

182

9, 50, 53, 80-81, 87, 90

A
21

8-9, 45-46

178, 190-191

178-182

178-182

179

67,71

33, 103-104, 107-108, 181,
189

12,190

135-136, 138, 140, 142
135-136, 138, 140, 142
5,23, 25, 27-28, 31-33, 35,
38, 42, 45-46, 49, 51, 54,
59, 61, 65, 69, 73, 76, 78,
82, 85, 88, 91, 93, 95, 97,
99, 102-103, 105, 107, 109,

axial plunging

axial true run

ball nose end mills

ball nose insert

ball nose inserts
ball nose roughing end mills
Baseworx®

bits, torx

Brinell hardness

¥

25, 29, 35, 39, 43, 47, 52,
55, 59, 62, 66, 70, 74, 76,
79, 83, 86, 89, 92, 96, 100,
102, 105, 109, 147, 151,
154, 157, 159, 162, 166,
170

31

16, 125, 135-136, 138, 140,
142

95, 126, 128, 136, 138, 140,
142,171

95, 126, 128, 171

126, 128, 130, 132

89, 23-24, 195

24,28, 34, 37, 41, 46, 50,
53,58, 61,64, 68,71, 75,
717, 81, 84, 87, 90, 95, 98,
101, 104, 108, 112, 114,
117,120, 123, 126, 128,
130, 132, 136, 138, 140,
142, 146, 149, 152, 156,
158, 161, 165, 169, 173-174
183

BS-standard 178-182

ap 111,113, 115, 117, 120, C

123,125-126, 128, 130, calculation, chip volume 191

132, 135-136, 138, 140, calculation, feed per tooth | 191

142, 145, 147, 150, 153, calculation, feed rate 191

155, 157, 159, 162-163, calculation, power require- o

165, 167, 169, 190-191 ment
applications technology 2 calculation, revolutions 191
arbors, for shell-type milling 17 calculation example 191
cutters castings, tempered 180
Arbors, for threaded shank 17 25, 28-29, 32, 35, 38-39, 42,
end mills 46-47, 51, 54, 59, 61-62,
arbors, HSK 100 211 65, 69, 73, 76, 78-79, 82,
arbors, HSK 40 211 85-86, 88-89, 91, 95-96, 99,
arbors, HSK 50 211 cast iron 102, 105, 109, 113, 115,
arbors, HSK 63 211 117-118, 120-121, 123-124,
a.rbors for thread connec- 17 126-133, 136-143, 147, 150,
tions - ' 153, 157, 159, 162, 165,
assembling instructions, 18.192-193 169, 180, 189
DuoPlug®
assembling instructions,
milling cutters with round 194
inserts and shim

Zpokolm
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CBN (cubic boron nitride)

chamfer milling cutters

characteristics, summary

chip flow
chip space

circular milling

clamping claws
clamping clip
clamping flats

coatings

coating summary
combination possibilities
comparison table, hardness
comparison table, material
groups

computer quotation
concave moulding
concentricity

consulting

coolant supply

1,9, 23, 33, 49, 57, 64-65,
68-69, 72-73, 75-76, 93, 95-
97,99, 103, 111, 113, 115,
117-118, 120-121, 123-124,
145, 171, 174-175, 184-185,
189

23-24

4-5, 20, 23-24, 27-28, 31-34,
36, 40, 45-46, 49-50, 53, 57-
58, 60, 63, 67, 71, 75, 77,
80, 84, 87, 90, 93-94, 97-98,
101, 103-104, 107-108, 111-
112, 114, 116, 119, 122,
125-126, 128, 130, 132,
135-136, 138, 140, 142,
145-146, 149, 152, 155-156,
158, 161, 163-164, 167-168
21

21

25, 29, 35, 39, 43, 47, 52,
55, 59, 62, 66, 70, 74, 76,
79, 83, 86, 89, 92, 96, 100,
102, 105, 109, 147, 151,
154, 157, 159, 162, 166,
170

21,156, 174

75,174

61, 64, 67

8,13, 22-23, 25, 27-29, 31-
32, 35, 38-39, 42, 45-47, 51,
54,57, 59, 61-62, 64-65, 68-
69, 72-73, 76, 78-79, 81-82,
85-86, 88-89, 91, 93, 95-97,
99, 101-105, 107-109, 111,
113, 115, 117-118, 120-121,
123-133, 135-143, 145, 147,
150, 153, 155-157, 159,
161-165, 167, 169, 188-190
188

16-17

183

178-182

6, 14

21,57

3,18, 177

6,8, 12

20-21, 28, 33, 50, 53, 146,
149, 152

coolant supply, internal
cooperation

copper

copper paste

corner radius

customized products
customized tooling

cutting capability, highest
cutting characteristics, easy
cutting conditions

cutting edge geometries
cutting edge length

cutting materials, classifica-
tion

cutting materials, overview
cutting pressure

cutting speed

definition

dense antivibration material
depths, large

depths of cut

diamond coating

dies, small

dimensions, slim
directory

direct spindle mounting

DuoPlug®

DuoPlug®, assembling
durability

end mills

D

E

20, 28, 146, 149, 152
22

103-104, 107-108, 181
174,194

146, 149, 152, 156, 158,
161

8

10

155

111-112, 114, 116, 119, 122
21

12,33

187

184

189

21

5,25, 29, 35, 39, 42, 47, 51,
54, 59, 62, 65, 69, 73, 76,
79, 82, 86, 89, 91, 96, 99,
102-105, 107-109, 113, 115,
118, 121, 124, 127, 129,
131, 133, 137, 139, 141,
143, 147, 150, 153, 157,
159, 162, 165, 169, 176,
189, 191

191

16

177

3, 23, 40, 191

38-39, 45-47, 57, 61-62, 64-
65, 68-69, 72-73, 78-79, 81-
82, 93, 95-97, 99, 103-105,
107-109, 167, 169, 188-189
58, 60, 163-164

18

7

17

3, 16-20, 33-34, 36, 57-58,
60, 63, 67, 75, 94, 98, 101,
104, 116, 119, 122, 146,
149, 156, 158, 164, 168,
177,192-193

192

21

16-17, 34, 37, 58, 60, 95,
112, 114, 117, 120, 123,
164, 169

engraving
ER-collets
european standard
extension

face milling

face milling cutters, remar-
kable

fatigue strength

fax purchase order

feed per revolution

feed per tooth

feed rate

feed rates, higher

fine thread
finishing
finishing end mills

finishing operations

Finworx

fits, backlash-free

flange contact surface, high
accuracy

flute

formulas

France, material classifica-
tion

geometry, optimized

Great Britain, material clas-
sification

grey cast iron

G

58, 60
17
178-182
16-17

8-9, 23-24, 27-28, 31-32
24

19

197

191

32, 90, 189, 191

3,8, 11, 21, 25, 28, 32, 34-
35, 38, 42, 46, 51, 54, 58-
61, 65, 69, 73, 76, 78, 82,
85, 88, 91, 95, 99, 102-105,
107-109, 113, 115, 117,
120, 123, 126, 128, 130,
132, 136, 138, 140, 142,
145-147, 149-150, 152-153,
155-159, 161-162, 164-165,
168-169, 187, 191

3, 34, 58, 60, 103, 107, 146,
149, 152, 155-156, 158,
161, 168

18

111,189

20, 63, 75, 80

19, 112, 114, 116, 119, 122,
135-136, 138, 140, 142
1,89, 23, 33, 49, 93-94,
103, 111, 145, 171, 175

19

19

111-112, 114, 116, 119, 122
191

178-182

20
178-182
180

hardened materials

hardness conversion table
HB (Brinell-hardness)

heat resistance

heat resistant alloys

heavy duty milling opera-
tions

helical

high performance finishing
high-speed machines

high-speed machining

high-speed machining
centres

high-temperature alloys

hollow taper shank (HSK)
HRC (Rockwell-hardness)

HSC 05

HSK 100

H

25, 28-29, 32, 35, 38-39, 42,
46-47, 51, 54, 59, 61-62,
65, 69, 73, 76, 78-79, 82,
85-86, 88-89, 91, 95-96, 99,
102, 105, 109, 113, 115,
117-118, 120-121, 123-124,
126-133, 136-143, 147, 150,
153, 157, 159, 162, 165,
169, 182, 184, 189

183

183

19, 21

179

87,90

111-112, 114, 116, 119, 122
75

34,75, 168

32, 34, 38-39, 45-47, 59, 61-
65, 68-69, 72-73, 75, 78-82,
85-86, 88-89, 91, 93, 95-97,
99, 101-102, 111, 113, 115,
117-118, 120-121, 123-124,
146-147, 149, 152, 156-159,
161, 164-165, 168-169, 184-
185, 189

63, 80

25, 28-29, 32-33, 35, 38-39,
42, 46-47, 51, 53-54, 59,
61-62, 65, 69, 73, 76, 78-79,
82, 85-86, 88-89, 91, 95-96,
99, 102, 105, 109, 113, 115,
117-118, 120-121, 123-124,
126-133, 136-143, 147, 150,
153, 157, 159, 162, 165,
169, 179, 184, 189

16-17, 211

183

31-33, 38-39, 45-47, 57, 59,
61-62, 64-65, 68-69, 72-73,
78-79, 81-82, 85-86, 88-89,
91, 93, 95-97, 99, 101-102,
111, 113, 115, 117-118,
120-121, 123-124, 145, 1417,
155-157, 159, 163, 165,
167, 169, 184-185, 189

211
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HSK 40
HSK 50
HSK 63
HV10 (Vickers-hardness)

incorporated insert

incorporation, patent pro-
tected

indexable inserts

indexable inserts, incorpo-
rated

indexable insert with 4
cutting edges
innovations

inquiry form

insert, reversible

insert seat, open

insert seat, reproducible
inspection

internal coolant supply

ISO 1832
Italy, material classification

Japan, material classification
JIS-standard

K 05

K10

know-how

J

K

211
211
211
183

5,8, 10, 17, 23, 34, 36, 40,
145-146, 149, 152, 168,
175, 177, 192, 194-196

21-22

5,7-8, 20-23, 25, 28, 32, 35-
36, 38, 40, 42, 46, 51, 54,
57,59, 61, 64, 68, 72, 76,
78, 81, 85, 88, 90-91, 95,
99, 101, 104, 108, 111, 113,
115, 117, 120, 123, 126,
128, 130, 132, 136, 138,
140, 142, 146-147, 149-150,
152-153, 156, 159, 161,
165, 167, 169, 175, 186,
191-194

5,8,10, 17, 23, 34, 36, 40,
145-146, 149, 152, 168,
175,177,192, 194-196

136, 138, 140, 142

3,10

197

135-136, 138, 140, 142
21

19

176

20, 28, 50, 53, 146, 149,
152, 196

186-187

178-182

178-182
178-182

135-143, 189

23, 25, 27-29, 33, 38-39,
42, 45-47, 57, 61-62, 64-65,
68-69, 72-73, 78-79, 81-82,
85-86, 88-89, 91, 97, 99,
103-105, 107-109, 145, 150,
153, 163, 165, 184-185, 189
10, 12-13

latest items

locating screws

locking screws
locking washer
long overhangs

long series

looseness, reduced

M 10-connection

M 12-connection

M 16-connection

M 5-connection

M 7-connection
M 8-connection

machine building

machine joints

machine power requirement
machine spindle

machining graphite

machining of non-ferrous
materials

machining residual material
machining time

machining time, reduced
main spindle revolutions
material overview

2-3,13, 22, 36, 77, 84, 126,
128, 130, 132, 175-176, 194
112, 114,117, 120, 123,
136, 138, 140, 142, 171
77,81, 158,171,194

84, 87,90, 161, 172

19

19-20, 33, 125, 145, 155,
163-164, 167, 176

20

M
34, 36, 46, 58, 60, 63, 67,
75,94, 98, 101, 104, 115,
119, 122, 128, 136, 138,
140, 142, 146, 149, 156,
164, 168

34, 36, 40, 46, 50, 58, 60,
63, 67,71, 75, 80, 94, 98,
101, 104, 117, 122, 130,
146, 149, 156, 158, 164,
168

24, 33, 36, 40, 46, 50, 53,
60, 63, 67, 71, 75, 80, 87,
90, 94, 98, 101, 104, 108,
120, 132, 146, 149, 152,
158, 161, 163-164
112,120, 123, 140, 142,
175

58, 60, 116, 168

34, 36, 46, 58, 60, 63, 94,
98, 101, 104, 119, 126, 140,
146, 156, 164, 168

10, 45-46, 176

177

191

49

33, 103-104, 107-108, 181,
189

8,11, 103-104, 107-108

125-126, 128, 130, 132
176, 191

176

191

178-182

materials, hardened

mean friction coefficient
milling cutters with rhombic
inserts

milling cutters with round
inserts ((button cutter)US)

milling feed rates, effective

milling forces, axial

milling forces, radial
milling report
milling strategies
Mirroworx®

model making
modification

morse taper shank
mould making

neutral (0°) set tools

non-ferrous metals

operating, smooth
operational life time, longer

N

0

25, 28-29, 32, 35, 38-39, 42,
46-47, 51, 54, 59, 61-62,
65, 69, 73, 76, 78-79, 82,
85-86, 88-89, 91, 95-96, 99,
102, 105, 109, 113, 115,
117-118, 120-121, 123-124,
126-133, 136-143, 147, 150,
153, 157, 159, 162, 165,
169, 182, 184, 189

175

8-9, 93-94, 97-98, 101

3, 8-9, 17, 57-58, 60, 63,
67,71,75,77, 80, 84, 87,
90, 194

176

21, 25, 29, 35, 39, 43, 47,
52,55, 59, 62, 66, 70, 74,
76, 79, 83, 86, 89, 92, 96,
100, 102, 105, 109, 147,
151, 154, 157, 159, 162,
166, 170

21

190

13

89, 23, 31-32, 195

176

2

16-17

20, 176

9, 20-21, 67, 75, 80, 87, 90
20, 25, 28-29, 32, 35, 38-39,
42, 46-47, 51, 54, 59, 61-62,
65, 69, 73, 76, 78-79, 82,
85-86, 88-89, 91, 95-96, 99,
102, 105, 109, 113, 115,
117-118, 120-121, 123-124,
126-133, 136-143, 147, 150,
153, 157, 159, 162, 165,
169, 181, 184, 189

94, 97-98, 101
19

operation data, extended

optimization
overhang, long

P 25

P 40

patent protected
PCD

plain shank end mills

plastics

plunging, axial

plunging, ramping

plunging angle
Polygon
positive, 5°
positive, 7°

power consumption

power requirement
power screw

precision

P

2,5,25,29, 35, 39, 43, 47,
52,55, 59, 62, 66, 70, 74,
76,79, 83, 86, 89, 92, 96,
100, 102, 105, 109, 147,
151, 154, 157, 159, 162,
166, 170

18

19

45-47, 57, 64-65, 68-69,
72-73, 78-79, 81-82, 85-86,
88-89, 91, 125-133, 145,
150, 153, 155, 159, 171,
184-185, 189

23, 25, 27-29, 33, 35, 38-39,
42,57, 61-62, 64-65, 68-69,
72-73, 78-79, 81-82, 85-86,
88-89, 91, 145, 147, 150,
153, 155-157, 159, 161-163,
165, 171, 184-185, 189, 191
10

1,23, 33, 38-39, 49, 93, 95-
97,99, 103, 111, 145, 171,
175, 189

34, 37, 58, 60, 95

33, 103-104, 107-108, 181,
189

25, 29, 35, 39, 43, 47, 52,
55,59, 62, 66, 70, 74, 76,
79, 83, 86, 89, 92, 96, 100,
102, 105, 109, 147, 151,
154, 157, 159, 162, 166,
170

25, 29, 35, 39, 43, 47, 52,
55, 59, 62, 66, 70, 74, 76,
79, 83, 86, 89, 92, 96, 100,
102, 105, 109, 147, 151,
154, 157, 159, 162, 166,
170

20

155

87,90

9, 50, 53, 80-81, 87, 90
23-24, 40, 45-46, 49-50, 57,
87,94, 97-98, 101, 190
23-24, 45-46

172

3,10, 18-19, 112, 114, 116,
119,122,177
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pre-finishing
pre-finishing operations
process reliability
productivity, increased
profile milling

profiles, deep

purchase order form

PVAS-coating
PVAT-coating

PVDiaN-coating

PVGM-coating
PVGP-coating

PVML-coating

PVSR-coating

PVTi-coating

PVTiH-coating

Quadworx®

Q

87,189

104, 108, 112, 114, 116,
119, 122, 135-136, 138,
140, 142

19-20, 145

21

94, 97-98, 101

156, 158, 161

197

188

188

38-39, 45-47, 57, 61-62, 64-
65, 68-69, 72-73, 78-79, 81-

82, 93, 95-97, 99, 103-105,
107-109, 167, 169, 188-189
184-185, 188-189

163, 165

35, 57, 64-65, 68-69, 72-73,
78-79, 81-82, 85-86, 88-89,
125-133, 184, 188-189
27-29, 57, 61-62, 64-65,
68-69, 72-73, 78-79, 81-82,
85-86, 88-89, 184-185,
188-189

23, 25, 27-29, 31-32, 38-39,
42, 45-47, 57,59, 61-62,
64-65, 68-69, 72-73, 78-79,
81-82, 85-86, 88-89, 91,
93, 95-97, 99, 101-105,
107-109, 111, 113, 115,
117-118, 120-121, 123-124,
135-143, 145, 147, 150,

153, 155-157, 159, 161-163,

165, 167, 169, 184-185,
188-189, 191

93, 95-96, 111, 113, 115,
117-118, 120-121, 123-124,
163-165, 167, 169, 188-189

8, 11, 16-17, 145-146, 149,
152

quality

quiet running

ramping

range of applications / cut-

ting materials
rate of feed
reduction
reproduction
retention forces
reversible insert

revolution

rigidity
Rockwell-hardness

roughing

roughing cutters
roughing operations
round inserts

SAE-standard
Schnittdaten

screws

seminars

service

set screw

setting angle

shape, slim

shell-type combinations

3, 8,10, 22-23, 25, 27-29,
31-33, 35, 38-39, 42, 45-47,
49, 51, 54, 57, 59, 61-62,
64-65, 68-69, 72-73, 76,
78-79, 81-82, 85-86, 88-89,
91, 93, 95-97, 99, 101-105,
107-109, 111, 113, 115,
117-118, 120-121, 123-133,
135-143, 145, 147, 150,
153, 155-157, 159, 161-163,
165, 167, 169

20-21, 23, 27-28, 31, 112,
114, 116, 119, 122, 155-
156, 158, 161, 163-164

25, 29, 35, 39, 43, 47, 52,
55,59, 62, 66, 70, 74, 76,
79, 83, 86, 89, 92, 96, 100,
102, 105, 109, 147, 151,
154, 157, 159, 162, 166,
170

189

191

16-17

2

3, 18-21, 175

135-136, 138, 140, 142

12, 125-126, 128, 130, 132,
176-177, 191

12,18-21, 27, 40, 57, 90
183

19-20, 33, 49, 63, 80, 103-
104, 107-108, 125-126, 128,
130, 132, 145, 189, 191
87,90

19

16, 57

178-182

5,190

3,18, 21,37,77, 84, 111,
165, 171-172, 174-175, 195
13

6,8

24,32, 53,108, 172, 195
23,187

18,177

17

shell-type extensions

shell-type milling cutters

shim

shrink connection
shrink fit-zone
shrinking adapters
shrinking arbors
shrinking technology
shrink thread

slot milling cutters

Slotworx®

smooth coating

solid carbide

solutions

Spain, material classification
spare parts

special carbide grade
special materials

spheroidal graphite castings
spindle systems

square shoulder milling
cutters

SS-standard

stainless steel

starting torque, Torx®

steel

steel, free machining

17

17,24, 28, 32, 37, 41, 50,
53, 68, 71, 77, 80-81, 84,
87,90, 108, 149, 152, 158,
161, 165
20,77,84,172,194
3,17, 19

18

16

16-17, 177

8, 176-177

18

8-9, 33-34, 36, 40, 45-46
89, 11, 16-17, 33-34, 36-37,
40, 163-165, 167-168, 171
20

8,16, 167

2,13,22,176

178-182

176

189

19, 21

180

8,176

8-9, 33-34, 36, 40, 45-46

178-182

25, 28-29, 32, 35, 38-39, 42,
46-47, 51, 54, 59, 61-62,
65, 69, 73, 76, 78-79, 82,
85-86, 88-89, 91, 95-96, 99,
102, 105, 109, 113, 115,
117-118, 120-121, 123-124,
126-133, 136-143, 147, 150,
153, 157, 159, 162, 165,
169, 180, 189

175

25, 28-29, 32-33, 35, 38-39,
42, 46-47, 51, 53-54, 59,
61-62, 64-65, 68-69, 72-73,
76, 78-79, 82, 85-86, 88-89,
91, 93, 95-97, 99, 102, 105,
109, 113, 115, 117-118,
120-121, 123-133, 136-143,
147, 150, 153, 157, 159,
162-165, 169, 178-180, 184-
185, 189, 191

178

steel, stainless

steel castings

steel castings, difficult to
machine

steep taper (SK)

strategy

strength category

stress distribution, optimum
structural steel

surface finish

surfaces, smooth and level-
led
Sweden, material classifica-
tion

technical data

technology

tensile strength
threaded bushes
threaded combinations

threaded shank end mill
bodies

time/chip volume
titanium alloy
tolerances

tool costs, reduced
tool diameter

tool diameter, effective
tool making

tools for finishing

tool steel, difficult to ma-
chine

tool steel, normal

25, 28-29, 32, 35, 38-39, 42,
46-47, 51, 54, 59, 61-62,
65, 69, 73, 76, 78-79, 82,
85-86, 88-89, 91, 95-96, 99,
102, 105, 109, 113, 115,
117-118, 120-121, 123-124,
126-133, 136-143, 147, 150,
153, 157, 159, 162, 165,
169, 180, 189

178

178

16-17

12-13

175

21

178

20, 31, 111, 145, 176-177,
191

32

178-182

|18

18-19

19, 21, 183
77,84,172,194

17-19

17, 24, 34, 36, 40, 46, 50,
53, 58, 60, 63, 67, 71, 75,
80, 87, 90, 94, 98, 101, 104,
108, 112, 114, 116, 119,
122, 126, 128, 130, 132,
136, 138, 140, 142, 146,
149, 152, 156, 158, 161,
164, 168

190-191

179

18, 186

19

57, 191

191

10, 20, 45-46, 176

32,93

178-179

178
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tool system

toric end mills

toric insert
torque

torque screwdriver

torx-screwdriver

torx-screws

Trigaworx®

TSI 3510

UNI

universal milling cutters
Uniworx®

US, material classification

Vc

2-3, 8, 13, 16, 19-20, 22,
49, 196

8, 11,16, 111-112, 114,
116, 119, 122, 126, 128,
130, 132, 136, 138, 140,
142

1M

173,175,177, 196

24,28, 32, 34, 37, 41, 46,
50, 53, 58, 61, 64, 68, 71,
75,77, 81, 84, 87, 90, 95,
98, 101, 104, 108, 112, 114,
117,120, 123, 126, 128,
130, 132, 136, 138, 140,
142, 149, 152, 156, 158,
161, 165, 169, 173-175
24,28, 32, 34, 37, 41, 46,
58, 61, 64, 68, 71,75, 77,
81, 84, 87, 90, 95, 98, 101,
104, 108, 112, 114, 117,
120, 123, 126, 128, 130,
132, 136, 138, 140, 142,
146, 149, 152, 156, 158,
161, 165, 169, 172, 194

21, 24, 28, 32, 34, 41, 46,
58, 61, 64, 68, 71, 77, 81,
84,87, 90, 95, 98, 101, 104,
108, 126, 128, 130, 132,
146, 149, 152, 156, 158,
161, 169, 171, 194

8,11, 16, 155-156, 158,
161, 174

192-193

U
178-182

45-46, 111

8, 11,16, 111-112, 114,
116, 119, 122

178-182

V
5,25, 29, 35, 39,42, 47,
50-51, 53-54, 59, 62, 65, 69,
73,76, 79, 82, 86, 89, 91,
96, 99, 102-105, 107-109,
113, 115, 118, 121, 124,
127,129, 131, 133, 137,
139, 141, 143, 147, 150,
153, 157, 159, 162, 165,
169, 176, 189-191, 196

VCGT

VDGT

vertical walls

Vf

vibrations
Vickers-hardness
V-shaped insert seat

walls, vertical
Waveworx

WDHX

wear

wear resistant

wear resitance / toughness
Weldon

wet machining

wiper edge, ground

working depth

XDHT
XDHW
XOMX

yield point utilization

zero-reach arbors

8, 11,107-108

8,11, 103-104

19, 103-104

190-191

19, 27, 155

183

111-112, 114, 116, 119, 122
W
19, 103-104

8,11, 125-126, 128, 130,
132

156, 159, 161

21

189

185

61, 64, 67

50, 53, 196

186

1,23, 33,49, 93,103, 111,
125-126, 128, 130, 132,
145, 155-156, 158, 161,
171,175

X
8-9, 38, 42, 97-99, 101
8-9, 97-99, 101

35




QUICKFINDER

Fit zone diam. of threaded shank end mill bodies:

Thread size M5 M 6 M8 M 10 M 12 M 16
Length fit zone in mm 55 6,5 8,5 10,5 12,5 17,0
Starting torque in Nm 7 10 15 30 50 100

Thread sizes for Shell-type arbors:

Pilot diameter in mm

Fixing screw M8 M 10 M 12 M 16 M 20

Theoretical d4 and 13:

The arbor dimensions d4 and I3 (see illustration at left) are calculated up to the theoreti-
cal point of intersection between arbor taper and collar.
Please take the radius R (5-8 mm depending on arbor type) into account for practical use.

Theoretical usable end mill length of Solid carbide end mills in mm*:

diam. of shank (DIN 6535) d2 h6 6+8 12+14 16+18
_ length of shank (DIN 6535) 12 2 28 36 40 45 48

diam. of shank (DIN 6535) d2 h6 20 25 32+36

length of shank (DIN 6535) 12 *2 50 56 60

*this usable length appears through deduction of the DIN-shank-length (I2 according to DIN 6535) from the overall

length 11 of the end mill or of the solid carbide adapters. See table above.

Features:

toric tool ©! | incorporated insert arbors with zero reach
7° positive axial rake angle I clamping flat 5% DuoPlug®
12° positive axial rake angle = | concave moulding il shim
74 | 17° positive axial rake angle working depth Bl | internal coolant supply
AL | Solid Carbide suitable for high-speed machining @ | especially suitable f. non-ferr. materials
chamfer O wet machining possible (2] | on request
ﬁ 2-point contact milling & dry machining possible M | stock item, subject to confirmation
O | wet machining required ®® | for direct spindle mounting available as long as stock lasts
&% | dry machining required Tl | long series o] | stainless- acid- and heat resistant
e balance grade #He | dense antivibration material

Zpokolm

PREMIUMTOOLS. WE KNOW HOW.




Pokolm
Frastechnik GmbH & Co. KG

Adam-Opel-StralBe 5
33428 Harsewinkel
Germany

fon: +49 5247 9361-0
fax: +49 5247 9361-99

info@pokolm.de
www.pokolm.de

FL-253 DE 0913






