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SOIid Carbide mi"ing Product overview

High performance milling

Application
Products Solid carbide cutters Teeth (] Type Page
M| K|N|S
PM-2E —— e 2 | 10200 v |v End mills B330
PM-2EL —_— 2 3.0-20.0 v v End mills B331
PM-4E-G —_—— 4 | 10200 v |wv End mills B332
PM-4EL-G R S 4 | 30200 v |v End mills B333
PM-4EX-G ——— 4 | 30200 v |wv End mills B334
PM-4E —_— . \\\Y 4 | 10200 v |v End mills B335
PM-4EL —_— Y 4 | 30200 v |v End mills B336
PM-6E —_—,——XY 6 | 60200 v |v End mills B337
PM-6EL — AR 6 | 60200 v | v End mills B338
PM-2B —_— 2 | 10200 v |v Ball nose cutters B339
PM-2BL ﬂ 2 2.0-200 v | v Ball nose cutters B340
PM-2BFP | —— ] 2 1.0-20.0 v | v Ball nose cutters B341
PM-2BC e 2 | 0540 v v Ball nose cutterwith | g5,
conical neck
PM-4B e 4 3.0-20.0 v | v Ball nose cutters B345
PM-4BL E 4 3.0-20.0 v | v Ball nose cutters B346
PM-2R —— 2 | 10120 v |v Torus mills B347
PM-4R ————— 4 | 30120 v |v Torus mills B350
PM-4RL _ = 4 | 60160 v | v Torus mills B351
PM-4H - - 4 | 30120 v | v High-feed mills B348
PM-4HL y - 4 40-12.0 v |wv High-feed mills B349
v Very suitable v Suitable
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Product overview SOIid Carbide mi"ing

General machining

Application A
Products Solid carbide cutters Teeth 7] Type Page
PIM|K|N|S|H
5501R302GM T - 2 30200 | w | v | v End mills B272
2
=
5601R302GM 2 [30200f|v]|v]|v End mills B273 =
=
5502R302GM 2 [10200|v|v]v End mills B274
5602R302GM 2 [20200|v]|v]|v End mills B275
GM-2E 2 |[10200|v|v]v End mills B276
GM-2EL 2 [30200|v]|v]|v End mills B277
on
£
GM-2EX 2 [3020|v|v]|v End mills B278 =
GM-2EFP 2 |e0160|v|v|v End mills B279
GM-2F 2 [10200|v]|v]|v End mills B280 C
GM-2FL 2 [30200|v]|v]|v End mills B281
GM-2EP 2 0550 | v |v|v Mini end mills B282
g
GM-2ES 2 (0330 |v|v]|v Mini end mills B284 5
GM-3E 3 [10200|v]|v]|v End mills B285
GM-3EL 3 [30200|v|v]|v End mills B286 D
5501R303GM 3 [30200|v]|v]|v End mills B287
5601R303GM 3 [3020]|v|v]|v End mills B288 = 6
[ =
£ E
= .
5502R303GM 3 [30200|v]|v]|v End mills B289 é S
o
5602R303GM 3 [30200|v]|v]|v End mills B290
5502R453GM 3 [30200|v]|v]|v End mills B291 E
5602R453GM _—m 3 [30200]|v|v]|v End mills 8292
GM-4E-G — 4 1020 |v|v|v End mills B298

v Very suitable v Suitable

Index
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SOIid Carbide mi"ing Product overview

General machining

Application
Products Solid carbide cutters Teeth (] Type Page
M| K|N|S
GM-4F-G — 4 | 10200 v |v End mills B293
GM-4EL-G —_—e 4 | 30200 v | v End mills B294
GM-4FL-G —_—SS 4 3.0-16.0 v |wv End mills B295
GM-4EX-G ——b 4 | 30200 v v End mills B296
GM-4E D ——— 4 | 10200 v |v End mills B297
GM-4EL ——— OO 4 3.0-20.0 v | v End mills B299
GM-4EFP [—— 4 | 60200 v |v End mills B300
5501R304GF | e AN 4 | 30200 v |v End mills B301
T ITETVICT Y — 4 | 30200 v |v End mills B302
5502R304GF | e AR 4 | 30200 v|v End mills 8303
5602R304GF | e AN 4 | 30200 v |v End mills B304
5508R454GM | o aRRSRRS 4 | 30200 v |v End mills B305
5602R454GM | o AN 4 | 30200 v |v End mills B306
5589R45MGF OIS | 510 | 60200 v |v End mills B307
GM-6E —_—XN 6 | 60200 v |v End mills B308
GM-6EL — A 6 | 6.0-200 v v End mills B309
5565R302GF ﬂ 2 3.0-20.0 v | v Ball nose cutters B310
5665R202GM = - m 2 | 30200 v | v Ball nose cutters B311
5566R302GF e 2 3.0-12.0 v | v Ball nose cutters B312
GM-2B — N 2 | 10200 v v Ball nose cutters B313
GM-2BL —— e 2 | 20200 v |v Ball nose cutters B314
v Very suitable v Suitable
e
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Product overview SOIid Carbide mi"ing

General machining

Application
Products Solid carbide cutters Teeth 7] Type Page
M]IK|N|S

GM-2BFP { = 2 1.0-20.0 v | v Ball nose cutters B315
GM-2BS —_— 2 03-3.0 v |wv Mini ball nose cutters B316
GM-2BP E—‘ 2 0.5-5.0 v | v Mini ball nose cutters B317
GM-4B —_—n 4 | 30200 v|v Ball nose cutters B319
GM-4BL @ 4 3.0-20.0 v v Ball nose cutters B320
GM-2R ————— . 2 | 10120 v |wv Torus mills B321
GM-4R _— N\ 4 | 30120 v |v Torus mills B322
GM-4RL _— ™ 4 | 60160 v | v Torus mills B323
5602R303GR e— y 3 6.0-8.0 v |wv Rippers B324
5602R304GR 4 10.0-20.0 v | v Rippers B325
5602R305GR 5 25.0 v | v Rippers B326
GM-4W — 4 | 60200 v|v Rippers B327

v Very suitable v Suitable

Machining high hardness steel

HM-2E — 2 | 10200 End mills B354
HM-2EFP —_— 2 | 60200 End mills B355
HM-2EP ————. 2 0.5-5.0 Mini end mills B356
HM-2ES 2 0.3-3.0 Mini end mills B358
HM-4E 4 1.0-20.0 End mills B359
HM-4EL 4 | 30200 End mills B360
HM-4EFP RN 4 | 60200 End mills B361
5502R55MHH Sy a8 | 30200 End mills B362

v Very suitable v Suitable

<
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SOIid Carbide mi"ing Product overview

Machining high hardness steel

Application
Products Solid carbide cutters Teeth (] Type Page
M| K|N|S

HM-6E eSS 6 | 60200 End mills B363
HM-6EL —_— 6 | 60200 End mills B364
HM-2B _— 2 | 10200 Ball nose cutters B365
HM-2BL —_——ea® 2 2.0-20.0 Ball nose cutters B366
HM-2BFP { - 2 1.0-20.0 Ball nose cutters B367
HM-2BS —_— 2 0.3-3.0 Mini ball nose cutters | B368
HM-2BP _— - 2 0.5-5.0 Mini ball nose cutters B369
HM-4B m 4 3.0-20.0 Ball nose cutters B371
HM-4BL — > 4 3.0-20.0 Ball nose cutters B372
HM-4R — 4 | 30120 Torus mills B373
HM-4RF _— 4 | 60120 Torus mills B374
HM-4RP — — 4 | 60160 Torus mills B375

v Very suitable v Suitable

Copper and copper alloys

5502R402NM —_— 2 3.0-20.0 v End mills B378
NM-2E —_— 2 | 10120 v End mills B379
NM-2EP —— 2 | 0550 v Mini end mills B380
NM-4E — 4 | 30120 v End mills B381
NM-28B —_— 2 | 10120 v Ball nose cutters B382
NM-2BP —— 2 0.5-5.0 v Mini ball nose cutters | B383

v Very suitable v Suitable

<
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Product overview SOIid Carbide mi"ing

Aluminium and aluminium alloys

Application
Products Solid carbide cutters Teeth 7] Type Page
M|K|N|S
AL-2E %\rﬁgﬂ“ 2 | 10200 v End mills B386
AL-2EL et 4 2 3.0-20.0 v End mills B387
ALG-2E 2 | 1.0200 v End mills B388
ALG-2R 2 6.0-25.0 v Torus mills B403
ALG-2R-W 2 6.0-25.0 v Torus mills B404
AL-3E 3 1.0-20.0 v End mills B389
AL-3EL 3 | 3.0-200 v End mills B390
ALG-3E 3 1.0-20.0 v End mills B391
ALG-3E-W 3 | 3.0-200 v End mills B392
ALP-3E 3 1.0-20.0 v End mills B393
ALP-3E-W 3 | 3.0-200 v End mills B394
ALP-4E 4 | 30200 v End mills B395
ALP-4E-W 4 | 30200 v End mills B396
AL-3W 3 6.0-20.0 v Rippers B397
5565R302NH _é 2 | 30160 v Ball nose cutters B398
5566R302NH — 2 | 30160 v Ball nose cutters B399
AL-2B 2 2.0-12.0 v Ball nose cutters B400
AL-2R-AIR 2 | 60200 v High perf?\:m?"ce torus) - gao
AL-2RL-AIR i e 2 | 6.0-200 v High perf?\:msnce torus)  gaon
AL-3R-AIR . — =y 3 [120200 v High perf?\:m?"ce torus| a5
AL-3RL-AIR — =¥ 3 [120-200 v High perf?\:m?"ce torus)  gaoe
v Very suitable v Suitable
e
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SOIid Carbide mi"ing Product overview

HPC with unequal helix angle

Application
Products Solid carbide cutters Teeth (] Type Page
M| K|N|S
5501R38414GM | 4 | 40200 v [ End mills B408
5502R38414GM | S NN 4 | 40200 v |v End mills B409
5601R38414GM | 4 | 40200 v |wv End mills B410
5602R38414GM | S NG 4 | 30200 v |v End mills B411
5502R38414GM-R | =R 4 | 40200 v |v Torus mills B412
5602R38414GM-R | =R 4 | 40200 v |v Torus mills B413
UM-4E ——— 4 | 40200 v |v End mills B416
UM-4E-W ———— 4 | 40200 v |v End mills B417
UM-4EL ———— 4 | 40200 v |v End mills B418
UM-4EL-W ——— 4 | 40200 v | v End mills B419
UM-4ELP-W ————— 4 | 40200 v |v End mills B420
UM-4EFP ————— 4 | 60200 v | v End mills B421
UM-4R ————Ced 4 | 40200 v |v Torus mills B422
UM-4RL ———— ) 4 | 60160 v |v Torus mills B423
UM-4RFP —— —Y 4 | 60160 v | v Torus mills B424
VSM-4E —_—\Y 4 | 40200 v v End mills B426
VSM-4E-C —_—Y 4 100200 v v End mills B427
VSM-4R e S 4 | 40200 v v Torus mills B428
v Very suitable v Suitable
<
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Product overview SOIid Carbide mi"ing

Deburring cutter

Application
Products Solid carbide cutters Teeth 7] Type Page
PIM|K|[N|S
5501/5601 a 34 0207 | w |wv |wv | v Deburring cutters B432
5501/5601 EHE 3-4 0207 | w |[v v ]|V Deburring cutters B433
5601 ! 4 52100 | v | v | v | ¥ Deburring cutters B434

v Very suitable

v Suitable
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SOIid Carbide mi"ing Grade overview

Coated cemented carbide PVD

Grade Grade description

KMD401 PVD coated carbide substrate for high performance milling application of non-ferrous metals, CFRP and GFRP and organic
materials. The DLC layer has very good wear protection and high thermal stability.

KMG303 PVD coated carbide substrate for universal milling application of steel (up to HRC<=48), stainless steel and cast iron.
PVD coated carbide substrate for high performance milling application of steel (up to HRC <55), stainless steel, super alloy

KMG405 : : 2 3 f S
material and cast iron. High wear resistance and toughness for a wide application field.

KMG555 PVD coated carbide substrate for hard milling application of steel (HRC 55-68), highest wear resistance and toughness for best
cutting result.

KMG309 PVD coated carbide substrate for non ferrous materials. High wear resistance even in abrasive materials.

Uncoated cemented carbide

Grade Grade description
YK30F Uncoated K30 carbide substrate for steel, stainless steel, cast iron and non ferrous materials.
YK40F Uncoated K20-K30/N20-N30 carbide substrate for cast iron and non ferrous materials.
o
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1 2 3 4 5 6 7 8 9 10
Type Shank type
Code Description Code Description
5 Milling cutter 1 Shank
5 DIN 6535 HA
6 Weldon shank DIN 6535 HB
7 Whistle Notch DIN 6535 HE
9 Morse taper shank
1 2
Cutting edge type Tool length
Code Description Code Description
0 Square shoulder mill 1 DIN 6527 K
6 Ball nose cutter 2 DIN 6527 L
8 Torus mill 5 Factory standard ZCC-A
6 Factory standard ZCC-B
8 DIN 6528
9 Factory standard ZCC-D
3 4
Rotation direction Helix angle Number of teeth
Code Description Code Description Code Description
R Right 20 20° 2 2
L Left 30 30°
3841 38°/41°
o Indicated when different
45 - M diameters have a different number of teeth
55 55°
60 60°
5 6 7
Application Radius [mm] Diameter [mm]
Code Description Code Description Code Description
GM Semi-finishing RO3 0,3 0100 1.0
GF Finishing R15 1,5 0800 8,0
HM Hard machining R30 3,0 2000 20,0
MHH High-speed hard machining
NH High-performance machining of heat-resistant alloys
8 9 10

S

e Face milling

P oo

¢ Profile milling f Chamfer milling

b Square shoulder milling d Slot milling

h Circular milling/Ramping

a Groove milling
g Plunge milling

>

>
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System code - JIS series SOIid Carbide mi"ing

P D12 RO0.5

M08 - W

1 2 3 A 5 6 7 8 9
Application
Code Description
GR General roughing
GM Semi-finishing
GF Finishing
PM High-performance machining
HM Hard machining Number
HH High-speed hard machining of teeth
NM General machining of non-ferrous metals
AL General machining of Al and Al alloys
ALP High-performance machining of Al and Al alloys
ALG General machining of Al and Al alloys
um HSC/HPC machining
VSM General machining of heat-resistant alloys
1 2
Cutting edge type Cutting edge length
Code Description Code Description
E Square shoulder mill with protective chamfer L Long
F Square shoulder mill with sharp cutting edges X Extra long
B Ball nose cutter F Short
R Torus mill
w Ripper
H High-feed mill
3 4
Type Diameter [mm]
Code Description Code Description
S Mini diameter D3.0 3,0
P Ground neck D8.0 8,0
C Conical neck D20.0 20,0
2 6
Radius [mm] Features
Code Description Code Description
RO.5 05 G Spiral angle 30 Weldon shank
R1.0 1.5 M Neck length [mm]
R3.0 3,0 s Thin shank
— AIR For aerospace industry
7 8 9
b

P oo e

a Groove milling e Face milling

b Square shoulder milling ¢ Profile milling d Slot milling

h Circular milling/Ramping

o~

f Chamfer milling

g Plunge milling

B269
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GM series

For general applications

B For machining of steel to max. 50 HRC and cast iron to
heat-resistant alloys.

B Sharp cutting edge with high edge stability. Roughing to
finishing with long tool life.

B End mills, ball nose cutters, torus mills, rippers and mini
cutters.

B Diameter range 0.3-20.0mm

Application fields for machining of steel

| | | | 1
30HRC 40HRC 50HRC 55HRC 68HRC

I very suitable suitable

GM-4B
GM-2B

GM-6E
GM-2E

GM-4W
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Solid carbide milling o series

End mill Semi-finishing

5501R302GM 0 0 o @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

d ] E\M " pf KCH
—~——
L
CHW
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303 |YK30F
5501R302GM-0300 3 6 = 50 0 0 2 [ o
5501R302GM-0400 4 6 5 54 0 0 2 [ ] o]
5501R302GM-0500 5 6 6 54 0 0 2 [ o
5501R302GM-0600 6 6 7 54 45 01 2 . [s]
5501R302GM-0800 8 8 9 58 45 0.1 2 [ ] o]
5501R302GM-1000 10 10 11 66 45 01 2 . [s]
5501R302GM-1200 12 12 12 73 45 0.1 2 [ ] o]
5501R302GM-1400 14 14 14 75 45 0.15 2 [ []
5501R302GM-1600 16 16 16 82 45 0.15 2 [ o
5501R302GM-1800 18 18 18 84 45 0.15 2 [ ] o]
5501R302GM-2000 20 20 20 92 45 0.15 2 [ o
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
Systemcode » B268 Cuttingdata ~ B436 Nonstandardorder » B477

e
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amseries  Solid carbide milling

End mill

5601R302GM 0 0 0 @ & 0

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 30°

Semi-finishing

dl I H'HE KCH
H
L
CHW T
Dimensions [mm] Grade
Article x D d (he) H L KCH CHW Teeth KMG303 |‘|"K30F
5601R302GM-0300 3 6 4 50 0 0 2 . o
5601R302GM-0400 - 6 5 54 0 0 2 . o
5601R302GM-0500 5 6 6 54 0 0 2 . o
5601R302GM-0600 6 6 7 54 45 0.1 2 ] o
5601R302GM-0800 8 8 9 58 45 0.1 2 L] o
5601R302GM-1000 10 10 1 66 45 0.1 2 ] o
5601R302GM-1200 12 12 12 73 45 0.1 2 L] o
5601R302GM-1400 14 14 14 75 45 0.15 2 ] o
5601R302GM-1600 16 16 16 82 45 0.15 2 . o
5601R302GM-1800 18 18 18 84 45 0.15 2 . o
5601R302GM-2000 20 20 20 92 45 0.15 2 . o
® Exstock o Ondemand
< With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
Systemcode * B268 Cutting data > B436 Nonstandard order > B477
g
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Solid carbide milling o series

End mill long cutting edge Semi-finishing

5502R302GM 0 0 o @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

d {;E\M "ol KCH
A
L
CHW
Dimensions [mm] Grade
Article * D d (h6) H L KCH CHW Teeth KMG303 |YK30F
5502R302GM-0100 1 3 2 38 0 0 2 . [s]
5502R302GM-0150 1.5 3 3 38 0 0 2 [ ] [o}
5502R302GM-0200 2 6 6 57 0 0 2 . [s]
5502R302GM-0250 25 6 7 57 0 0 2 . [s]
5502R302GM-0280 28 6 7 57 0 0 2 L[] [e}
5502R302GM-0300 3 6 7 57 0 0 2 . [s]
5502R302GM-0350 35 6 7 57 0 0 2 L[] [e}
5502R302GM-0380 38 6 8 57 0 0 2 . [s]
5502R302GM-0400 4 6 8 57 0 0 2 . [s]
5502R302GM-0450 45 6 8 57 0 0 2 [ ] [o}
5502R302GM-0480 48 6 8 57 0 0 2 . [s]
5502R302GM-0500 5 6 10 57 0 0 2 [ ] o
5502R302GM-0550 55 6 10 57 0 0 2 L[] [e}
5502R302GM-0575 575 6 10 57 0 0 2 . [s]
5502R302GM-0600 6 6 10 57 45 0.1 2 L[] [e}
5502R302GM-0675 6.75 8 13 63 45 0.1 2 [s] [s]
5502R302GM-0700 7 8 13 63 45 0.1 2 . [s]
5502R302GM-0750 7.5 8 16 63 45 0.1 2 [ ] [o}
5502R302GM-0775 7.75 8 16 63 45 0.1 2 . [s]
5502R302GM-0800 8 8 16 63 45 0.1 2 [ ] [o}
5502R302GM-0870 8.7 10 16 72 45 0.1 2 . [s]
5502R302GM-0900 9 10 16 72 45 0.1 2 . [s]
5502R302GM-0950 9.5 10 16 72 45 0.1 2 [e} [e}
5502R302GM-1000 10 10 19 72 45 0.1 2 . [s]
5502R302GM-1100 1 12 22 83 45 0.1 2 . [s]
5502R302GM-1170 1.7 12 22 83 45 0.1 2 [ ] [o}
5502R302GM-1200 12 12 22 83 45 0.1 2 . [s]
5502R302GM-1370 13.7 14 22 83 45 0.1 2 [ ] [o}
5502R302GM-1400 14 14 22 83 45 0.15 2 . [s]
5502R302GM-1500 15 16 26 92 45 0.15 2 . [s]
5502R302GM-1570 15.7 16 26 92 45 0.15 2 L[] [e}
5502R302GM-1600 16 16 26 92 45 0.15 2 . [s]
5502R302GM-1700 17 18 26 92 45 0.15 2 [e} [e}
5502R302GM-1800 18 18 26 92 45 0.15 2 . [s]
5502R302GM-2000 20 20 32 104 45 0.15 2 . [s]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
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amseries  Solid carbide milling

End mill long cutting edge

5602R302GM 0 O 0 @ @ 0

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 30°

Semi-finishing

dl I r‘HE KCH
e — "
L
CHW T
Dimensions [mm] Grade
Article x D d (h6) H L KCH CHW Teeth KMG303 |‘|"K30F
5602R302GM-0200 2 6 6 57 0 0 2 . o
5602R302GM-0250 25 6 7 57 0 0 2 . o]
5602R302GM-0280 28 6 7 57 0 0 2 . o
5602R302GM-0300 3 6 7 57 0 0 2 . o
5602R302GM-0350 35 6 7 57 0 0 2 L] o]
5602R302GM-0380 38 6 8 57 0 0 2 . o
5602R302GM-0400 4 6 8 57 0 0 2 L] o]
5602R302GM-0450 45 6 8 57 0 0 2 . o
5602R302GM-0480 48 6 8 57 0 0 2 . o
5602R302GM-0500 5 6 10 57 0 0 2 . o]
5602R302GM-0550 5.5 6 10 57 0 0 2 . o
5602R302GM-0575 575 6 10 57 0 0 2 ] o
5602R302GM-0600 6 6 10 57 45 0.1 2 L] o]
5602R302GM-0675 6.75 8 13 63 45 0.1 2 o o
5602R302GM-0700 7 8 13 63 45 0.1 2 L] o]
5602R302GM-0750 7.5 8 16 63 45 0.1 2 . o
5602R302GM-0775 7.75 8 16 63 45 0.1 2 . o
5602R302GM-0800 8 8 16 63 45 0.1 2 . o]
5602R302GM-0870 8.7 10 16 72 45 0.1 2 . o
5602R302GM-0900 9 10 16 72 45 0.1 2 . o]
5602R302GM-1000 10 10 19 72 45 0.1 2 . o
5602R302GM-1170 1.7 12 22 83 45 0.1 2 . o
5602R302GM-1200 12 12 22 83 45 0.1 2 L] o]
5602R302GM-1370 13.7 14 22 83 45 0.1 2 . o
5602R302GM-1400 14 14 22 83 45 0.15 2 . o
5602R302GM-1570 15.7 16 26 92 45 0.15 2 . o]
5602R302GM-1600 16 16 26 92 45 0.15 2 . o
5602R302GM-1800 18 18 26 92 45 0.15 2 . o]
5602R302GM-2000 20 20 32 104 45 0.15 2 . o
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
g

B275

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Solid carbide milling o series

End mill

GM-2E 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

v[ ?WE
4%" A
10° L
i —
L
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303
GM-2E-D1.0S 1 4 3 50 2 A L[]
GM-2E-D1.55 1.5 4 4 50 2 A .
GM-2E-D2.0S 2 4 6 50 2 A L[]
GM-2E-D2.55 25 4 8 50 2 A .
GM-2E-D3.05 3 4 8 50 2 A .
GM-2E-D4.0S 4 4 11 50 2 B [ ]
GM-2E-D1.0 1 6 3 50 2 A .
GM-2E-D1.5 1.5 6 4 50 2 A [ ]
GM-2E-D2.0 2 6 6 50 2 A L[]
GM-2E-D2.5 25 6 8 50 2 A .
GM-2E-D3.0 3 6 8 50 2 A L[]
GM-2E-D3.5 35 6 10 50 2 A .
GM-2E-D4.0 4 6 1 50 2 A .
GM-2E-D4.5 45 6 1 50 2 A [ ]
GM-2E-D5.0 5 6 13 50 2 A .
GM-2E-D5.5 55 6 16 50 2 A [ ]
GM-2E-D6.0 6 6 16 50 2 B .
GM-2E-D7.0 7 8 20 60 2 A .
GM-2E-D8.0 8 8 20 60 2 B L[]
GM-2E-D9.0 9 10 22 75 2 A .
GM-2E-D10.0 10 10 25 75 2 B L[]
GM-2E-D11.0 11 12 26 75 2 A [ ]
GM-2E-D12.0 12 12 30 75 2 B .
GM-2E-D14.0 14 14 32 75 2 B [ ]
GM-2E-D16.0 16 16 45 100 2 B .
GM-2E-D18.0 18 18 45 100 2 B .
GM-2E-D20.0 20 20 45 100 2 B L[]
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B276



amseries  Solid carbide milling

End mill long cutting edge

GM-2EL 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

°L =l
E P S | A
107 L
———————
I — B
L
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG303
GM-2EL-D3.0 3 6 12 75 2 A .
GM-2EL-D4.0 4 6 15 75 2 A .
GM-2EL-D5.0 5 6 20 75 2 A .
GM-2EL-D6.0 6 6 20 75 2 B .
GM-2EL-D8.0 8 8 25 100 2 B .
GM-2EL-D10.0 10 10 30 100 2 B .
GM-2EL-D12.0 12 12 35 100 2 B .
GM-2EL-D14.0 14 14 40 100 2 B .
GM-2EL-D16.0 16 16 50 150 2 B .
GM-2EL-D20.0 20 20 55 150 2 B .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code > B268 Cutting data B436 MNonstandard order B477

B277
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Solid carbide milling o series

End mill extra long cutting edge

GM-2EX 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

A
- ———— e
o o
i B
L
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303
GM-2EX-D3.0 3 6 20 75 2 A L[]
GM-2EX-D4.0 4 6 25 75 2 A .
GM-2EX-D5.0 5 6 30 75 2 A L[]
GM-2EX-D6.0 6 6 30 75 2 B [s]
GM-2EX-D8.0 8 8 40 100 2 B [s]
GM-2EX-D10.0 10 10 50 110 2 B [o}
GM-2EX-D12.0 12 12 50 110 2 B [s]
GM-2EX-D16.0 16 16 70 150 2 B [o}
GM-2EX-D20.0 20 20 75 150 2 B [e}
e Exstock © Ondemand
¥ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B278



amseries  Solid carbide milling

End mill short cutting edge

GM-2EFP 0 0 0 @ @ 0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

Dimensions [mm] Grade
Article s D | doe) | d, H M L Teeth  |kMG303
GM-2EFP-D6.0 6 6 5.8 9 30 30 2 o]
GM-2EFP-D8.0 8 8 7.8 12 40 40 2 [s]
GM-2EFP-D10.0 10 10 9.6 15 50 50 2 o]
GM-2EFP-D12.0 12 12 115 18 50 50 2 [s]
GM-2EFP-D16.0 16 16 155 24 50 50 2 [s]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B268 Cutting data > B436 Nonstandard order B477

B279
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Solid carbide milling o series

End mill

GM-2F 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

| P
il =d ,
10°
=] i
L 1
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303
GM-2F-D1.0 1 6 3 50 2 A o]
GM-2F-D1.5 1.5 6 4 50 2 A [s]
GM-2F-D2.0 2 6 6 50 2 A o]
GM-2F-D2.5 25 6 8 50 2 A [s]
GM-2F-D3.0 3 6 8 50 2 A .
GM-2F-D3.5 35 6 10 50 2 A o]
GM-2F-D4.0 4 6 11 50 2 A .
GM-2F-D4.5 45 6 11 50 2 A [ ]
GM-2F-D5.0 5 6 13 50 2 A [ ]
GM-2F-D5.5 55 6 16 50 2 A [s]
GM-2F-D6.0 6 6 16 50 2 B [ ]
GM-2F-D7.0 7 8 20 60 2 A .
GM-2F-D8.0 8 8 20 60 2 B .
GM-2F-D9.0 9 10 22 75 2 A o]
GM-2F-D10.0 10 10 25 75 2 B [s]
GM-2F-D11.0 11 12 26 75 2 A o]
GM-2F-D12.0 12 12 30 75 2 B .
GM-2F-D14.0 14 14 32 75 2 B [s]
GM-2F-D16.0 16 16 45 100 2 B o]
GM-2F-D18.0 18 18 45 100 2 B [s]
GM-2F-D20.0 20 20 45 100 2 B o]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B28o



amseries  Solid carbide milling

End mill long cutting edge

GM-2FL 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

10° ¥ |
———————
U[ﬁm o
& B
L
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG303
GM-2FL-D3.0 3 6 12 75 2 A o
GM-2FL-D4.0 4 6 15 75 2 A o
GM-2FL-D5.0 5 6 20 75 2 A o
GM-2FL-D6.0 6 6 20 75 2 B o
GM-2FL-D8.0 8 8 25 100 2 B o
GM-2FL-D10.0 10 10 30 100 2 B o
GM-2FL-D12.0 12 12 35 100 2 B o
GM-2FL-D14.0 14 14 40 100 2 B o
GM-2FL-D16.0 16 16 50 150 2 B o
GM-2FL-D20.0 20 20 55 150 2 B o
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code > B268 Cutting data B436 MNonstandard order B477

B281
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Solid carbide milling o series

A End mill Semi-finishing

GM-2EP 0 0 @ @

- Factory standard
- Centre cutting
- Helix angle 35°

Turning

*ﬂ

10°

B Dimensions [mm] Grade
Article £ D ‘ d (h6) | d, H | M L Teeth KMG303
GM-2EP-D0.5-M04 0.5 4 0.45 0.7 4 50 2 L]
GM-2EP-D0.5-M06 0.5 4 0.45 0.7 6 50 2 .
o GM-2EP-D0.5-M08 0.5 4 0.45 0.7 8 50 2 L]
é GM-2EP-D0.8-M04 0.8 4 0.75 1.2 4 50 2 .
E GM-2EP-D0.8-M06 0.8 4 0.75 1.2 6 50 2 .
GM-2EP-D0.8-M08 0.8 4 0.75 1.2 8 50 2 L]
GM-2EP-D0.8-M10 0.8 4 0.75 1.2 10 50 2 .
GM-2EP-D1.0-M04 1 4 0.95 1.5 4 50 2 .
GM-2EP-D1.0-M06 1 4 0.95 1.5 6 50 2 L]
GM-2EP-D1.0-M08 1 4 0.95 1.5 8 50 2 .
C GM-2EP-D1.0-M10 1 4 0.95 1.5 10 50 2 L]
GM-2EP-D1.0-M12 1 4 0.95 1.5 12 50 2 .
GM-2EP-D1.0-M14 1 4 0.95 1.5 14 50 2 .
GM-2EP-D1.2-M06 1.2 4 1.15 1.8 6 50 2 L]
GM-2EP-D1.2-M08 1.2 4 1.15 1.8 8 50 2 .
? GM-2EP-D1.2-M10 1.2 4 1.15 1.8 10 50 2 L]
% GM-2EP-D1.2-M12 1.2 4 1.15 1.8 12 50 2 o
o GM-2EP-D1.5-M06 1.5 4 1.45 23 6 50 2 .
GM-2EP-D1.5-M08 1.5 4 1.45 23 8 50 2 L]
GM-2EP-D1.5-M10 1.5 4 1.45 23 10 50 2 .
GM-2EP-D1.5-M12 1.5 4 1.45 23 12 50 2 .
GM-2EP-D1.5-M14 1.5 4 1.45 23 14 50 2 L]
GM-2EP-D2.0-M06 2 4 195 3 6 50 2 .
D GM-2EP-D2.0-M08 2 4 1.95 3 8 50 2 L]
GM-2EP-D2.0-M10 2 4 195 3 10 50 2 .
GM-2EP-D2.0-M12 2 4 1.95 3 12 50 2 .
c GM-2EP-D2.0-M14 2 4 195 3 14 50 2 L]
LR GM-2EP-D2.0-M16 2 4 1.95 3 16 50 2 °
E g GM-2EP-D2.5-M08 2.5 4 24 3.7 8 50 2 o
8 '5 GM-2EP-D2.5-M10 25 4 24 37 10 50 2 .
= E GM-2EP-D2.5-M12 25 4 24 37 12 50 2 .
GM-2EP-D2.5-M14 25 4 24 37 14 50 2 L]
GM-2EP-D2.5-M16 25 4 24 37 16 60 2 .
GM-2EP-D2.5-M18 25 4 24 37 18 60 2 L]
GM-2EP-D2.5-M20 25 4 24 37 20 60 2 L]
E GM-2EP-D3.0-M06 3 6 285 45 6 50 2 .
GM-2EP-D3.0-M08 3 6 285 45 8 50 2 L]
e Exstock © Ondemand
s With internal cooling
P
3
- Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 Nonstandard order B477

B282 v



amseries  Solid carbide milling

End mill

Semi-finishing

GM-2EP 0 & @ @

- Factory standard
- Centre cutting
- Helix angle 35°

*

10°

M
Dimensions [mm] Grade
Article £ D d (h6) ‘ d, H ‘ M L Teeth KMG303
GM-2EP-D3.0-M10 3 6 2.85 45 10 50 2 .
GM-2EP-D3.0-M12 3 6 2.85 45 12 50 2 [ ]
GM-2EP-D3.0-M14 3 6 2.85 45 14 60 2 .
GM-2EP-D3.0-M16 3 6 2.85 45 16 60 2 [ ]
GM-2EP-D3.0-M18 3 6 2.85 45 18 60 2 .
GM-2EP-D3.0-M20 3 6 2.85 45 20 60 2 .
GM-2EP-D4.0-M12 4 6 3.85 6 12 50 2 [ ]
GM-2EP-D4.0-M14 4 6 3.85 6 14 60 2 .
GM-2EP-D4.0-M16 4 6 3.85 6 16 60 2 [ ]
GM-2EP-D4.0-M20 4 6 3.85 6 20 60 2 .
GM-2EP-D4.0-M25 4 6 3.85 6 25 60 2 .
GM-2EP-D5.0-M16 5 6 4.85 7.5 16 60 2 [ ]
GM-2EP-D5.0-M25 5 6 4.85 7.5 25 70 2 .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477

B283
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Solid carbide milling o series

End mill
A

Semi-finishing

GM-2ES 0 0 @ @

- Factory standard
- Centre cutting
- Helix angle 35°

Turning

—— T s
- 10° lﬁ' -H_
B Dimensions [mm] Grade
Article x D d (he) | H L Teeth KMG303
GM-2ES-D0.3 0.3 4 0.6 50 2 .
GM-2ES-D0.4 0.4 4 0.8 50 2 .
o GM-2ES-D0.5 05 4 1 50 2 .
= GM-2ES-D0.6 0.6 4 12 50 2 .
= GM-2E5-D0.7 07 4 14 50 2 .
GM-2ES-D0.8 0.8 4 16 50 2 .
GM-2ES-D0.9 0.9 4 18 50 2 .
GM-2ES-D1.0 1 4 2 50 2 .
GM-2ES-D1.1 1.1 4 2 50 2 .
GM-2ES-D1.2 12 4 25 50 2 .
c GM-2ES-D1.3 1.3 4 25 50 2 .
GM-2ES-D1.4 14 4 3 50 2 .
GM-2ES-D1.5 15 4 3 50 2 .
GM-2ES-D1.6 16 4 35 50 2 .
GM-2ES-D1.7 1.7 4 35 50 2 .
2 GM-2ES-D1.8 18 4 4 50 2 °
= GM-2ES-D1.9 1.9 4 4 50 2 B
o GM-2ES-D2.0 2 4 4 50 2 °
GM-2ES-D2.1 2.1 4 4 50 2 .
GM-2ES-D2.2 22 4 45 50 2 .
GM-2ES-D2.3 23 4 45 50 2 .
GM-2ES-D2.4 24 4 5 50 2 .
GM-2ES-D2.5 25 4 5 50 2 .
D GM-2ES-D2.6 26 4 5 50 2 .
GM-2ES-D2.7 2.7 4 55 50 2 .
GM-2ES-D2.8 28 4 55 50 2 .
= GM-2ES-D2.9 29 4 6 50 2 .
T .g GM-2ES-D3.0 3 4 6 50 2 .
E g e Exstock © Ondemand
5= *¢ With internal cooling
=
Application field
P M K N S H v Very suitable
E v v v v Suitable
=
S
£
System code B268 Cutting data B436 Nonstandard order B477
o
B2s4 v



amseries  Solid carbide milling

End mill

Semi-finishing

GM-3E 000@@0

- Factory standard
- Centre cutting
- Helix angle 45°

A z
10° H A
{ S5
B
L H
Dimensions [mm] Grade
Article 1 D d (h6) H ‘ L Teeth Geometry KMG303
GM-3E-D1.0S 1 4 3 50 3 A o]
GM-3E-D1.55 1.5 4 4 50 3 A o
GM-3E-D2.0S 2 4 6 50 3 A o]
GM-3E-D2.55 25 4 8 50 3 A o
GM-3E-D3.0S 3 4 8 50 3 A o
GM-3E-D4.0S 4 4 11 50 3 B o]
GM-3E-D1.0 1 6 3 50 3 A o
GM-3E-D1.5 1.5 6 4 50 3 A o]
GM-3E-D2.0 2 6 6 50 3 A o
GM-3E-D2.5 25 6 8 50 3 A o
GM-3E-D3.0 3 6 8 50 3 A o]
GM-3E-D3.5 35 6 10 50 3 A o
GM-3E-D4.0 4 6 11 50 3 A o
GM-3E-D4.5 45 6 11 50 3 A o]
GM-3E-D5.0 5 6 13 50 3 A o
GM-3E-D5.5 55 6 16 50 3 A o]
GM-3E-D6.0 6 6 16 50 3 B o
GM-3E-D7.0 7 8 20 60 3 A o
GM-3E-D8.0 8 8 20 60 3 B o]
GM-3E-D9.0 9 10 22 75 3 A o
GM-3E-D10.0 10 10 25 75 3 B o]
GM-3E-D11.0 1 12 26 75 3 A o]
GM-3E-D12.0 12 12 30 75 3 B o
GM-3E-D14.0 14 14 32 75 3 B o]
GM-3E-D16.0 16 16 45 100 3 B o
GM-3E-D18.0 18 18 45 100 3 B o
GM-3E-D20.0 20 20 45 100 3 B o]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

End mill long cutting edge

GM-3EL 00&@@0

- Factory standard
- Centre cutting
- Helix angle 45°

Semi-finishing

‘UI: =
10° H 2
) L
J
B
L
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303
GM-3EL-D3.0 3 6 12 75 3 A [ ]
GM-3EL-D4.0 4 6 15 75 3 A .
GM-3EL-D5.0 5 6 20 75 3 A [ ]
GM-3EL-D6.0 6 6 20 75 3 B .
GM-3EL-D8.0 8 8 25 100 3 B .
GM-3EL-D10.0 10 10 30 100 3 B [ ]
GM-3EL-D12.0 12 12 35 100 3 B .
GM-3EL-D14.0 14 14 40 100 3 B [ ]
GM-3EL-D16.0 16 16 50 150 3 B [ ]
GM-3EL-D20.0 20 20 55 150 3 B .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B 286



amseries  Solid carbide milling

End mill

5501R303GM 0 0 0 @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

Semi-finishing

dL E[ KCH
AT e
L
CHW T
Dimensions [mm] Grade
Article £ D d (he) H L KCH CHW Teeth KMG303 | YK30F
5501R303GM-0300 3 6 4 50 0 0 3 . o
5501R303GM-0400 4 6 5 54 0 0 5 . o
5501R303GM-0500 5 6 6 54 0 0 3 . o
5501R303GM-0600 6 6 7 54 45 0.1 3 ] o
5501R303GM-0800 8 8 9 58 45 0.1 3 L] o
5501R303GM-1000 10 10 1 66 45 0.1 3 ] o
5501R303GM-1200 12 12 12 73 45 0.1 3 L] o
5501R303GM-1400 14 14 14 75 45 0.15 3 ] o
5501R303GM-1600 16 16 16 82 45 0.15 3 . o
5501R303GM-1800 18 18 18 84 45 0.15 3 . o
5501R303GM-2000 20 20 20 92 45 0.15 3 . o
® Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477

B287
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Turning

Milling

N

Drilling

Solid carbide milling o series

End mill

5601R303GM 0 0 o @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Semi-finishing

d T KCH
ASE N
L

' CHW
Dimensions [mm] Grade
Article S D d (h6) H L KCH CHW Teeth KMG303 |YK30F
5601R303GM-0300 3 6 4 50 0 0 3 [ ] o
5601R303GM-0400 4 6 5 54 0 3 [ ] [o}
5601R303GM-0500 5 6 6 54 0 0 3 [ ] o
5601R303GM-0600 6 6 7 54 45 0.1 3 [ ] [o}
5601R303GM-0800 8 8 9 58 45 0.1 3 L[] [e}
5601R303GM-1000 10 10 1F ] 66 45 0.1 3 [ ] [o}
5601R303GM-1200 12 12 12 73 45 0.1 3 L[] [e}
5601R303GM-1400 14 14 14 75 45 0.15 3 [ ] [o}
5601R303GM-1600 16 16 16 82 45 0.15 3 [ ] o
5601R303GM-1800 18 18 18 84 45 0.15 3 [ ] [o}
5601R303GM-2000 20 20 20 92 45 0.15 3 [ ] o

e Exstock © Ondemand

*¢ With internal cooling

Application field
P M K N S H
v v

v Very suitable
v Suitable

O

Technical
Information

Index

System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B 288



amseries  Solid carbide milling

End mill long cutting edge

- Centre cutting
- Helix angle 30°

Semi-finishing

5502R303GM 0 O 0 @ @ 0

- Type of shank DIN 6535HA

R 9 ko
AeF W
L
CHW
Dimensions [mm] Grade
Article x D d (h6) H L KCH CHW Teeth KMG303 |‘|’K30F
5502R303GM-0300 3 6 7 57 0 0 3 . o
5502R303GM-0400 4 6 8 57 0 0 5 L] o]
5502R303GM-0500 5 6 10 57 0 0 3 . o
5502R303GM-0600 6 6 10 57 45 0.1 3 . o
5502R303GM-0800 8 8 16 63 45 0.1 3 L] o]
5502R303GM-1000 10 10 19 72 45 0.1 3 . o
5502R303GM-1200 12 12 22 83 45 0.1 3 L] o]
5502R303GM-1400 14 14 22 83 45 0.15 3 . o
5502R303GM-1600 16 16 26 92 45 0.15 3 . o
5502R303GM-1800 18 18 26 92 45 0.15 5 L] o]
5502R303GM-2000 20 20 32 104 45 0.15 3 . o
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
e
' B28s9
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Turning

Milling

N

Drilling

Solid carbide milling o series

End mill long cutting edge

5602R303GM 0 0 o @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Semi-finishing

g L] KCH
ASE T
L

' CHW
Dimensions [mm] Grade
Article S D d (h6) H L KCH CHW Teeth KMG303 |YK30F
5602R303GM-0300 3 6 7 57 0 0 3 [ ] o
5602R303GM-0400 4 6 8 57 0 3 [ ] [o}
5602R303GM-0500 5 6 10 57 0 0 3 [ ] o
5602R303GM-0600 6 6 10 57 45 0.1 3 [ ] [o}
5602R303GM-0800 8 8 16 63 45 0.1 3 L[] [e}
5602R303GM-1000 10 10 19 72 45 0.1 3 [ ] [o}
5602R303GM-1200 12 12 22 83 45 0.1 3 L[] [e}
5602R303GM-1400 14 14 22 83 45 0.15 3 [ ] [o}
5602R303GM-1600 16 16 26 92 45 0.15 3 [ ] o
5602R303GM-1800 18 18 26 92 45 0.15 3 [ ] [o}
5602R303GM-2000 20 20 32 104 45 0.15 3 [ ] o

e Exstock © Ondemand

*¢ With internal cooling

Application field
P M K N S H
v v

v Very suitable
v Suitable

O

Technical
Information

Index

System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B 290



amseries  Solid carbide milling

End mill long cutting edge

5502R453GM 0 O 0 @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 45°

Semi-finishing

dL E[ KCH
AT W
L
CHW
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG405
5502R453GM-0300 3 6 7 57 0 0 3 .
5502R453GM-0400 4 6 8 57 0 0 3 [ ]
5502R453GM-0500 5 6 10 57 0 0 3 .
5502R453GM-0600 6 6 10 57 45 0.1 3 .
5502R453GM-0800 8 8 16 63 45 0.1 3 [ ]
5502R453GM-1000 10 10 19 72 45 0.1 3 .
5502R453GM-1200 12 12 22 83 45 0.1 3 [ ]
5502R453GM-1400 14 14 22 83 45 0.15 3 .
5502R453GM-1600 16 16 26 92 45 0.15 3 .
5502R453GM-1800 18 18 26 92 45 0.15 3 [ ]
5502R453GM-2000 20 20 32 104 45 0.15 3 .
® Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Turning

Milling

N

Drilling

Solid carbide milling o series

End mill long cutting edge Semi-finishing

5602R453GM 0 0 o @ @ O

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 45°

d T KCH
ASE i
L

O

Technical
Information

Index

' CHW
Dimensions [mm] Grade
Article * D d (h6) H L KCH CHW Teeth KMG303 |KMG405
5602R453GM-0300 3 6 7 57 0 0 3 . .
5602R453GM-0400 4 6 8 57 0 0 5 . L]
5602R453GM-0500 5 6 10 57 0 0 3 . .
5602R453GM-0600 6 6 10 57 45 0.1 3 . .
5602R453GM-0800 8 8 16 63 45 0.1 3 . L]
5602R453GM-1000 10 10 19 72 45 0.1 3 . .
5602R453GM-1200 12 12 22 83 45 0.1 3 . L]
5602R453GM-1400 14 14 22 83 45 0.15 3 . .
5602R453GM-1600 16 16 26 92 45 0.15 3 . .
5602R453GM-1800 18 18 26 92 45 0.15 5 . L]
5602R453GM-2000 20 20 32 104 45 0.15 3 . .
e Exstock © Ondemand
*¢ With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o

B292



amseries  Solid carbide milling

End mill

Semi-finishing

GM-4F-G 0 0 0 @ @ 0

- Factory standard

- Centre cutting
- Helix angle 30°

A
B
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG303
GM-4F-D2.05-G 2 4 6 50 4 A o]
GM-4F-D4.05-G 4 4 11 50 4 B o
GM-4F-D1.0-G 1 6 3 50 4 A o]
GM-4F-D1.5-G 1.5 6 4 50 4 A o
GM-4F-D2.0-G 2 6 6 50 4 A o
GM-4F-D2.5-G 25 6 8 50 4 A o]
GM-4F-D3.0-G 3 6 8 50 4 A o
GM-4F-D3.5-G 35 6 10 50 4 A o]
GM-4F-D4.0-G 4 6 11 50 4 A o
GM-4F-D4.5-G 45 6 11 50 4 A o
GM-4F-D5.0-G 5 6 13 50 4 A o]
GM-4F-D5.5-G 55 6 16 50 4 A o
GM-4F-D6.0-G 6 6 16 50 4 B o
GM-4F-D7.0-G 7 8 20 60 4 A o]
GM-4F-D8.0-G 8 8 20 60 4 B o
GM-4F-D9.0-G 9 10 22 75 4 A o]
GM-4F-D10.0-G 10 10 25 75 4 B o
GM-4F-D11.0-G 1 12 26 75 4 A o
GM-4F-D12.0-G 12 12 30 75 4 B o]
GM-4F-D14.0-G 14 14 32 75 4 B o
GM-4F-D16.0-G 16 16 45 100 4 B o]
GM-4F-D18.0-G 18 18 45 100 4 B o]
GM-4F-D20.0-G 20 20 45 100 4 B o
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

End mill long cutting edge

GM-4EL-G 0 0 0 @ @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

Semi-finishing

=~

B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303

GM-4EL-D3.0-G 3 6 12 75 4 A o]
GM-4EL-D4.0-G 4 6 15 75 4 A [s]
GM-4EL-D5.0-G 5 6 20 75 4 A o]
GM-4EL-D6.0-G 6 6 20 75 4 B [s]
GM-4EL-D8.0-G 8 8 25 100 4 B [s]
GM-4EL-D10.0-G 10 10 30 100 4 B o]
GM-4EL-D12.0-G 12 12 35 100 4 B [s]
GM-4EL-D14.0-G 14 14 40 100 4 B o]
GM-4EL-D16.0-G 16 16 50 150 4 B o]
GM-4EL-D20.0-G 20 20 55 150 4 B [s]

e Exstock © Ondemand

¢ With internal cooling

Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata ~ B436 Nonstandard order B477

B294



amseries  Solid carbide milling

End mill long cutting edge

GM-4FL-G 0 o 0 @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

Semi-finishing

A
B
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG303
GM-4FL-D3.0-G 3 6 12 75 4 A o]
GM-4FL-D4.0-G 4 6 15 75 4 A o
GM-4FL-D5.0-G 5 6 20 75 4 A L]
GM-4FL-D6.0-G 6 6 20 75 4 B .
GM-4FL-D8.0-G 8 8 25 100 4 B .
GM-4FL-D10.0-G 10 10 30 100 4 B L]
GM-4FL-D12.0-G 12 12 35 100 4 B .
GM-4FL-D14.0-G 14 14 40 100 4 B o]
GM-4FL-D16.0-G 16 16 50 150 4 B o]
GM-4FL-D20.0-G 20 20 55 150 4 B o
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B268 Cutting data B436 MNonstandard order B477

B295
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Solid carbide milling o series

End mill extra long cutting edge

GM-4EX-G 0 o 0 @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

Semi-finishing

————3

B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303

GM-4EX-D3.0-G 3 6 20 75 4 A [ ]
GM-4EX-D4.0-G 4 6 25 75 4 A .
GM-4EX-D5.0-G 5 6 30 75 4 A [ ]
GM-4EX-D6.0-G 6 6 30 75 4 B .
GM-4EX-D8.0-G 8 8 40 100 4 B .
GM-4EX-D10.0-G 10 10 50 110 4 B [ ]
GM-4EX-D12.0-G 12 12 50 110 4 B .
GM-4EX-D16.0-G 16 16 70 150 4 B [ ]
GM-4EX-D20.0-G 20 20 75 150 4 B [ ]

e Exstock © Ondemand

*¢ With internal cooling

Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata ~ B436 Nonstandard order B477

B296



amseries  Solid carbide milling

End mill

Semi-finishing

- Factory standard
- Centre cutting
- Helix angle 45°

—— L |

===y
L 1 °
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG303
GM-4E-D1.0S 1 4 3 50 4 A °
GM-4E-D1.55 15 4 4 50 4 A .
GM-4E-D2.0S 2 4 6 50 4 A °
GM-4E-D2.55 25 4 8 50 4 A L]
GM-4E-D3.05 3 4 8 50 4 A .
GM-4E-D4.0S 4 4 11 50 4 B L]
GM-4E-D1.0 1 6 3 50 4 A .
GM-4E-D1.5 1.5 6 4 50 4 A L]
GM-4E-D2.0 2 6 6 50 4 A L]
GM-4E-D2.5 25 6 8 50 4 A .
GM-4E-D3.0 3 6 8 50 4 A L]
GM-4E-D3.5 35 6 10 50 4 A .
GM-4E-D4.0 4 6 11 50 4 A .
GM-4E-D4.5 45 6 11 50 4 A L]
GM-4E-D5.0 5 6 13 50 4 A .
GM-4E-D5.5 55 6 16 50 4 A L]
GM-4E-D6.0 6 6 16 50 4 B .
GM-4E-D7.0 7 8 20 60 4 A .
GM-4E-D8.0 8 8 20 60 4 B L]
GM-4E-D9.0 9 10 22 75 4 A .
GM-4E-D10.0 10 10 25 75 4 B L]
GM-4E-D11.0 1 12 26 75 4 A L]
GM-4E-D12.0 12 12 30 75 4 B .
GM-4E-D14.0 14 14 32 75 4 B L]
GM-4E-D16.0 16 16 45 100 4 B .
GM-4E-D18.0 18 18 45 100 4 B .
GM-4E-D20.0 20 20 45 100 4 B L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

E

nd mill

Semi-finishing

- Factory standard

- Centre cutting
- Helix angle 30°

————

B298

B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG303
GM-4E-D1.05-G 1 4 3 50 4 A L[]
GM-4E-D1.55-G 1.5 4 4 50 4 A .
GM-4E-D2.05-G 2 4 6 50 4 A L[]
GM-4E-D2.55-G 25 4 8 50 4 A .
GM-4E-D3.05-G 3 4 8 50 4 A .
GM-4E-D4.05-G 4 4 11 50 4 B [ ]
GM-4E-D1.0-G 1 6 3 50 4 A .
GM-4E-D1.5-G 1.5 6 4 50 4 A [ ]
GM-4E-D2.0-G 2 6 6 50 4 A L[]
GM-4E-D2.5-G 25 6 8 50 4 A .
GM-4E-D3.0-G 3 6 8 50 4 A L[]
GM-4E-D3.5-G 35 6 10 50 4 A .
GM-4E-D4.0-G 4 6 1 50 4 A .
GM-4E-D4.5-G 45 6 1 50 4 A [o}
GM-4E-D5.0-G 5 6 13 50 4 A .
GM-4E-D5.5-G 55 6 16 50 4 A [ ]
GM-4E-D6.0-G 6 6 16 50 4 B .
GM-4E-D7.0-G 7 8 20 60 4 A .
GM-4E-D8.0-G 8 8 20 60 4 B L[]
GM-4E-D9.0-G 9 10 22 75 4 A .
GM-4E-D10.0-G 10 10 25 75 4 B L[]
GM-4E-D11.0-G 11 12 26 75 4 A [ ]
GM-4E-D12.0-G 12 12 30 75 4 B .
GM-4E-D14.0-G 14 14 32 75 4 B [ ]
GM-4E-D16.0-G 16 16 45 100 4 B .
GM-4E-D18.0-G 18 18 45 100 4 B .
GM-4E-D20.0-G 20 20 45 100 4 B L[]
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
<t



amseries  Solid carbide milling

End mill long cutting edge

GM-4EL 0 o 0 @ 0

- Factory standard

- Centre cutting
- Helix angle 45°

Semi-finishing

—— N

f——a
L H
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG303
GM-4EL-D3.0 3 6 12 75 4 A L]
GM-4EL-D4.0 4 6 15 75 4 A .
GM-4EL-D5.0 5 6 20 75 4 A L]
GM-4EL-D6.0 6 6 20 75 4 B .
GM-4EL-D8.0 8 8 25 100 4 B .
GM-4EL-D10.0 10 10 30 100 4 B L]
GM-4EL-D12.0 12 12 35 100 4 B .
GM-4EL-D14.0 14 14 40 100 4 B L]
GM-4EL-D16.0 16 16 50 150 4 B L]
GM-4EL-D20.0 20 20 55 150 4 B .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

End mill short cutting edge

GM-4EFP 0 0 @ @ @ 0

- Factory standard
- Centre cutting
- Helix angle 45°

Semi-finishing

Dimensions [mm] Grade
Article £ D ‘ d (h6) | d, H M L Teeth KMG303
GM-4EFP-D6.0 6 6 58 9 30 75 4 o
GM-4EFP-D8.0 8 8 7.8 12 40 100 4 [s]
GM-4EFP-D10.0 10 10 9.6 15 50 100 4 o
GM-4EFP-D12.0 12 12 115 18 50 100 4 [s]
GM-4EFP-D16.0 16 16 155 24 50 150 4 o
GM-4EFP-D20.0 20 20 195 30 60 150 4 [s]
e Exstock © Ondemand
¥ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cuttingdata ~ B436 Nonstandard order B477
o
B300 e



amseries  Solid carbide milling

End mill

5501R304GF 0 0 0 @ @ 0

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 30°

Finishing

dL E[ KCH
T
L
CHW T
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303 |‘|’K30F
5501R304GF-0300 3 6 5 50 0 0 4 . o
5501R304GF-0400 4 6 8 54 0 0 4 . o
5501R304GF-0500 5 6 9 54 0 0 4 . o
5501R304GF-0600 6 6 10 54 45 01 4 ] o
5501R304GF-0800 8 8 12 58 45 0.1 4 L] o
5501R304GF-1000 10 10 14 66 45 01 4 ] o
5501R304GF-1200 12 12 16 73 45 0.1 4 L] o
5501R304GF-1400 14 14 18 75 45 0.15 4 ] o
5501R304GF-1600 16 16 22 82 45 0.15 4 . o
5501R304GF-1800 18 18 24 84 45 0.15 4 . o
5501R304GF-2000 20 20 26 92 45 0.15 4 . o
® Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code > B268 Cutting data B436 MNonstandard order B477
g
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Turning

Milling
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Drilling

Solid carbide milling o series

End mill Finishing

5601R304GF 0 0 o @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

d E KCH

O

Technical
Information

Index

H
L
' CHW
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303 |YK30F
5601R304GF-0300 3 6 5 50 0 0 - [ o
5601R304GF-0400 4 6 8 54 0 0 4 [ ] o]
5601R304GF-0500 5 6 9 54 0 0 - [ o
5601R304GF-0600 6 6 10 54 45 0.1 4 . [s]
5601R304GF-0800 8 8 12 58 45 0.1 4 [ ] o]
5601R304GF-1000 10 10 14 66 45 0.1 4 . [s]
5601R304GF-1200 12 12 16 73 45 0.1 4 [ ] [ ]
5601R304GF-1400 14 14 18 75 45 0.15 - [ []
5601R304GF-1600 16 16 22 82 45 0.15 - [ o
5601R304GF-1800 18 18 24 84 45 0.5 4 [ ] o]
5601R304GF-2000 20 20 26 92 45 0.15 - [ o
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
Systemcode .~ B268 Cuttingdata ~ B436 Nonstandard order B477
o

B302



amseries  Solid carbide milling

End mill long cutting edge

5502R304GF 0 0 0 @ @ 0

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 30°

Finishing

dL E[ KCH
W
L
CHW
Dimensions [mm] Grade
Article £ D d (h6) H L KCH CHW Teeth KMG303 |‘|’K30F
5502R304GF-0300 3 6 8 57 0 0 4 . o
5502R304GF-0400 4 6 11 57 0 0 4 . o]
5502R304GF-0500 5 6 13 57 0 0 4 . o
5502R304GF-0600 6 6 13 57 45 01 4 ] o
5502R304GF-0800 8 8 19 63 45 0.1 4 L] o]
5502R304GF-1000 10 10 22 72 45 01 4 ] o
5502R304GF-1200 12 12 26 83 45 0.1 4 L] o]
5502R304GF-1400 14 14 26 83 45 0.15 4 ] o
5502R304GF-1600 16 16 32 92 45 0.15 4 . o
5502R304GF-1800 18 18 32 92 45 0.15 4 . o]
5502R304GF-2000 20 20 38 104 45 0.15 4 . o
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B268 Cutting data B436 MNonstandard order B477
g
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Turning

Milling

N

Drilling

Solid carbide milling o series

End mill long cutting edge

5602R304GF 0 0 o @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

Finishing

d E KCH

H
L
' CHW
Dimensions [mm] Grade
Article S D d (h6) H L KCH CHW Teeth KMG303 |YK30F
5602R304GF-0300 3 6 8 57 0 0 4 [ ] o
5602R304GF-0400 4 6 11 57 0 0 4 [ ] [o}
5602R304GF-0500 5 6 13 57 0 0 4 [ ] o
5602R304GF-0600 6 6 13 57 45 0.1 4 [ ] [o}
5602R304GF-0800 8 8 19 63 45 0.1 4 L[] [e}
5602R304GF-1000 10 10 22 72 45 0.1 4 [ ] [o}
5602R304GF-1200 12 12 26 83 45 0.1 4 L[] [e}
5602R304GF-1400 14 14 26 83 45 0.15 4 [ ] [o}
5602R304GF-1600 16 16 & 92 45 0.15 4 [ ] o
5602R304GF-1800 18 18 32 92 45 0.15 4 [ ] [o}
5602R304GF-2000 20 20 38 104 45 0.15 4 [ ] o

e Exstock © Ondemand

% With internal cooling

Application field
P M K N S H
v v

v Very suitable
v Suitable

O

Technical
Information

Index

System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B304



amseries  Solid carbide milling

End mill long cutting edge

Semi-finishing

5508R454GM 0 O 0 @ 0

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 45°

dL E[ KCH
W
L
CHW
Dimensions [mm] Grade
Article x D d (h6) H L KCH CHW Teeth KMG303 |‘|’K30F
5508R454GM-0300 3 3 8 45 0 0 4 . o
5508R454GM-0400 4 4 11 50 0 0 4 . o]
5508R454GM-0500 5 5 13 50 0 0 4 . o
5508R454GM-0600 6 6 13 57 45 0.1 4 . o
5508R454GM-0800 8 8 19 63 45 0.1 4 L] o]
5508R454GM-1000 10 10 22 72 45 0.1 4 . o
5508R454GM-1200 12 12 26 83 45 0.1 4 L] o]
5508R454GM-1400 14 14 26 83 45 0.15 4 . o
5508R454GM-1600 16 16 32 92 45 0.15 4 . o
5508R454GM-1800 18 18 32 92 45 0.15 4 . o]
5508R454GM-2000 20 20 38 104 45 0.15 4 . o
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling o series

End mill long cutting edge

5602R454GM 0 0 o @ @ 0

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 45°

Semi-finishing

d E KCH
J L
' CHW
Dimensions [mm] Grade
Article * D d (h6) H L KCH CHW Teeth KMG303
5602R454GM-0300 3 6 8 57 0 0 4 .
5602R454GM-0400 4 6 11 57 0 0 4 .
5602R454GM-0500 5 6 13 57 0 0 4 .
5602R454GM-0600 6 6 13 57 45 01 4 ]
5602R454GM-0800 8 8 19 63 45 0.1 4 L]
5602R454GM-1000 10 10 22 72 45 01 4 ]
5602R454GM-1200 12 12 26 83 45 0.1 4 L]
5602R454GM-1400 14 14 26 83 45 0.15 4 ]
5602R454GM-1600 16 16 32 92 45 0.15 4 .
5602R454GM-1800 18 18 32 92 45 0.15 4 .
5602R454GM-2000 20 20 38 104 45 0.15 4 .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B306 v



amseries  Solid carbide milling

Torus mill long cutting edge Finishing A

5589R45MGF 0 0

- Type of shank DIN 6535HA E’t
- Helix angle 45° =
E
T e
! 3 M n E
Dimensions [mm] Grade
Article ES D | R ‘ d (h6) H L Teeth KMG405 B
5589R45MGFR02-0600 6 0.2 6 19 63 6 .
5589R45MGFR02-0800 8 0.2 8 28 72 6 .
5589R45MGFR02-1000 10 0.2 10 34 84 6 .
5589R45MGFR02-1200 12 0.2 12 40 97 6 [ ] o
5589R45MGFR03-1600 16 0.3 16 48 108 8 [s] é
5589R45MGFR03-2000 20 0.3 20 56 122 10 [s] E

e Exstock © Ondemand

% With internal cooling

Application field
P M K N S H v Very suitable
v v v ¥ Suitable

N
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O
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Index

System code B268 Cutting data B436 MNonstandard order B477

e
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Solid carbide milling o series

End mill Semi-finishing

GM-6E 0 0

- Factory standard
- Non-centre cutting
- Helix angle 45°

—— S K

o]

Dimensions [mm] Grade
Article * D | dne | H L Teeth KMG303
GM-6E-D6.0 6 6 18 60 6 .
GM-6E-D8.0 8 8 20 60 6 .
GM-6E-D10.0 10 10 30 75 6 .
GM-6E-D12.0 12 12 32 75 6 .
GM-6E-D16.0 16 16 40 100 6 .
GM-6E-D20.0 20 20 45 100 6 .

® Exstock © Ondemand
¥ With internal cooling

Application field

P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

e
B308 v



amseries  Solid carbide milling

End mill long cutting edge Semi-finishing

GM-6EL 0 o

- Factory standard
- Non-centre cutting
- Helix angle 45°

Dimensions [mm] Grade
Article £ D d (h6) H L Teeth KMG303
GM-6EL-D6.0 6 6 24 75 6 L]
GM-6EL-D8.0 8 8 32 75 6 .
GM-6EL-D10.0 10 10 40 100 6 L]
GM-6EL-D12.0 12 12 45 100 6 .
GM-6EL-D16.0 16 16 64 150 6 .
GM-6EL-D20.0 20 20 75 150 6 .

® Exstock o Ondemand
% With internal cooling

Application field

P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477

B309

Turning

Milling

N

Drilling

O

Technical
Information

Index



Turning

Milling

N

Drilling

O

Technical
Information

Index

Solid carbide milling o series

Ball nose cutter

5565R302GF 0 @ \// @

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 30°

Finishing

dli — ﬂl
ﬂ p” NR
Dimensions [mm] Grade
Article S D | R | d (h6) d, H M L Teeth | KMG303
5565R302GF-0300 3 1.5 6 28 4 9 57 2 L]
5565R302GF-0400 4 2 6 3.7 5 12 57 2 ]
5565R302GF-0500 5 25 6 4.6 6 15 57 2 L]
5565R302GF-0600 6 3 6 55 7 20 57 2 ]
5565R302GF-0800 8 4 8 74 9 26 63 2 .
5565R302GF-1000 10 5 10 92 1 3 72 2 .
5565R302GF-1200 12 6 12 1 12 37 83 2 .
5565R302GF-1600 16 8 16 15 16 43 92 2 ]
5565R302GF-2000 20 10 20 19 20 50 104 2 L]
e Exstock © Ondemand
% With internal cooling
Application field
p M K N [ H v Very suitable
v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order -~ B477

B310



amseries  Solid carbide milling

Ball nose cutter

Semi-finishing

5665R202GM 0 0 0 @

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 20°

= d* °
H &
Dimensions [mm] Grade
Article £ D R d (h6) d, H L Teeth KMG303
5665R202GM-0300 3 1.5 6 28 4 57 2 [ ]
5665R202GM-0400 4 2 6 3.7 5 57 2 .
5665R202GM-0500 5 25 6 4.6 6 57 2 [ ]
5665R202GM-0600 6 3 6 55 7 57 2 .
5665R202GM-0800 8 4 8 74 9 63 2 .
5665R202GM-1000 10 5 10 9.2 11 72 2 [ ]
5665R202GM-1200 12 6 12 11 12 83 2 .
5665R202GM-1600 16 8 16 15 16 92 2 .
5665R202GM-2000 20 10 20 19 20 104 2 [ ]
® Exstock o Ondemand
% With internal cooling
Application field
P M K N [ H v Very suitable
v v v ¥ Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477

B3
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Solid carbide milling o series

Ball nose cutter long shank  Finishing

5566R302GF 0 @ \// @

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

Dimensions [mm] Grade
Article S D | R | d (h6) d, H ‘ M ‘ L Teeth | KMG303
5566R302GF-0300 3 1.5 6 28 4 15 75 2 L]
5566R302GF-0400 4 2 6 3.7 5 20 75 2 ]
5566R302GF-0500 5 25 6 4.6 6 25 80 2 L]
5566R302GF-0600 6 3 6 55 7 30 80 2 ]
5566R302GF-0800 8 4 8 74 9 35 90 2 .
5566R302GF-1000 10 5 10 92 1 40 100 2 L]
5566R302GF-1200 12 6 12 1 12 50 120 2 .
® Exstock © Ondemand
*¢ With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477
o

B312 v



amseries  Solid carbide milling
Ball nose cutter Semi-finishing
i | N @
GM-2B C é <
- Factory standard
- Centre cutting
- Helix angle 35°
11
" reespral
L1 H \ﬁ
r <
o oS o B
M v
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry |KMG303
GM-2B-R0.55 0.5 1 4 2 50 2 A [ ]
GM-2B-R0.755 0.75 1.5 4 3 50 2 A .
GM-2B-R1.05 1 2 4 4 50 2 A [ ]
GM-2B-R1.255 1.25 25 4 5 50 2 A .
GM-2B-R1.55 15 3 4 6 50 2 A .
GM-2B-R2.0S 2 4 4 8 50 2 B [ ]
GM-2B-R0.5 0.5 1 6 2 50 2 A [s]
GM-2B-R0.75 0.75 1.5 6 3 50 2 A o]
GM-2B-R1.0 1 2 6 4 50 2 A [ ]
GM-2B-R1.25 1.25 25 6 5 50 2 A [s]
GM-2B-R1.5 1.5 3 6 6 50 2 A [ ]
GM-2B-R1.75 1.75 35 6 8 50 2 A [s]
GM-2B-R2.0 2 4 6 8 50 2 A .
GM-2B-R2.5 25 5 6 10 50 2 A [ ]
GM-2B-R2.75 275 5.5 6 12 50 2 A [s]
GM-2B-R3.0 3 6 6 12 50 2 B [ ]
GM-2B-R3.5 35 7 8 14 60 2 A [s]
GM-2B-R4.0 4 8 8 16 60 2 B .
GM-2B-R4.5 45 9 10 18 75 2 A o]
GM-2B-R5.0 5 10 10 20 75 2 B .
GM-2B-R6.0 6 12 12 24 75 2 B [ ]
GM-2B-R7.0 7 14 14 28 75 2 B [ ]
GM-2B-R8.0 8 16 16 32 100 2 B .
GM-2B-R10.0 10 20 20 40 100 2 B [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling o series

Ball nose cutter long shank

Semi-finishing

GM-2BL O 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

Technical
Information

Index

“ ] Bg\_ =) A
L1077 H AR
——c— e
] =% ,
L H \R
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG303
GM-2BL-R1.0 1 2 6 4 75 2 A L]
GM-2BL-R1.25 1.25 25 6 5 75 2 A .
GM-2BL-R1.5 1.5 3 6 6 75 2 A L]
GM-2BL-R1.75 1.75 35 6 8 75 2 A .
GM-2BL-R2.0 2 4 6 8 75 2 A .
GM-2BL-R2.5 25 5 6 10 75 2 A .
GM-2BL-R2.75 275 5.5 6 12 75 2 A .
GM-2BL-R3.0 3 6 6 12 75 2 B .
GM-2BL-R3.5 3.5 7 8 14 75 2 A L]
GM-2BL-R4.0 4 8 8 16 100 2 B .
GM-2BL-R4.5 45 9 10 18 100 2 A L]
GM-2BL-R5.0 5 10 10 20 100 2 B .
GM-2BL-R6.0 6 12 12 24 100 2 B .
GM-2BL-R7.0 7 14 14 28 100 2 B .
GM-2BL-R8.0 8 16 16 32 150 2 B .
GM-2BL-R10.0 10 20 20 40 150 2 B .
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B314



amseries  Solid carbide milling

Ball nose cutter short cutting edge

GM-2BFP 0 o 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

1::[ 1 (=]
10° - By \E A
< ———— ]
ES B
-
L M R
Dimensions [mm] Grade
Article 5 R D d (h6) d, H M ‘ L Teeth | Geometry | KMG303
GM-2BFP-R0.5 0.5 1 6 0.95 1 25 75 2 A o]
GM-2BFP-R0.75 0.75 1.5 6 145 1 3 75 2 A [s]
GM-2BFP-R1.0 1 2 6 1.95 2 4 75 2 A [ ]
GM-2BFP-R1.5 1.5 3 6 285 3 6 75 2 A [s]
GM-2BFP-R2.0 2 4 6 385 4 8 75 2 A [s]
GM-2BFP-R2.5 25 5 6 485 5 10 75 2 A o]
GM-2BFP-R3.0 3 6 6 58 6 12 75 2 B [s]
GM-2BFP-R4.0 4 8 8 7.8 8 16 100 2 B o]
GM-2BFP-R5.0 5 10 10 9.6 10 20 100 2 B o]
GM-2BFP-R6.0 6 12 12 11.5 12 24 100 2 B [s]
GM-2BFP-R8.0 8 16 16 15.5 16 32 150 2 B o]
GM-2BFP-R10.0 10 20 20 19.5 20 40 150 2 B [s]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

Ball nose cutter

GM-2BS 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

{ 9 . © i E— o
! 10° ir:”' -\R
Dimensions [mm] Grade
Article £ R D ‘ d (h6) H L Teeth KMG303
GM-2BS-R0.15 0.15 03 4 0.5 50 2 [ ]
GM-2BS-R0.20 0.2 0.4 4 0.6 50 2 .
GM-2BS-R0.25 0.25 05 4 0.8 50 2 [ ]
GM-2BS-R0.30 03 0.6 4 0.9 50 2 .
GM-2BS-R0.35 0.35 0.7 4 1 50 2 .
GM-2BS-R0.40 0.4 0.8 4 1.2 50 2 [ ]
GM-2BS-R0.45 0.45 09 4 1.3 50 2 .
GM-2BS-R0.50 0.5 1 4 1.5 50 2 .
GM-2BS-R0.60 0.6 1.2 4 1.8 50 2 [ ]
GM-2BS-R0.70 0.7 1.4 4 2 50 2 .
GM-2BS-R0.75 0.75 15 4 23 50 2 [ ]
GM-2BS-R0.80 0.8 1.6 4 25 50 2 .
GM-2BS-R0.90 0.9 1.8 4 27 50 2 .
GM-2BS-R1.00 1 2 4 3 50 2 [ ]
GM-2BS-R1.25 1.25 25 4 3.7 50 2 .
GM-2BS-R1.50 15 3 4 45 50 2 .
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B316



amseries  Solid carbide milling

Ball nose cutter Semi-finishing

GM-2BP 0 O/\ @

- Factory standard
- Centre cutting
- Helix angle 35°

= 1::[ 1 (=]
p b 107 sy N
Dimensions [mm] Grade
Article B R ‘ D ‘ d (h6) d, ‘ H ‘ M | L Teeth | KMG303
GM-2BP-R0.25-M04 0.25 0.5 4 0.45 0.7 4 50 2 [ ]
GM-2BP-R0.25-M06 0.25 0.5 4 0.45 0.7 6 50 2 .
GM-2BP-R0.3-M04 03 0.6 4 0.55 0.9 4 50 2 [ ]
GM-2BP-R0.3-M06 03 0.6 4 0.55 0.9 6 50 2 .
GM-2BP-R0.3-M08 03 0.6 4 0.55 0.9 8 50 2 .
GM-2BP-R0.4-M04 0.4 0.8 4 0.75 1.2 4 50 2 [ ]
GM-2BP-R0.4-M06 0.4 0.8 4 0.75 1.2 6 50 2 .
GM-2BP-R0.4-M08 0.4 0.8 4 0.75 1.2 8 50 2 .
GM-2BP-R0.4-M10 0.4 0.8 4 0.75 1.2 10 50 2 [ ]
GM-2BP-R0.5-M04 0.5 1 4 0.95 1.5 4 50 2 .
GM-2BP-R0.5-M06 0.5 1 4 0.95 1.5 6 50 2 [ ]
GM-2BP-R0.5-M08 0.5 1 4 0.95 1.5 8 50 2 .
GM-2BP-R0.5-M10 0.5 1 4 0.95 1.5 10 50 2 .
GM-2BP-R0.5-M12 0.5 1 4 0.95 1.5 12 50 2 [ ]
GM-2BP-R0.6-M06 0.6 1.2 4 1.15 1.8 6 50 2 .
GM-2BP-R0.6-M08 0.6 1.2 4 1.15 1.8 8 50 2 [ ]
GM-2BP-R0.6-M12 0.6 1.2 4 1.15 1.8 12 50 2 .
GM-2BP-R0.6-M16 0.6 1.2 4 1.15 1.8 16 50 2 .
GM-2BP-R0.75-M08 0.75 1.5 4 1.45 23 8 50 2 [ ]
GM-2BP-R0.75-M12 0.75 1.5 4 1.45 23 12 50 2 .
GM-2BP-R0.75-M16 0.75 1.5 4 1.45 23 16 50 2 .
GM-2BP-R1.0-M06 1 2 4 1.95 3 6 50 2 [ ]
GM-2BP-R1.0-M08 1 2 4 1.95 3 8 50 2 .
GM-2BP-R1.0-M10 1 2 4 1.95 3 10 50 2 [ ]
GM-2BP-R1.0-M12 1 2 4 1.95 3 12 50 2 .
GM-2BP-R1.0-M16 1 2 4 1.95 3 16 50 2 .
GM-2BP-R1.0-M20 1 2 4 1.95 3 20 50 2 [ ]
GM-2BP-R1.25-M08 1.25 25 4 24 3.7 8 50 2 .
GM-2BP-R1.25-M12 1.25 25 4 24 3.7 12 50 2 [ ]
GM-2BP-R1.25-M16 1.25 25 4 24 3.7 16 60 2 .
GM-2BP-R1.25-M20 1.25 25 4 24 3.7 20 60 2 .
GM-2BP-R1.5-M08 1.5 3 6 2.85 45 8 50 2 [ ]
GM-2BP-R1.5-M10 1.5 3 6 2.85 45 10 50 2 .
GM-2BP-R1.5-M12 1.5 3 6 2.85 45 12 50 2 [ ]
GM-2BP-R1.5-M16 1.5 3 6 2.85 45 16 60 2 [ ]
GM-2BP-R1.5-M20 1.5 3 6 2.85 45 20 60 2 .
GM-2BP-R2.0-M10 2 4 6 3.85 6 10 60 2 [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
<
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Solid carbide milling o series

Ball nose cutter Semi-finishing

GM-2BP 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

R com— 5
: — w0
Dimensions [mm] Grade
Article LS R | D | d (h6) d, | H ‘ M ‘ L Teeth | KMG303
GM-2BP-R2.0-M16 2 4 6 385 6 16 60 2 .
GM-2BP-R2.0-M20 2 4 6 385 6 20 60 2 .
GM-2BP-R2.0-M25 2 4 6 385 6 25 60 2 .
GM-2BP-R2.5-M16 25 5 6 485 7.5 16 60 2 .
GM-2BP-R2.5-M25 25 5 6 485 7.5 25 70 2 .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477
o

B318 v



amseries  Solid carbide milling

Ball nose cutter

GM-4B 0 0 O @

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

‘c]; = D]
A
10° R
T
B
H AR
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry |KMG303
GM-4B-R1.5 1.5 3 6 6 50 4 A [ ]
GM-4B-R2.0 2 4 6 8 50 4 A .
GM-4B-R2.5 25 5 6 10 50 4 A [ ]
GM-4B-R3.0 3 6 6 12 50 4 B .
GM-4B-R4.0 4 8 8 16 60 4 B .
GM-4B-R5.0 5 10 10 20 75 4 B [ ]
GM-4B-R6.0 6 12 12 24 75 4 B .
GM-4B-R7.0 7 14 14 28 75 4 B [ ]
GM-4B-R8.0 8 16 16 32 100 4 B [ ]
GM-4B-R9.0 9 18 18 36 100 4 B .
GM-4B-R10.0 10 20 20 40 100 4 B [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B268 Cutting data B436 MNonstandard order B477
e
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Solid carbide milling o series

Ball nose cutter long shank  Semi-finishing

GM-4BL O 0 0 &

- Factory standard
- Centre cutting
- Helix angle 35°

A
,,] | g_ =
B
H
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG303
GM-4BL-R1.5 1.5 3 6 6 75 4 A o
GM-4BL-R2.0 2 4 6 8 75 4 A o
GM-4BL-R2.5 25 5 6 10 75 4 A o
GM-4BL-R3.0 3 6 6 12 75 4 B o
GM-4BL-R4.0 4 8 8 16 100 4 B o
GM-4BL-R5.0 5 10 10 20 100 4 B o
GM-4BL-R6.0 6 12 12 24 100 4 B o
GM-4BL-R7.0 7 14 14 28 100 4 B o
GM-4BL-R8.0 8 16 16 32 150 4 B o
GM-4BL-R9.0 9 18 18 36 150 4 B o
GM-4BL-R10.0 10 20 20 40 150 4 B o
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata ~ B436 Nonstandard order B477

B320 v



amseries  Solid carbide milling

Torus mill Semi-finishing
wn L OCPFP PP
- Factory standard

- Centre cutting
- Helix angle 35°

—————— = T

L
Dimensions [mm] Grade
Article b R | D | d (he) ‘ H | L Teeth KMG303
GM-2R-D1.0R0.2 0.2 1 4 3 50 2 o]
GM-2R-D1.5R0.2 0.2 1.5 4 4 50 2 o
GM-2R-D2.0R0.2 0.2 2 4 6 50 2 o]
GM-2R-D2.0R0.5 0.5 2 4 6 50 2 o
GM-2R-D2.5R0.2 0.2 25 4 8 50 2 o
GM-2R-D2.5R0.5 0.5 25 4 8 50 2 o]
GM-2R-D3.0R0.2 0.2 3 4 8 50 2 o
GM-2R-D3.0R0.3 03 3 4 8 50 2 o
GM-2R-D3.0R0.5 0.5 3 4 8 50 2 o]
GM-2R-D4.0R0.2 0.2 4 4 1 50 2 o
GM-2R-D4.0R0.3 0.3 4 4 1 50 2 o]
GM-2R-D4.0R0.5 05 4 4 1 50 2 o
GM-2R-D4.0R1.0 1 4 4 1 50 2 o
GM-2R-D5.0R0.3 0.3 5 6 13 50 2 o]
GM-2R-D5.0R0.5 0.5 5 6 13 50 2 o
GM-2R-D5.0R1.0 1 5 6 13 50 2 o]
GM-2R-D6.0R0.3 0.3 6 6 16 50 2 o
GM-2R-D6.0R0.5 0.5 6 6 16 50 2 o
GM-2R-D6.0R1.0 1 6 6 16 50 2 o]
GM-2R-D8.0R0.3 0.3 8 8 20 60 2 o
GM-2R-D8.0R0.5 0.5 8 8 20 60 2 o
GM-2R-D8.0R1.0 1 8 8 20 60 2 o]
GM-2R-D10.0R0.5 0.5 10 10 25 75 2 o
GM-2R-D10.0R1.0 1 10 10 25 75 2 o]
GM-2R-D10.0R1.5 1.5 10 10 25 75 2 .
GM-2R-D10.0R2.0 2 10 10 25 75 2 o
GM-2R-D12.0R0.5 0.5 12 12 30 75 2 o]
GM-2R-D12.0R1.0 1 12 12 30 75 2 o
GM-2R-D12.0R1.5 1.5 12 12 30 75 2 o]
GM-2R-D12.0R2.0 2 12 12 30 75 2 .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N 5 H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

Torus mill Semi-finishing
i P PP P
- Factory standard

- Centre cutting
- Helix angle 35°

A
—
u[;}i [=]
i B
L R
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG303
GM-4R-D3.0R0.2 0.2 3 4 8 50 4 A L]
GM-4R-D4.0R0.3 03 4 4 10 50 4 B o
GM-4R-D4.0R0.5 0.5 4 4 10 50 4 B L]
GM-4R-D5.0R0.5 0.5 5 6 13 50 4 A ]
GM-4R-D5.0R1.0 1 5 6 13 50 4 A .
GM-4R-D6.0R0.5 0.5 6 6 16 50 4 B L]
GM-4R-D6.0R1.0 1 6 6 16 50 4 B .
GM-4R-D8.0R0.5 0.5 8 8 20 60 4 B L]
GM-4R-D8.0R1.0 1 8 8 20 60 4 B L]
GM-4R-D10.0R0.5 0.5 10 10 25 75 4 B ]
GM-4R-D10.0R1.0 1 10 10 25 75 4 B L]
GM-4R-D10.0R2.0 2 10 10 25 75 4 B ]
GM-4R-D10.0R3.0 3 10 10 25 75 4 B .
GM-4R-D12.0R0.5 0.5 12 12 30 75 4 B L]
GM-4R-D12.0R1.0 1 12 12 30 75 4 B .
GM-4R-D12.0R2.0 12 12 30 75 4 B L]
GM-4R-D12.0R3.0 3 12 12 30 75 4 B .
e Exstock © Ondemand
% With internal cooling
Application field
p M K N [ H v Very suitable
v v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477
o

B322 v



amseries  Solid carbide milling

Torus mill long shank

GM-4RL 000@&@0

- Factory standard
- Centre cutting
- Helix angle 35°

Semi-finishing

Dimensions [mm] Grade
Article £ R D | d (h6) H L Teeth KMG303
GM-4RL-D6.0R0.5 0.5 6 6 16 75 4 [ ]
GM-4RL-D6.0R1.0 1 6 6 16 75 4 .
GM-4RL-D8.0R0.5 0.5 8 8 20 100 4 [ ]
GM-4RL-D8.0R1.0 1 8 8 20 100 4 .
GM-4RL-D10.0R0.5 0.5 10 10 25 100 4 .
GM-4RL-D10.0R1.0 1 10 10 25 100 4 [ ]
GM-4RL-D10.0R2.0 2 10 10 25 100 4 .
GM-4RL-D12.0R0.5 0.5 12 12 30 100 4 [s]
GM-4RL-D12.0R1.0 1 12 12 30 100 4 [ ]
GM-4RL-D12.0R2.0 2 12 12 30 100 4 .
GM-4RL-D16.0R1.0 1 16 16 45 150 4 [ ]
GM-4RL-D16.0R2.0 2 16 16 45 150 4 .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling o series

End mill long cutting edge General roughing

5602R303GR 0 0 o @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

- d S5 o ReR
e H
L
CHW
Dimensions [mm] Grade
Article * D d (h6) H L KCH CHW Teeth KMG303
5602R303GR-0600 6 6 13 57 45 0.25 3 .
5602R303GR-0800 8 8 19 63 45 0.25 3 .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
Systemcode .~ B268 Cuttingdata ~ B436 MNonstandard order -~ B477

B324



amseries  Solid carbide milling

End mill long cutting edge

5602R304GR 0 0 0 @ @ 0

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 30°

General roughing

~ q] SR REH
e H
CHW
Dimensions [mm] Grade
Article 3 D d (h6) H L KCH CHW Teeth KMG303
5602R304GR-1000 10 10 22 72 45 0.5 4 .
5602R304GR-1200 12 12 26 83 45 05 4 [ ]
5602R304GR-1400 14 14 30 90 45 0.5 4 [s]
5602R304GR-1600 16 16 32 92 45 05 4 .
5602R304GR-2000 20 20 38 104 45 0.5 4 [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B268 Cutting data > B436 Nonstandard order B477
g
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Solid carbide milling o series

End mill long cutting edge

5602R305GR 0 o &

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 30°

General roughing

; e S
B H
CHW
Dimensions [mm] Grade
Article * D d (h6) H L KCH CHW Teeth KMG303
5602R305GR-2500 25 25 45 121 45 0.5 5 o
e Exstock © Ondemand
* With internal cooling
Application field
P M K N S H v Very suitable
v v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B326



amseries  Solid carbide milling

End mill serrated teeth

Semi-finishing

aww PP PP

- Factory standard
- Centre cutting
- Helix angle 30°

A
— e
B
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG405
GM-4W-D6.0 6 6 16 50 4 B L]
GM-4W-D7.0 7 8 20 60 4 A .
GM-4W-D8.0 8 8 20 60 4 B L]
GM-4W-D9.0 9 10 22 75 4 A .
GM-4W-D10.0 10 10 25 75 4 B .
GM-4W-D11.0 11 12 26 75 4 A L]
GM-4W-D12.0 12 12 30 75 4 B .
GM-4W-D16.0 16 16 45 100 4 B L]
GM-4W-D20.0 20 20 45 100 4 B L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code > B268 Cutting data B436 MNonstandard order B477
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PM series

For demanding applications

B For machining of steel to max. 55HRC and cast iron to heat-
resistant alloys.

B Very solid cutting edge with high stiffness for higher cutting
speeds and feed rates.

B End mills, ball nose cutters, torus mills and high feed mills

B Diameter range 3.0-20.0mm

Application fields for machining of steel

30HRC 40HRC 50HRC 55HRC 68HRC
I very suitable [ suitable
PM-4E
PM-4B
PM-6E
PM-2E
PM-28 PM-2BC

PM-4H

B329
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Solid carbide milling  pw series

End mill High-performance machining

PM-2E 00@@@0

- Factory standard
- Centre cutting
- Helix angle 30°

13[4[\7"'@; e Q]
A
10° Y H
<4 =N
. H
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG405

PM-2E-D1.0S 1 4 3 50 2 A L[]
PM-2E-D1.55 1.5 4 4 50 2 A .
PM-2E-D2.0S 2 4 6 50 2 A L[]
PM-2E-D2.55 25 4 8 50 2 A .
PM-2E-D3.05 3 4 8 50 2 A .
PM-2E-D4.0S 4 11 50 2 B [ ]
PM-2E-D1.0 1 6 3 50 2 A .
PM-2E-D1.5 1.5 6 4 50 2 A [ ]
PM-2E-D2.0 2 6 6 50 2 A L[]
PM-2E-D2.5 25 6 8 50 2 A .
PM-2E-D3.0 3 6 8 50 2 A L[]
PM-2E-D3.5 35 6 10 50 2 A .
PM-2E-D4.0 4 6 1 50 2 A .
PM-2E-D4.5 45 6 1 50 2 A [ ]
PM-2E-D5.0 5 6 13 50 2 A .
PM-2E-D5.5 55 6 16 50 2 A [ ]
PM-2E-D6.0 6 6 16 50 2 B .
PM-2E-D7.0 7 8 20 60 2 A .
PM-2E-D8.0 8 8 20 60 2 B L[]
PM-2E-D9.0 9 10 22 75 2 A .
PM-2E-D10.0 10 10 25 75 2 B L[]
PM-2E-D11.0 11 12 26 75 2 A [o}
PM-2E-D12.0 12 12 30 75 2 B .
PM-2E-D14.0 14 14 32 75 2 B [ ]
PM-2E-D16.0 16 16 45 100 2 B .
PM-2E-D18.0 18 18 45 100 2 B [s]
PM-2E-D20.0 20 20 45 100 2 B L[]

e Exstock © Ondemand

# With internal cooling

Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B330 v



rmseries  SOlid carbide milling

End mill long cutting edge

PM-2EL 000@@0

- Factory standard
- Centre cutting
- Helix angle 30°

High-performance machining

L
o = =]
L4C>-%m B
L
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG405
PM-2EL-D3.0 3 6 12 75 2 A L]
PM-2EL-D4.0 4 6 15 75 2 A .
PM-2EL-D5.0 5 6 20 75 2 A L]
PM-2EL-D6.0 6 6 20 75 2 B .
PM-2EL-D8.0 8 8 25 100 2 B .
PM-2EL-D10.0 10 10 30 100 2 B L]
PM-2EL-D12.0 12 12 35 100 2 B .
PM-2EL-D14.0 14 14 40 100 2 B o]
PM-2EL-D16.0 16 16 50 150 2 B L]
PM-2EL-D20.0 20 20 55 150 2 B .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  pw series

End mill High-performance machining

- Factory standard
- Centre cutting
- Helix angle 30°

————

B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG405
PM-4E-D1.05-G 1 4 3 50 4 A L[]
PM-4E-D1.55-G 1.5 4 4 50 4 A .
PM-4E-D2.05-G 2 4 6 50 4 A L[]
PM-4E-D2.55-G 25 4 8 50 4 A .
PM-4E-D3.05-G 3 4 8 50 4 A .
PM-4E-D4.05-G 4 11 50 4 B [ ]
PM-4E-D1.0-G 1 6 3 50 4 A .
PM-4E-D1.5-G 1.5 6 4 50 4 A [ ]
PM-4E-D2.0-G 2 6 6 50 4 A L[]
PM-4E-D2.5-G 25 6 8 50 4 A .
PM-4E-D3.0-G 3 6 8 50 4 A L[]
PM-4E-D3.5-G 35 6 10 50 4 A .
PM-4E-D4.0-G 4 6 1 50 4 A .
PM-4E-D4.5-G 45 6 1 50 4 A [ ]
PM-4E-D5.0-G 5 6 13 50 4 A .
PM-4E-D5.5-G 55 6 16 50 4 A [ ]
PM-4E-D6.0-G 6 6 16 50 4 B .
PM-4E-D7.0-G 7 8 20 60 4 A .
PM-4E-D8.0-G 8 8 20 60 4 B L[]
PM-4E-D9.0-G 9 10 22 75 4 A .
PM-4E-D10.0-G 10 10 25 75 4 B L[]
PM-4E-D11.0-G 11 12 26 75 4 A [ ]
PM-4E-D12.0-G 12 12 30 75 4 B .
PM-4E-D14.0-G 14 14 32 75 4 B [ ]
PM-4E-D16.0-G 16 16 45 100 4 B .
PM-4E-D18.0-G 18 18 45 100 4 B .
PM-4E-D20.0-G 20 20 45 100 4 B L[]
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order -~ B477

B332 v



rmseries  SOlid carbide milling

End mill long cutting edge

PM-4EL-G 0 o @ @ @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

High-performance machining

A
B
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG405
PM-4EL-D3.0-G 3 6 12 75 4 A o]
PM-4EL-D4.0-G 4 6 15 75 4 A o
PM-4EL-D5.0-G 5 6 20 75 4 A o]
PM-4EL-D6.0-G 6 6 20 75 4 B o
PM-4EL-D8.0-G 8 8 25 100 4 B o
PM-4EL-D10.0-G 10 10 30 100 4 B o]
PM-4EL-D12.0-G 12 12 35 100 4 B o
PM-4EL-D14.0-G 14 14 40 100 4 B o]
PM-4EL-D16.0-G 16 16 50 150 4 B o]
PM-4EL-D20.0-G 20 20 55 150 4 B o
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477

B333
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Solid carbide milling  pw series

End mill extra long cutting edge = High-performance machining

PM-4EX-G 0 o 0 @ @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

—_—=Eal

B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG405
PM-4EX-D3.0-G 3 6 20 75 4 A [ ]
PM-4EX-D4.0-G 4 6 25 75 4 A .
PM-4EX-D5.0-G 5 6 30 75 4 A [ ]
PM-4EX-D6.0-G 6 6 30 75 4 B .
PM-4EX-D8.0-G 8 8 40 100 4 B .
PM-4EX-D10.0-G 10 10 50 110 4 B [ ]
PM-4EX-D12.0-G 12 12 50 110 4 B .
PM-4EX-D16.0-G 16 16 70 150 4 B [ ]
PM-4EX-D20.0-G 20 20 75 150 4 B [ ]

e Exstock © Ondemand
¥ With internal cooling

Application field

P M K N S H
v o v

v Very suitable
v Suitable

O

Technical
Information

Index

System code

B334

B268

Cutting data _

B436

Nonstandard order

B477



rmseries  SOlid carbide milling

End mill

High-performance machining

PM-4E 00&@@0

- Factory standard
- Centre cutting
- Helix angle 45°

S| — 5
1007 A
L
| e == E
5,
L
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG405
PM-4E-D1.0S 1 4 3 50 4 A L]
PM-4E-D1.55 1.5 4 4 50 4 A .
PM-4E-D2.0S 2 4 6 50 4 A L]
PM-4E-D2.55 25 4 8 50 4 A .
PM-4E-D3.05 3 4 8 50 4 A .
PM-4E-D4.0S 4 4 11 50 4 B L]
PM-4E-D1.0 1 6 3 50 4 A .
PM-4E-D1.5 1.5 6 4 50 4 A L]
PM-4E-D2.0 2 6 6 50 4 A L]
PM-4E-D2.5 25 6 8 50 4 A .
PM-4E-D3.0 3 6 8 50 4 A L]
PM-4E-D3.5 35 6 10 50 4 A .
PM-4E-D4.0 4 6 11 50 4 A .
PM-4E-D4.5 45 6 11 50 4 A L]
PM-4E-D5.0 5 6 13 50 4 A .
PM-4E-D5.5 55 6 16 50 4 A L]
PM-4E-D6.0 6 6 16 50 4 B .
PM-4E-D7.0 7 8 20 60 4 A .
PM-4E-D8.0 8 8 20 60 4 B L]
PM-4E-D9.0 9 10 22 75 4 A .
PM-4E-D10.0 10 10 25 75 4 B L]
PM-4E-D11.0 1 12 26 75 4 A L]
PM-4E-D12.0 12 12 30 75 4 B .
PM-4E-D14.0 14 14 32 75 4 B L]
PM-4E-D16.0 16 16 45 100 4 B .
PM-4E-D18.0 18 18 45 100 4 B .
PM-4E-D20.0 20 20 45 100 4 B L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  pw series

End mill long cutting edge

PM-4EL 00&@@0

- Factory standard
- Centre cutting
- Helix angle 45°

High-performance machining

O

Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG405

PM-4EL-D3.0 3 6 12 75 4 A [ ]
PM-4EL-D4.0 4 6 15 75 4 A .
PM-4EL-D5.0 5 6 20 75 4 A [ ]
PM-4EL-D6.0 6 6 20 75 4 B .
PM-4EL-D8.0 8 8 25 100 4 B .
PM-4EL-D10.0 10 10 30 100 4 B [ ]
PM-4EL-D12.0 12 12 35 100 4 B .
PM-4EL-D14.0 14 14 40 100 4 B [ ]
PM-4EL-D16.0 16 16 50 150 4 B [ ]
PM-4EL-D20.0 20 20 55 150 4 B .

e Exstock © Ondemand

¢ With internal cooling

Application field
P M K N S H v Very suitable
v v v ¥ Suitable

System code B268 Cuttingdata .~ B436 Nonstandard order B477

B336



rmseries  SOlid carbide milling

End mill High-performance machining

PM-6E 0 0

- Factory standard
- Non-centre cutting
- Helix angle 45°

.
ﬁ i N
Dimensions [mm] Grade
Article b D ‘ d (h6) ‘ H L Teeth KMG405
PM-6E-D6.0 6 6 18 60 6 L]
PM-6E-D8.0 8 8 20 60 6 .
PM-6E-D10.0 10 10 30 75 6 L]
PM-6E-D12.0 12 12 32 75 6 .
PM-6E-D16.0 16 16 40 100 6 .
PM-6E-D20.0 20 20 45 100 6 L]
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  pw series

End mill long cutting edge

PM-6EL 0 O

- Factory standard

- Non-centre cutting

- Helix angle 45°

——— AR

High-performance machining

Dimensions [mm] Grade
Article £ D d (h6) | H L Teeth KMG405
PM-6EL-D6.0 6 6 24 75 6 .
PM-6EL-D8.0 8 8 32 75 6 .
PM-6EL-D10.0 10 10 40 100 6 .
PM-6EL-D12.0 12 12 45 100 6 .
PM-6EL-D16.0 16 16 64 150 6 .
PM-6EL-D20.0 20 20 75 150 6 .
e Exstock © Ondemand
¥ With internal cooling
Application field
P M K N S H v Very suitable
v v v 4 ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B33s '



rmseries  SOlid carbide milling
Ball nose cutter High-performance machining
il P ./\_
s é < 6
- Factory standard
- Centre cutting
- Helix angle 30°
o [ (]
vf | A
L1 H \ﬁ
I P
°| Pa B
B
M v
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry | KMG405
PM-2B-R0.55 0.5 1 4 2 50 2 A [ ]
PM-2B-R0.755 0.75 1.5 4 3 50 2 A .
PM-2B-R1.05 1 2 4 4 50 2 A [ ]
PM-2B-R1.255 1.25 25 4 5 50 2 A .
PM-2B-R1.55 15 3 4 6 50 2 A .
PM-2B-R2.0S 2 4 4 8 50 2 B [ ]
PM-2B-R0.5 0.5 1 6 2 50 2 A .
PM-2B-R0.75 0.75 1.5 6 3 50 2 A [ ]
PM-2B-R1.0 1 2 6 4 50 2 A [ ]
PM-2B-R1.25 1.25 25 6 5 50 2 A .
PM-2B-R1.5 1.5 3 6 6 50 2 A [ ]
PM-2B-R1.75 1.75 35 6 8 50 2 A .
PM-2B-R2.0 2 4 6 8 50 2 A .
PM-2B-R2.5 25 5 6 10 50 2 A [ ]
PM-2B-R2.75 275 5.5 6 12 50 2 A .
PM-2B-R3.0 3 6 6 12 50 2 B [ ]
PM-2B-R3.5 35 7 8 14 60 2 A .
PM-2B-R4.0 4 8 8 16 60 2 B .
PM-2B-R4.5 45 9 10 18 75 2 A [ ]
PM-2B-R5.0 5 10 10 20 75 2 B .
PM-2B-R6.0 6 12 12 24 75 2 B [ ]
PM-2B-R7.0 7 14 14 28 75 2 B [ ]
PM-2B-R8.0 8 16 16 32 100 2 B .
PM-2B-R10.0 10 20 20 40 100 2 B [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling  pw series

Ball nose cutter long shank

High-performance machining

PM-2BL O 0 0 @

- Factory standard
- Centre cutting
- Helix angle 30°

ﬁ

= gk ﬂ B
H
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG405
PM-2BL-R1.0 1 2 6 4 75 2 A L]
PM-2BL-R1.25 1.25 25 6 5 75 2 A .
PM-2BL-R1.5 1.5 3 6 6 75 2 A L]
PM-2BL-R1.75 1.75 35 6 8 75 2 A .
PM-2BL-R2.0 2 4 6 8 75 2 A .
PM-2BL-R2.5 25 5 6 10 75 2 A .
PM-2BL-R2.75 275 5.5 6 12 75 2 A .
PM-2BL-R3.0 3 6 6 12 75 2 B .
PM-2BL-R3.5 3.5 7 8 14 75 2 A L]
PM-2BL-R4.0 4 8 8 16 100 2 B .
PM-2BL-R4.5 45 9 10 18 100 2 A L]
PM-2BL-R5.0 5 10 10 20 100 2 B .
PM-2BL-R6.0 6 12 12 24 100 2 B .
PM-2BL-R7.0 7 14 14 28 100 2 B .
PM-2BL-R8.0 8 16 16 32 150 2 B .
PM-2BL-R10.0 10 20 20 40 150 2 B .
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S v Very suitable
v v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477

B340



rmseries  SOlid carbide milling

Ball nose cutter short cutting edge

PM-2BFP 0 o 0 @

- Factory standard
- Centre cutting
- Helix angle 30°

High-performance machining

—

la1] |

Dimensions [mm] Grade
Article 5 R D d (h6) d, H M L Teeth | Geometry | KMG405
PM-2BFP-R0.5 0.5 1 6 0.95 1 25 75 2 A [ ]
PM-2BFP-R0.75 0.75 1.5 6 145 1.5 3 75 2 A .
PM-2BFP-R1.0 1 2 6 1.95 2 4 75 2 A [ ]
PM-2BFP-R1.5 1.5 3 6 285 3 6 75 2 A .
PM-2BFP-R2.0 2 4 6 385 4 8 75 2 A .
PM-2BFP-R2.5 25 5 6 485 5 10 75 2 A [ ]
PM-2BFP-R3.0 3 6 6 58 6 12 75 2 B .
PM-2BFP-R4.0 4 8 8 7.8 8 16 100 2 B [ ]
PM-2BFP-R5.0 5 10 10 9.6 10 20 100 2 B [ ]
PM-2BFP-R6.0 6 12 12 11.5 12 24 100 2 B .
PM-2BFP-R8.0 8 16 16 15.5 16 32 150 2 B [ ]
PM-2BFP-R10.0 10 20 20 19.5 20 40 150 2 B .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling  pw series

A Ball nose cutter conical neck  High-performance machining

PM-2BC 0 0

2) - Straight shank
= - Centre cutting
= - Helix angle 30°
'_
.|
B Dimensions [mm] Grade
Article 5 R | o | dwe | 4 M | v | L | a1 |Teeth|kmcaos
PM-2BC05-R0.25-M03 0.25 0.5 4 0.49 3 0.5 50 05 15 2 o]
PM-2BC05-R0.25-M05 0.25 0.5 4 0.53 5 0.5 50 05 15 2 o
o PM-2BC10-R0.25-M03 0.25 0.5 4 0.52 3 0.5 50 1 15 2 o]
é PM-2BC10-R0.25-M05 0.25 0.5 4 0.59 5 0.5 50 1 15 2 o
E PM-2BC15-R0.25-M03 0.25 0.5 4 0.54 3 0.5 50 1.5 15 2 o
PM-2BC15-R0.25-M05 0.25 0.5 4 0.65 5 0.5 50 1.5 15 2 o]
PM-2BC05-R0.30-M05 03 0.6 4 0.62 5 0.6 50 05 16 2 o
PM-2BC05-R0.30-M08 0.3 0.6 4 0.68 8 0.6 50 05 16 2 o
PM-2BC10-R0.30-M05 03 0.6 4 0.68 5 0.6 50 1 16 2 o]
PM-2BC10-R0.30-M08 0.3 0.6 4 0.79 8 0.6 50 1 16 2 o
C PM-2BC10-R0.30-M10 03 0.6 4 0.86 10 0.6 50 1 16 2 o]
PM-2BC10-R0.30-M12 0.3 0.6 4 0.93 12 0.6 50 1 16 2 o
PM-2BC10-R0.30-M15 03 0.6 4 1.03 15 0.6 50 1 16 2 o
PM-2BC15-R0.30-M05 0.3 0.6 4 0.74 5 0.6 50 1.5 16 2 o]
PM-2BC15-R0.30-M08 03 0.6 4 0.9 8 0.6 50 15 16 2 o
E’ PM-2BC05-R0.40-M08 0.4 0.8 4 0.87 8 0.8 50 05 18 2 o]
% PM-2BC10-R0.40-M08 0.4 0.8 4 0.98 8 0.8 50 1 1.8 2 o
o PM-2BC15-R0.40-M08 0.4 0.8 4 1.09 8 0.8 50 1.5 1.8 2 o
PM-2BC05-R0.40-M12 0.4 0.8 4 0.94 12 0.8 60 05 18 2 o]
PM-2BC10-R0.40-M12 0.4 0.8 4 112 12 0.8 60 1 1.8 2 o
PM-2BC15-R0.40-M12 0.4 0.8 4 1.3 12 0.8 60 15 1.8 2 o
PM-2BC05-R0.50-M10 0.5 1 6 1.08 10 1 60 05 25 2 o]
PM-2BC05-R0.50-M15 0.5 1 6 1.16 15 1 60 05 25 2 o
D PM-2BC10-R0.50-M10 0.5 1 6 121 10 1 60 1 25 2 o]
PM-2BC10-R0.50-M15 0.5 1 6 1.38 15 1 60 1 25 2 o
PM-2BC15-R0.50-M10 0.5 1 6 1.34 10 1 60 1.5 25 2 o
c PM-2BC15-R0.50-M15 0.5 1 6 1.6 15 1 60 15 25 2 o]
LR PM-2BC20-R0.50-M15 0.5 1 6 1.82 15 1 60 2 25 2 o
E g PM-2BC05-R0.50-M20 0.5 1 6 1.25 20 1 70 05 25 2 o]
8 o) PM-2BC05-R0.50-M25 0.5 1 6 1.34 25 1 70 05 25 2 o
= E PM-2BC05-R0.50-M30 0.5 1 6 142 30 1 70 05 25 2 o
PM-2BC10-R0.50-M20 0.5 1 6 1.56 20 1 70 1 25 2 o]
PM-2BC10-R0.50-M25 0.5 1 6 1.73 25 1 70 1 25 2 o
PM-2BC10-R0.50-M30 0.5 1 6 1.9 30 1 70 1 25 2 o]
PM-2BC15-R0.50-M20 0.5 1 6 1.86 20 1 70 1.5 25 2 o]
E PM-2BC20-R0.50-M20 0.5 1 6 217 20 1 70 2 25 2 o
PM-2BC30-R0.50-M20 0.5 1 6 278 20 1 70 3 25 2 o]
e Exstock © Ondemand
s With internal cooling
x
S
- Application field
P M K N S H v Very suitable
v v v ' ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
<
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rmseries  SOlid carbide milling

Ball nose cutter conical neck  High-performance machining

PM-2BC @ &

- Straight shank
- Centre cutting
- Helix angle 30°

A — T

F=tial

Dimensions [mm] Grade
Article 0 R | o | dwe | 4 M | v |t |a]n |reeth|kvcaos
PM-2BC50-R0.50-M20 0.5 1 6 4.01 20 1 70 5 25 2 [s]
PM-2BC10-R0.50-M35 0.5 1 6 2.08 35 1 80 1 25 2 o
PM-2BC05-R0.60-M12 0.6 12 6 1.31 12 12 60 05 27 2 [s]
PM-2BC10-R0.60-M12 0.6 1.2 6 147 12 1.2 60 1 27 2 o
PM-2BC15-R0.60-M12 0.6 12 6 1.63 12 12 60 1.5 27 2 [s]
PM-2BC05-R0.60-M24 0.6 1.2 6 1.52 24 1.2 70 05 27 2 [s]
PM-2BC10-R0.60-M24 0.6 12 6 1.89 24 12 70 1 27 2 o}
PM-2BC15-R0.60-M24 0.6 1.2 6 2.26 24 1.2 70 1.5 27 2 [s]
PM-2BC05-R0.75-M10 0.75 1.5 6 1.57 10 1.5 60 05 3 2 o}
PM-2BC05-R0.75-M15 0.75 1.5 6 1.65 15 1.5 60 05 3 2 [s]
PM-2BC10-R0.75-M10 0.75 1.5 6 1.69 10 1.5 60 1 3 2 [s]
PM-2BC10-R0.75-M15 0.75 1.5 6 1.86 15 1.5 60 1 3 2 o
PM-2BC15-R0.75-M10 0.75 1.5 6 1.81 10 1.5 60 1.5 3 2 [s]
PM-2BC15-R0.75-M15 0.75 1.5 6 207 15 1.5 60 1.5 3 2 o
PM-2BC05-R0.75-M30 0.75 1.5 6 1.92 30 1.5 70 05 3 2 o}
PM-2BC10-R0.75-M20 0.75 1.5 6 2.04 20 1.5 70 1 3 2 [s]
PM-2BC10-R0.75-M30 0.75 1.5 6 239 30 1.5 70 1 3 2 o}
PM-2BC15-R0.75-M30 0.75 1.5 6 2.86 30 1.5 70 1.5 3 2 [s]
PM-2BC05-R1.0-M20 1 2 6 218 20 2 60 05 4 2 [s]
PM-2BC10-R1.0-M20 1 2 6 246 20 2 60 1 4 2 o
PM-2BC10-R1.0-M25 1 2 6 264 25 2 60 1 4 2 [s]
PM-2BC15-R1.0-M20 1 2 6 274 20 2 60 1.5 4 2 o
PM-2BC05-R1.0-M30 1 2 6 236 30 2 70 05 4 2 [s]
PM-2BC10-R1.0-M30 1 2 6 28 30 2 70 1 4 2 [s]
PM-2BC15-R1.0-M30 1 2 6 3.27 30 2 70 1.5 4 2 o}
PM-2BC20-R1.0-M30 1 2 6 372 30 2 70 2 4 2 [s]
PM-2BC30-R1.0-M30 1 2 6 463 30 2 70 3 4 2 o}
PM-2BC05-R1.0-M40 1 2 6 253 40 2 80 05 4 2 [s]
PM-2BC10-R1.0-M35 1 2 6 299 35 2 80 1 4 2 [s]
PM-2BC10-R1.0-M40 1 2 6 316 40 2 80 1 4 2 o
PM-2BC15-R1.0-M40 1 2 6 3.79 40 2 80 1.5 4 2 [s]
PM-2BC20-R1.0-M40 1 2 6 442 40 2 80 2 4 2 [s]
PM-2BC30-R1.0-M40 1 2 6 5.68 40 2 80 3 4 2 o}
PM-2BC10-R1.0-M50 1 2 6 35 50 2 90 1 4 2 [s]
PM-2BC05-R1.5-M30 1.5 3 6 332 30 3 70 05 6 2 o}
PM-2BC10-R1.5-M30 1.5 3 6 374 30 3 70 1 6 2 [s]
PM-2BC15-R1.5-M30 1.5 3 6 416 30 3 70 1.5 6 2 [s]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
<
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Solid carbide milling  pw series

Ball nose cutter conical neck

PM-2BC é 0

- Straight shank
- Centre cutting
- Helix angle 30°

High-performance machining

ul
Dimensions [mm] Grade
Article 5 R | o | dwe | 4 M H L | a |1 |Teeth |kmaaos

PM-2BC05-R1.5-M40 1.5 3 6 35 40 3 80 05 6 2 o
PM-2BC10-R1.5-M40 1.5 3 6 4.09 40 3 80 1 6 2 o
PM-2BC15-R1.5-M40 1.5 3 6 469 40 3 80 15 6 2 o
PM-2BC05-R1.5-M50 1.5 3 6 3.67 50 3 90 05 6 2 o]
PM-2BC10-R1.5-M50 1.5 3 6 4.44 50 3 90 1 6 2 o
PM-2BC15-R1.5-M50 1.5 3 6 521 50 3 90 1.5 6 2 o
PM-2BC05-R2.0-M60 2 4 6 483 60 4 110 05 7 2 o]
PM-2BC10-R2.0-M60 2 4 6 5.76 60 4 110 17 2 o

e Exstock © Ondemand

¢ With internal cooling

Application field
P M K N S H v Very suitable
v v v v Suitable

System code B268 Cuttingdata .~ B436 Nonstandard order B477

B344



rmseries  SOlid carbide milling

Ball nose cutter High-performance machining

PM-4B 0 0 0 @

- Factory standard
- Centre cutting
- Helix angle 30°

A
B
Dimensions [mm] Grade
Article 3 R D d (h6) H ‘ L Teeth Geometry | KMG405
PM-4B-R1.5 1.5 3 6 6 50 4 A [ ]
PM-4B-R2.0 2 4 6 8 50 4 A .
PM-4B-R2.5 25 5 6 10 50 4 A [ ]
PM-4B-R3.0 3 6 6 12 50 4 B .
PM-4B-R4.0 4 8 8 16 60 4 B .
PM-4B-R5.0 5 10 10 20 75 4 B [ ]
PM-4B-R6.0 6 12 12 24 75 4 B .
PM-4B-R7.0 7 14 14 28 75 4 B [ ]
PM-4B-R8.0 8 16 16 32 100 4 B [ ]
PM-4B-R9.0 9 18 18 36 100 4 B .
PM-4B-R10.0 10 20 20 40 100 4 B [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  pw series

Ball nose cutter long shank

PM-4BL O 0 0 &

- Factory standard
- Centre cutting
- Helix angle 30°

High-performance machining

A
—_——
o ——
v B
Dimensions [mm] Grade
Article ES R D d (h6) H | L Teeth Geometry KMG405

PM-4BL-R1.5 15 3 6 6 75 4 A L]
PM-4BL-R2.0 2 4 6 8 75 4 A °
PM-4BL-R2.5 25 5 6 10 75 4 A L]
PM-4BL-R3.0 3 6 6 12 75 4 B °
PM-4BL-R4.0 4 8 8 16 100 4 B ]
PM-4BL-R5.0 5 10 10 20 100 4 B L]
PM-4BL-R6.0 6 12 12 24 100 4 B ]
PM-4BL-R7.0 7 14 14 28 100 4 B L]
PM-4BL-R8.0 8 16 16 32 150 4 B L]
PM-4BL-R9.0 9 18 18 36 150 4 B °
PM-4BL-R10.0 10 20 20 40 150 4 B L]

e Exstock © Ondemand

¢ With internal cooling

Application field

P M K N S H v Very suitable
v o ' ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order

B346

B477



rmseries  SOlid carbide milling

Torus mill

- Factory standard
- Centre cutting
- Helix angle 30°

High-performance machining

‘ul: s
T H A
1 .
rase B
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry | KMG405
PM-2R-D1.0R0.2 0.2 1 4 3 50 2 A [ ]
PM-2R-D1.5R0.2 02 1.5 4 4 50 2 A .
PM-2R-D2.0R0.2 0.2 2 4 6 50 2 A [ ]
PM-2R-D2.0R0.5 05 2 4 6 50 2 A .
PM-2R-D2.5R0.2 0.2 25 4 8 50 2 A .
PM-2R-D2.5R0.5 05 25 4 8 50 2 A [ ]
PM-2R-D3.0R0.2 0.2 3 4 8 50 2 A .
PM-2R-D3.0R0.3 03 3 4 8 50 2 A o]
PM-2R-D3.0R0.5 0.5 3 4 8 50 2 A [ ]
PM-2R-D4.0R0.2 0.2 4 4 11 50 2 B .
PM-2R-D4.0R0.3 0.3 4 4 11 50 2 B [ ]
PM-2R-D4.0R0.5 0.5 4 4 11 50 2 B .
PM-2R-D4.0R1.0 1 4 4 11 50 2 B .
PM-2R-D5.0R0.3 0.3 5 6 13 50 2 A o]
PM-2R-D5.0R0.5 0.5 5 6 13 50 2 A .
PM-2R-D5.0R1.0 1 5 6 13 50 2 A [ ]
PM-2R-D6.0R0.3 0.3 6 6 16 50 2 B .
PM-2R-D6.0R0.5 0.5 6 6 16 50 2 B .
PM-2R-D6.0R1.0 1 6 6 16 50 2 B [ ]
PM-2R-D8.0R0.3 0.3 8 8 20 60 2 B [s]
PM-2R-D8.0R0.5 0.5 8 8 20 60 2 B [ ]
PM-2R-D8.0R1.0 1 8 8 20 60 2 B [ ]
PM-2R-D10.0R0.5 0.5 10 10 25 75 2 B .
PM-2R-D10.0R1.0 1 10 10 25 75 2 B [ ]
PM-2R-D10.0R1.5 1.5 10 10 25 75 2 B .
PM-2R-D10.0R2.0 2 10 10 25 75 2 B .
PM-2R-D12.0R0.5 0.5 12 12 30 75 2 B [ ]
PM-2R-D12.0R1.0 1 12 12 30 75 2 B .
PM-2R-D12.0R1.5 1.5 12 12 30 75 2 B [ ]
PM-2R-D12.0R2.0 2 12 12 30 75 2 B .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S v Very suitable
v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  pw series

End mill

High-performance machining

PM-4H 0 0 @

- Factory standard
- Centre cutting
- Helix angle 0°

1:[_ I d1| E
07 | M H\R
.‘ =
1:] d‘l[ El
L m AR
Dimensions [mm] Grade
Article B R D d (h6) d, H M L Teeth | Geometry | KMG405
PM-4H-D3.0R0.8 08 3 6 27 1.2 8 50 4 A L]
PM-4H-D4.0R1.0 1 4 6 36 1.6 10 50 4 A .
PM-4H-D5.0R1.2 12 5 6 45 2 125 50 4 A L]
PM-4H-D6.0R1.0 1 6 6 54 25 12 50 4 B .
PM-4H-D6.0R1.5 15 6 6 54 25 12 50 4 B .
PM-4H-D6.0R2.0 2 6 6 54 25 12 50 4 B .
PM-4H-D8.0R1.0 1 8 8 7 35 16 60 4 B .
PM-4H-D8.0R2.0 2 8 8 7 35 16 60 4 B .
PM-4H-D10.0R1.0 1 10 10 9 4 20 75 4 B L]
PM-4H-D10.0R2.0 2 10 10 9 4 20 75 4 B .
PM-4H-D10.0R3.0 3 10 10 9 4 20 75 4 B L]
PM-4H-D12.0R2.0 2 12 12 1 5 24 75 4 B .
PM-4H-D12.0R3.0 3 12 12 1 5 24 75 4 B .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
é

B348



rmseries  SOlid carbide milling

End mill long shank

High-performance machining

PM-4HL 0 0 @

- Factory standard
- Centre cutting
- Helix angle 0°

'Dl [ di-= o
107 | M HAR
—-
I —
] R
H
L M —\R
Dimensions [mm] Grade
Article £ R D d (h6) d, M L Teeth | Geometry | KMG405
PM-4HL-D4.0R1.0 1 4 6 36 1.6 10 75 4 A [ ]
PM-4HL-D5.0R1.2 12 5 6 45 2 125 75 4 A .
PM-4HL-D6.0R1.0 1 6 6 54 25 12 75 4 B [ ]
PM-4HL-D6.0R1.5 15 6 6 54 25 12 75 4 B .
PM-4HL-D6.0R2.0 2 6 6 54 25 12 75 4 B .
PM-4HL-D8.0R1.0 1 8 8 7 35 16 100 4 B [ ]
PM-4HL-D8.0R2.0 2 8 8 7 35 16 100 4 B .
PM-4HL-D10.0R1.0 1 10 10 9 4 20 100 4 B [ ]
PM-4HL-D10.0R2.0 2 10 10 9 4 20 100 4 B [ ]
PM-4HL-D10.0R3.0 3 10 10 9 4 20 100 4 B .
PM-4HL-D12.0R2.0 2 12 12 1 5 24 100 4 B [ ]
PM-4HL-D12.0R3.0 3 12 12 1 5 24 100 4 B .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477

B349
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Solid carbide milling  pw series

Torus mill High-performance machining

PM-4R 000@&@0

- Factory standard
- Centre cutting
- Helix angle 30°

S

Technical
Information

Index

Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG405
PM-4R-D3.0R0.2 0.2 3 6 8 50 4 A L]
PM-4R-D4.0R0.3 03 4 6 10 50 4 A ]
PM-4R-D4.0R0.5 0.5 4 6 10 50 4 A L]
PM-4R-D5.0R0.5 0.5 5 6 13 50 4 A ]
PM-4R-D5.0R1.0 1 5 6 13 50 4 A .
PM-4R-D6.0R0.5 0.5 6 6 16 50 4 B .
PM-4R-D6.0R1.0 1 6 6 16 50 4 B .
PM-4R-D8.0R0.5 0.5 8 8 20 60 4 B .
PM-4R-D8.0R1.0 1 8 8 20 60 4 B L]
PM-4R-D10.0R0.5 0.5 10 10 25 75 4 B ]
PM-4R-D10.0R1.0 1 10 10 25 75 4 B L]
PM-4R-D10.0R2.0 2 10 10 25 75 4 B ]
PM-4R-D10.0R3.0 3 10 10 25 75 4 B .
PM-4R-D12.0R0.5 0.5 12 12 30 75 4 B .
PM-4R-D12.0R1.0 1 12 12 30 75 4 B .
PM-4R-D12.0R2.0 12 12 30 75 4 B .
PM-4R-D12.0R3.0 3 12 12 30 75 4 B .
e Exstock © Ondemand
% With internal cooling
Application field
p M K N [ H v Very suitable
v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B3s0 v



rmseries  SOlid carbide milling

Torus mill long shank

PM-4RL 000@&@0

- Factory standard
- Centre cutting
- Helix angle 30°

High-performance machining

——m

Dimensions [mm] Grade
Article £ R D | d (h6) H L Teeth KMG405
PM-4RL-D6.0R0.5 0.5 6 6 16 75 4 [ ]
PM-4RL-D6.0R1.0 1 6 6 16 75 4 .
PM-4RL-D8.0R0.5 0.5 8 8 20 100 4 [ ]
PM-4RL-D8.0R1.0 1 8 8 20 100 4 [s]
PM-4RL-D10.0R0.5 0.5 10 10 25 100 4 [s]
PM-4RL-D10.0R1.0 1 10 10 25 100 4 [ ]
PM-4RL-D10.0R2.0 2 10 10 25 100 4 .
PM-4RL-D12.0R0.5 0.5 12 12 30 100 4 .
PM-4RL-D12.0R1.0 1 12 12 30 100 4 [ ]
PM-4RL-D12.0R2.0 2 12 12 30 100 4 .
PM-4RL-D16.0R1.0 1 16 16 45 150 4 [ ]
PM-4RL-D16.0R2.0 2 16 16 45 150 4 .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477
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HM-4E

HM-2E

HM series

For machining of hardened materials

B For machining of steel up to 68 HRC.

B Very stable cutting edge with high stiffness and newest
coating technology for high cutting speeds and feed rates.

B End mills, ball nose cutters, torus mills and mini cutters

B Diameter range 0.3-20.0mm

Application fields for machining of steel

30HRC 40HRC 50HRC 55HRC 68HRC
I very suitable [ suitable
HM-2B
HM-4R

B3s3
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Solid carbide milling  +m series

End mill

Hard machining

HM-2E 000@@

- Factory standard
- Centre cutting
- Helix angle 35°

(Y
H
L
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG555
HM-2E-D1.0S 1 4 3 50 2 A L[]
HM-2E-D1.55 1.5 4 4 50 2 A .
HM-2E-D2.0S 2 4 6 50 2 A L[]
HM-2E-D2.55 25 4 8 50 2 A .
HM-2E-D3.0S 3 4 8 50 2 A .
HM-2E-D4.0S 4 4 11 50 2 B [ ]
HM-2E-D1.0 1 6 3 50 2 A .
HM-2E-D1.5 1.5 6 4 50 2 A [ ]
HM-2E-D2.0 2 6 6 50 2 A L[]
HM-2E-D2.5 25 6 8 50 2 A .
HM-2E-D3.0 3 6 8 50 2 A L[]
HM-2E-D3.5 35 6 10 50 2 A .
HM-2E-D4.0 4 6 1 50 2 A .
HM-2E-D4.5 45 6 1 50 2 A [ ]
HM-2E-D5.0 5 6 13 50 2 A .
HM-2E-D5.5 55 6 16 50 2 A [ ]
HM-2E-D6.0 6 6 16 50 2 B .
HM-2E-D7.0 7 8 20 60 2 A .
HM-2E-D8.0 8 8 20 60 2 B L[]
HM-2E-D9.0 9 10 22 75 2 A .
HM-2E-D10.0 10 10 25 75 2 B L[]
HM-2E-D11.0 11 12 26 75 2 A [o}
HM-2E-D12.0 12 12 30 75 2 B .
HM-2E-D14.0 14 14 32 100 2 B [ ]
HM-2E-D16.0 16 16 45 100 2 B .
HM-2E-D18.0 18 18 45 100 2 B [s]
HM-2E-D20.0 20 20 45 100 2 B L[]
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B354



umseries  Solid carbide milling

End mill short cutting edge Hard machining

HM-2EFP 0 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

' ! . 41 hc%f}ﬂ
Dimensions [mm] Grade
Article s D | doe) | d, H M L Teeth  |kMGsss
HM-2EFP-D6.0 6 6 5.8 9 30 75 2 o]
HM-2EFP-D8.0 8 8 7.8 12 40 100 2 [s]
HM-2EFP-D10.0 10 10 9.6 15 50 100 2 o]
HM-2EFP-D12.0 12 12 115 18 50 100 2 [s]
HM-2EFP-D16.0 16 16 155 24 50 150 2 [s]
HM-2EFP-D20.0 20 20 19.5 30 60 150 2 o]

® Exstock o Ondemand
# With internal cooling

Application field

P M K N S H v Very suitable
v ¥ Suitable
System code > B268 Cutting data B436 Monstandard order .~ B477

B355
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Solid carbide milling  +m series

A End mill Hard machining

HM-2EP 0 0 0 @ @

- Straight shank
- Centre cutting
- Helix angle 35°

Turning

———

di

10° M
B Dimensions [mm] Grade
Article 3 D ‘ d (he) | d, H | M L Teeth KMG555
HM-2EP-D0.5-M04 0.5 4 0.45 0.7 4 50 2 L]
HM-2EP-D0.5-M06 0.5 4 0.45 0.7 6 50 2 .
o HM-2EP-D0.5-M08 0.5 4 0.45 0.7 8 50 2 L]
é HM-2EP-D0.8-M04 08 4 0.75 1.2 4 50 2 .
E HM-2EP-D0.8-M06 0.8 4 0.75 1.2 6 50 2 .
HM-2EP-D0.8-M08 08 4 0.75 1.2 8 50 2 L]
HM-2EP-D0.8-M10 0.8 4 0.75 1.2 10 50 2 .
HM-2EP-D1.0-M04 1 4 0.95 1.5 4 50 2 .
HM-2EP-D1.0-M06 1 4 0.95 1.5 6 50 2 L]
HM-2EP-D1.0-M08 1 4 0.95 1.5 8 50 2 .
C HM-2EP-D1.0-M10 1 4 0.95 1.5 10 50 2 L]
HM-2EP-D1.0-M12 1 4 0.95 1.5 12 50 2 .
HM-2EP-D1.0-M14 1 4 0.95 1.5 14 50 2 .
HM-2EP-D1.2-M06 1.2 4 1.15 1.8 6 50 2 L]
HM-2EP-D1.2-M08 1.2 4 1.15 1.8 8 50 2 .
? HM-2EP-D1.2-M10 1.2 4 1.15 1.8 10 50 2 L]
% HM-2EP-D1.2-M12 1.2 4 1.15 1.8 12 50 2 .
o HM-2EP-D1.5-M06 1.5 4 1.45 23 6 50 2 .
HM-2EP-D1.5-M08 1.5 4 1.45 23 8 50 2 L]
HM-2EP-D1.5-M10 1.5 4 1.45 23 10 50 2 .
HM-2EP-D1.5-M12 1.5 4 1.45 23 12 50 2 .
HM-2EP-D1.5-M14 1.5 4 1.45 23 14 50 2 L]
HM-2EP-D2.0-M06 2 4 195 3 6 50 2 .
D HM-2EP-D2.0-M08 2 4 1.95 3 8 50 2 L]
HM-2EP-D2.0-M10 2 4 195 3 10 50 2 .
HM-2EP-D2.0-M12 2 4 1.95 3 12 50 2 .
c HM-2EP-D2.0-M14 2 4 195 3 14 50 2 L]
LR HM-2EP-D2.0-M16 2 4 1.95 3 16 50 2 °
E g HM-2EP-D2.5-M08 2.5 4 24 3.7 8 50 2 o
8 '5 HM-2EP-D2.5-M10 25 4 24 37 10 50 2 .
= E HM-2EP-D2.5-M12 25 4 24 37 12 50 2 .
HM-2EP-D2.5-M14 25 4 24 37 14 50 2 L]
HM-2EP-D2.5-M16 25 4 24 37 16 60 2 .
HM-2EP-D2.5-M18 25 4 24 37 18 60 2 L]
HM-2EP-D2.5-M20 25 4 24 37 20 60 2 L]
E HM-2EP-D3.0-M06 3 6 285 45 6 50 2 .
HM-2EP-D3.0-M08 3 6 285 45 8 50 2 L]
e Exstock © Ondemand
s With internal cooling
P
3
- Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
e

B356 v



umseries  Solid carbide milling

End mill

Hard machining

HM-2EP 0 0 0 @ @

- Straight shank
- Centre cutting
- Helix angle 35°

————

Dimensions [mm] Grade
Article b D d (h6) ‘ d, H M L Teeth KMG555
HM-2EP-D3.0-M10 3 6 2.85 45 10 50 2 .
HM-2EP-D3.0-M12 3 6 2.85 45 12 50 2 [ ]
HM-2EP-D3.0-M14 3 6 2.85 45 14 60 2 .
HM-2EP-D3.0-M16 3 6 2.85 45 16 60 2 [ ]
HM-2EP-D3.0-M18 3 6 2.85 45 18 60 2 .
HM-2EP-D3.0-M20 3 6 2.85 45 20 60 2 .
HM-2EP-D4.0-M12 4 6 3.85 6 12 60 2 [ ]
HM-2EP-D4.0-M16 4 6 3.85 6 16 60 2 .
HM-2EP-D4.0-M20 4 6 3.85 6 20 60 2 [ ]
HM-2EP-D4.0-M25 - 6 3.85 6 25 60 2 .
HM-2EP-D5.0-M16 5 6 4.85 7.5 16 60 2 .
HM-2EP-D5.0-M25 D 6 4.85 7.5 25 70 2 [ ]
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477

B357
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Solid carbide milling  +m series

End mill
A

Hard machining

HM-2ES 0 O & @ @

- Factory standard
- Centre cutting
- Helix angle 35°

Turning

/ S s
ol 1mkff’ -H_
B Dimensions [mm] Grade
Article £ D d (h6) | H L Teeth KMG555
HM-2ES-D0.3 03 4 0.6 50 2 L]
HM-2ES-D0.4 0.4 4 0.8 50 2 .
o HM-2ES-D0.5 05 4 1 50 2 L]
é HM-2ES-D0.6 0.6 4 1.2 50 2 .
E HM-2ES-D0.7 0.7 4 14 50 2 .
HM-2ES-D0.8 0.8 4 1.6 50 2 L]
HM-2ES-D0.9 0.9 4 1.8 50 2 .
HM-2ES-D1.0 1 4 2 50 2 .
HM-2ES-D1.1 1.1 4 2 50 2 L]
HM-2ES-D1.2 1.2 4 25 50 2 .
c HM-2ES-D1.3 13 4 25 50 2 L]
HM-2ES-D1.4 1.4 4 3 50 2 .
HM-2ES-D1.5 1.5 4 3 50 2 .
HM-2ES-D1.6 1.6 4 35 50 2 L]
HM-2ES-D1.7 1.7 4 35 50 2 .
2 HM-2ES-D1.8 18 4 4 50 2 °
% HM-2ES-D1.9 19 4 4 50 2 .
o HM-2ES-D2.0 2 4 4 50 2 .
HM-2ES-D2.1 21 4 4 50 2 L]
HM-2ES-D2.2 22 4 45 50 2 .
HM-2ES-D2.3 23 4 45 50 2 .
HM-2ES-D2.4 24 4 5 50 2 L]
HM-2ES-D2.5 25 4 5 50 2 .
D HM-2ES-D2.6 26 4 5 50 2 L]
HM-2ES-D2.7 27 4 55 50 2 .
HM-2ES-D2.8 28 4 55 50 2 .
c HM-2ES-D2.9 29 4 6 50 2 L]
LR HM-2ES-D3.0 3 4 6 50 2 .
E g e Exstock © Ondemand
é é *¢ With internal cooling
£
Application field
P M K N v Very suitable
E v Suitable
x
3
£
System code B268 Cutting data B436 Nonstandard order B477

B358



umseries  Solid carbide milling

End mill

HM-4E 0 0 @

- Factory standard
- Centre cutting
- Helix angle 45°

Hard machining

Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG555
HM-4E-D1.0S 1 4 3 50 4 A °
HM-4E-D1.55 15 4 4 50 4 A .
HM-4E-D2.0S 2 4 6 50 4 A °
HM-4E-D2.55 25 4 8 50 4 A .
HM-4E-D3.0S 3 4 8 50 4 A .
HM-4E-D4.0S 4 4 1 50 4 B °
HM-4E-D1.0 1 6 3 50 4 A .
HM-4E-D1.5 15 6 4 50 4 A °
HM-4E-D2.0 2 6 6 50 4 A °
HM-4E-D2.5 25 6 8 50 4 A .
HM-4E-D3.0 3 6 8 50 4 A L]
HM-4E-D3.5 35 6 10 50 4 A .
HM-4E-D4.0 4 6 11 50 4 A .
HM-4E-D4.5 45 6 11 50 4 A L]
HM-4E-D5.0 5 6 13 50 4 A .
HM-4E-D5.5 55 6 16 50 4 A L]
HM-4E-D6.0 6 6 16 50 4 B .
HM-4E-D7.0 7 8 20 60 4 A .
HM-4E-D8.0 8 8 20 60 4 B L]
HM-4E-D9.0 9 10 22 75 4 A .
HM-4E-D10.0 10 10 25 75 4 B L]
HM-4E-D11.0 1 12 26 75 4 A L]
HM-4E-D12.0 12 12 30 75 4 B .
HM-4E-D14.0 14 14 32 75 4 B L]
HM-4E-D16.0 16 16 45 100 4 B .
HM-4E-D18.0 18 18 45 100 4 B .
HM-4E-D20.0 20 20 45 100 4 B L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477

B359
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Solid carbide milling  +m series

End mill long shank

HM-4EL 0 0 @

- Factory standard

- Centre cutting
- Helix angle 45°

Hard machining

A
B
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMG555
HM-4EL-D3.0 3 6 12 75 4 A L[]
HM-4EL-D4.0 4 6 15 75 4 A .
HM-4EL-D5.0 5 6 20 75 4 A L[]
HM-4EL-D6.0 6 6 20 75 4 B .
HM-4EL-D8.0 8 8 25 100 4 B .
HM-4EL-D10.0 10 10 30 100 4 B [ ]
HM-4EL-D12.0 12 12 35 100 4 B .
HM-4EL-D14.0 14 14 40 100 4 B [ ]
HM-4EL-D16.0 16 16 50 150 4 B L[]
HM-4EL-D20.0 20 20 55 150 4 B .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 Nonstandard order B477

B360



umseries  Solid carbide milling

End mill short cutting edge

HM-4EFP 0 0 @

- Factory standard
- Centre cutting
- Helix angle 45°

Hard machining

L M
Dimensions [mm] Grade
Article s D | doe) | d, H M L Teeth  |kMGsss
HM-4EFP-D6.0 6 6 5.8 9 30 75 4 [ ]
HM-4EFP-D8.0 8 8 7.8 12 40 100 4 .
HM-4EFP-D10.0 10 10 9.6 15 50 100 4 [ ]
HM-4EFP-D12.0 12 12 115 18 50 100 4 .
HM-4EFP-D16.0 16 16 155 24 50 150 4 .
HM-4EFP-D20.0 20 20 19.5 30 60 150 4 o]
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477

B361
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Solid carbide milling  +m series

A End mill long cuttingedge  High-speed hard machining

5502R55MHH 0 o

- Type of shank DIN 6535HA
- Non-centre cutting
- Helix angle 55°

Turning

KCH

V29

5 . d =3 D
S o
- L
B CHW

Dimensions [mm] Grade
Article * D d (h6) H L KCH CHW Teeth KMG405 |KMG555
Eﬁ 5502R55MHH-0300 3 6 8 57 0 0 4 . .
= 5502R55MHH-0400 4 6 11 57 0 0 4 . L]
= 5502R55MHH-0500 5 6 13 57 0 0 5 . .
5502R55MHH-0600 6 6 13 57 45 0.1 6 . .
5502R55MHH-0800 8 8 19 63 45 0.1 6 . L]
5502R55MHH-1000 10 10 22 72 45 0.1 6 . .
5502R55MHH-1200 12 12 26 83 45 0.1 6 . L]
5502R55MHH-1600 16 16 32 92 45 0.1 6 . .
C 5502R55MHH-2000 20 20 38 104 45 0.1 8 . .
e Exstock © Ondemand
¢ With internal cooling
o
é Application field
o) P M K N S H v Very suitable
v ¥ Suitable
=
™ O
=
£ E
FR=
(]
=
<
]
=
=
System code B268 Cutting data B436 Nonstandard order B477
o

B362 v



umseries  Solid carbide milling

End mill

Hard machining

HM-6E 0 0

- Factory standard

- Non-centre cutting

- Helix angle 45°

ﬂ

Dimensions [mm] Grade
Article * D ‘ d (h6) ‘ H L Teeth KMG555
HM-6E-D6.0 6 6 18 60 6 o
HM-6E-D8.0 8 8 20 60 6 [s]
HM-6E-D10.0 10 10 30 75 6 o
HM-6E-D12.0 12 12 32 75 6 [s]
HM-6E-D16.0 16 16 40 100 6 o
HM-6E-D20.0 20 20 45 100 6 .
e Exstock © Ondemand
# With internal cooling
Application field
P M K S H v Very suitable
v v Suitable
System code > B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling  +m series

End mill long shank

Hard machining

HM-6EL 0 0

- Factory standard

- Non-centre cutting

- Helix angle 45°

—_— o g
Dimensions [mm] Grade
Article % D | d (h6) | H L Teeth KMGSS55
HM-6EL-D6.0 6 6 24 75 6 L]
HM-6EL-D8.0 8 8 32 75 6 .
HM-6EL-D10.0 10 10 40 100 6 L]
HM-6EL-D12.0 12 12 45 100 6 .
HM-6EL-D16.0 16 16 64 150 6 .
HM-6EL-D20.0 20 20 75 150 6 L]
e Exstock © Ondemand
¥ With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B364 '



umseries  Solid carbide milling
Ball nose cutter Hard machining
il | S,
imas & é < 6
- Factory standard
- Centre cutting
- Helix angle 35°
R | Q[
: —' A
00T | H ] \R
E =4 ,
L H AR
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry |KMG555
HM-2B-R0.55 0.5 1 4 2 50 2 A [ ]
HM-2B-R0.755 0.75 1.5 4 3 50 2 A .
HM-2B-R1.0S 1 2 4 4 50 2 A [ ]
HM-2B-R1.255 1.25 25 4 5 50 2 A .
HM-2B-R1.55 15 3 4 6 50 2 A .
HM-2B-R2.05 2 4 4 8 50 2 B [ ]
HM-2B-R0.5 0.5 1 6 2 50 2 A .
HM-2B-R0.75 0.75 1.5 6 3 50 2 A [ ]
HM-2B-R1.0 1 2 6 4 50 2 A [ ]
HM-2B-R1.25 1.25 25 6 5 50 2 A .
HM-2B-R1.5 1.5 3 6 6 50 2 A [ ]
HM-2B-R1.75 1.75 35 6 8 50 2 A .
HM-2B-R2.0 2 4 6 8 50 2 A .
HM-2B-R2.5 25 5 6 10 50 2 A [ ]
HM-2B-R2.75 275 5.5 6 12 50 2 A .
HM-2B-R3.0 3 6 6 12 50 2 B [ ]
HM-2B-R3.5 35 7 8 14 60 2 A .
HM-2B-R4.0 4 8 8 16 60 2 B .
HM-2B-R4.5 45 9 10 18 75 2 A [ ]
HM-2B-R5.0 5 10 10 20 75 2 B .
HM-2B-R6.0 6 12 12 24 75 2 B [ ]
HM-2B-R7.0 7 14 14 28 75 2 B [ ]
HM-2B-R8.0 8 16 16 32 100 2 B .
HM-2B-R10.0 10 20 20 40 100 2 B [ ]
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling  +m series

Ball nose cutter long shank

Hard machining

HM-2BL O 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

| . o
10°% L -—H—-\& A
I%
= P Q]
Fe
B
L H \R
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG555
HM-2BL-R1.0 1 2 6 4 75 2 A L]
HM-2BL-R1.25 1.25 25 6 6 75 2 A .
HM-2BL-R1.5 1.5 3 6 6 75 2 A L]
HM-2BL-R1.75 1.75 35 6 8 75 2 A .
HM-2BL-R2.0 2 4 6 8 75 2 A .
HM-2BL-R2.5 25 5 6 10 75 2 A L]
HM-2BL-R2.75 275 5.5 6 12 75 2 A .
HM-2BL-R3.0 3 6 6 12 75 2 B L]
HM-2BL-R3.5 3.5 7 8 14 75 2 A L]
HM-2BL-R4.0 4 8 8 16 100 2 B .
HM-2BL-R4.5 45 9 10 18 100 2 A L]
HM-2BL-R5.0 5 10 10 20 100 2 B .
HM-2BL-R6.0 6 12 12 24 100 2 B .
HM-2BL-R7.0 7 14 14 28 100 2 B L]
HM-2BL-R8.0 8 16 16 32 150 2 B .
HM-2BL-R10.0 10 20 20 40 150 2 B L]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S v Very suitable
v Suitable
System code B268 Cutting data B436 Nonstandard order B477
o
B366 '



umseries  Solid carbide milling

Ball nose cutter short cutting edge

HM-2BFP 0 o 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

Hard machining

'!:I o
10° B A
L
'u]- --------- —
L b M °
Dimensions [mm] Grade
Article 5 R D d (h6) d, H M ‘ L Teeth | Geometry | KMG555
HM-2BFP-R0.5 0.5 1 6 0.95 1 25 75 2 A [ ]
HM-2BFP-R0.75 0.75 1.5 6 145 1.5 3 75 2 A .
HM-2BFP-R1.0 1 2 6 1.95 2 4 75 2 A [ ]
HM-2BFP-R1.5 1.5 3 6 285 3 6 75 2 A .
HM-2BFP-R2.0 2 4 6 385 4 8 75 2 A .
HM-2BFP-R2.5 25 5 6 485 5 10 75 2 A [ ]
HM-2BFP-R3.0 3 6 6 58 6 12 75 2 B .
HM-2BFP-R4.0 4 8 8 7.8 8 16 100 2 B [ ]
HM-2BFP-R5.0 5 10 10 9.6 10 20 100 2 B [ ]
HM-2BFP-R6.0 6 12 12 11.5 12 24 100 2 B .
HM-2BFP-R8.0 8 16 16 15.5 16 32 150 2 B [ ]
HM-2BFP-R10.0 10 20 20 19.5 20 40 150 2 B [s]
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  +m series

Ball nose cutter

HM-2BS 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

Hard machining

{ % ” © i E— o
\ 10° ir:”' JHAR
Dimensions [mm] Grade
Article £ R D ‘ d (he) H L Teeth KMG555
HM-2BS-R0.15 0.15 0.3 - 0.5 50 2 [ ]
HM-2BS-R0.20 0.2 0.4 4 0.6 50 2 [
HM-2BS-R0.25 0.25 0.5 - 0.8 50 2 [ ]
HM-2BS-R0.30 03 0.6 - 0.9 50 2 .
HM-2BS-R0.35 0.35 0.7 4 1 50 2 [
HM-2BS-R0.40 04 0.8 - 1.2 50 2 [ ]
HM-2BS-R0.45 0.45 0.9 4 1.3 50 2 [
HM-2BS-R0.50 0.5 1 4 1.5 50 2 [
HM-2BS-R0.60 0.6 1.2 4 1.8 50 2 [ ]
HM-2BS-R0.70 0.7 1.4 4 2 50 2 .
HM-2BS-R0.75 0.75 15 4 23 50 2 [ ]
HM-2BS-R0.80 0.8 1.6 4 25 50 2 [
HM-2BS-R0.90 0.9 1.8 4 2.7 50 2 [
HM-2BS-R1.00 1 2 4 3 50 2 [ ]
HM-2BS-R1.25 1.25 25 4 3.7 50 2 [
HM-2BS-R1.50 1.5 3 4 4.5 50 2 [ ]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
o
B368 v



umseries  Solid carbide milling

End mill

Hard machining

HM-2BP 0 O/\ @

- Straight shank
- Centre cutting
- Helix angle 35°

e b 1::[ 1 [=]
0" SN g
Dimensions [mm] Grade
Article £ R D ‘ d (h6) d, ‘ H ‘ M | L Teeth | KMG555
HM-2BP-R0.25-M04 0.25 0.5 4 0.45 0.7 4 50 2 [ ]
HM-2BP-R0.25-M06 0.25 0.5 4 0.45 0.7 6 50 2 .
HM-2BP-R0.3-M04 03 0.6 4 0.55 0.9 4 50 2 [ ]
HM-2BP-R0.3-M06 03 0.6 4 0.55 0.9 6 50 2 .
HM-2BP-R0.3-M08 03 0.6 4 0.55 0.9 8 50 2 .
HM-2BP-R0.4-M04 0.4 0.8 4 0.75 1.2 4 50 2 [ ]
HM-2BP-R0.4-M06 0.4 0.8 4 0.75 1.2 6 50 2 .
HM-2BP-R0.4-M08 0.4 0.8 4 0.75 1.2 8 50 2 .
HM-2BP-R0.4-M10 0.4 0.8 4 0.75 1.2 10 50 2 [ ]
HM-2BP-R0.5-M04 0.5 1 4 0.95 1.5 4 50 2 .
HM-2BP-R0.5-M06 0.5 1 4 0.95 1.5 6 50 2 [ ]
HM-2BP-R0.5-M08 0.5 1 4 0.95 1.5 8 50 2 .
HM-2BP-R0.5-M10 0.5 1 4 0.95 1.5 10 50 2 .
HM-2BP-R0.5-M12 0.5 1 4 0.95 1.5 12 50 2 [ ]
HM-2BP-R0.6-M06 0.6 1.2 4 1.15 1.8 6 50 2 .
HM-2BP-R0.6-M08 0.6 1.2 4 1.15 1.8 8 50 2 [ ]
HM-2BP-R0.6-M12 0.6 1.2 4 1.15 1.8 12 50 2 .
HM-2BP-R0.6-M16 0.6 1.2 4 1.15 1.8 16 50 2 .
HM-2BP-R0.75-M08 0.75 1.5 4 1.45 23 8 50 2 [ ]
HM-2BP-R0.75-M12 0.75 1.5 4 1.45 23 12 50 2 .
HM-2BP-R0.75-M16 0.75 1.5 4 1.45 23 16 50 2 .
HM-2BP-R1.0-M06 1 2 4 1.95 3 6 50 2 [ ]
HM-2BP-R1.0-M08 1 2 4 1.95 3 8 50 2 .
HM-2BP-R1.0-M10 1 2 4 1.95 3 10 50 2 [ ]
HM-2BP-R1.0-M12 1 2 4 1.95 3 12 50 2 .
HM-2BP-R1.0-M16 1 2 4 1.95 3 16 50 2 .
HM-2BP-R1.0-M20 1 2 4 1.95 3 20 50 2 [ ]
HM-2BP-R1.25-M08 1.25 25 4 24 3.7 8 50 2 .
HM-2BP-R1.25-M12 1.25 25 4 24 3.7 12 50 2 [ ]
HM-2BP-R1.25-M16 1.25 25 4 24 3.7 16 60 2 .
HM-2BP-R1.25-M20 1.25 25 4 24 3.7 20 60 2 .
HM-2BP-R1.5-M08 1.5 3 6 2.85 45 8 50 2 [ ]
HM-2BP-R1.5-M10 1.5 3 6 2.85 45 10 50 2 .
HM-2BP-R1.5-M12 1.5 3 6 2.85 45 12 50 2 [ ]
HM-2BP-R1.5-M16 1.5 3 6 2.85 45 16 60 2 [ ]
HM-2BP-R1.5-M20 1.5 3 6 2.85 45 20 60 2 .
HM-2BP-R2.0-M10 2 4 6 3.85 6 10 60 2 [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
<
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Solid carbide milling  +m series

End mill Hard machining

HM-2BP 0 0 @

- Straight shank
- Centre cutting
- Helix angle 35°

Dimensions [mm] Grade
Article o R | o | dme o | w | m ] L Teeth |KMG555
HM-2BP-R2.0-M16 2 4 6 385 6 16 60 2 .
HM-2BP-R2.0-M20 2 4 6 385 6 20 60 2 .
HM-2BP-R2.0-M25 2 4 6 385 6 25 60 2 .
HM-2BP-R2.5-M16 25 5 6 485 7.5 16 60 2 .
HM-2BP-R2.5-M25 25 5 6 485 7.5 25 70 2 .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

e
B370 v



umseries  Solid carbide milling

Ball nose cutter

HM-4B 0 & @

- Factory standard
- Centre cutting
- Helix angle 35°

Hard machining

A
- —~ !
B
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry |KMG555
HM-4B-R1.5 1.5 3 6 6 50 4 A [ ]
HM-4B-R2.0 2 4 6 8 50 4 A .
HM-4B-R2.5 25 5 6 10 50 4 A [ ]
HM-4B-R3.0 3 6 6 12 50 4 B .
HM-4B-R4.0 4 8 8 16 60 4 B .
HM-4B-R5.0 5 10 10 20 75 4 B [ ]
HM-4B-R6.0 6 12 12 24 75 4 B .
HM-4B-R7.0 7 14 14 28 75 4 B [ ]
HM-4B-R8.0 8 16 16 32 100 4 B [ ]
HM-4B-R9.0 9 18 18 36 100 4 B .
HM-4B-R10.0 10 20 20 40 100 4 B [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  +m series

Ball nose cutter long shank

HM-4BL O O/\ 0

- Factory standard
- Centre cutting
- Helix angle 35°

Hard machining

-

Dimensions [mm] Grade
Article ES R D d (h6) H | L Teeth Geometry KMG555
HM-4BL-R1.5 1.5 3 6 6 75 4 A L]
HM-4BL-R2.0 2 4 6 8 75 4 A .
HM-4BL-R2.5 25 5 6 10 75 4 A L]
HM-4BL-R3.0 3 6 6 12 75 4 B .
HM-4BL-R4.0 4 8 8 16 100 4 B .
HM-4BL-R5.0 5 10 10 20 100 4 B .
HM-4BL-R6.0 6 12 12 24 100 4 B .
HM-4BL-R7.0 7 14 14 28 100 4 B .
HM-4BL-R8.0 8 16 16 32 150 4 B L]
HM-4BL-R9.0 9 18 18 36 150 4 B .
HM-4BL-R10.0 10 20 20 40 150 4 B L]
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B372



umseries  Solid carbide milling

Torus mill

Hard machining

HM-4R 000@

- Factory standard
- Centre cutting
- Helix angle 35°

A
-
i
B
Dimensions [mm] Grade
Article 3 R D d (h6) H L Teeth Geometry |KMG555
HM-4R-D3.0R0.2 0.2 3 4 50 4 A L[]
HM-4R-D4.0R0.3 03 4 4 10 50 4 B .
HM-4R-D4.0R0.5 0.5 4 4 10 50 4 B L[]
HM-4R-D5.0R0.5 05 5 6 13 50 4 A .
HM-4R-D5.0R1.0 1 5 6 13 50 4 A .
HM-4R-D6.0R0.5 05 6 6 16 50 4 B [ ]
HM-4R-D6.0R1.0 1 6 6 16 50 4 B .
HM-4R-D8.0R0.5 05 8 8 20 60 4 B [ ]
HM-4R-D8.0R1.0 1 8 8 20 60 4 B L[]
HM-4R-D10.0R0.5 0.5 10 10 25 75 4 B .
HM-4R-D10.0R1.0 1 10 10 25 75 4 B L[]
HM-4R-D10.0R2.0 2 10 10 25 75 4 B .
HM-4R-D10.0R3.0 3 10 10 25 75 4 B .
HM-4R-D12.0R0.5 0.5 12 12 30 75 4 B [ ]
HM-4R-D12.0R1.0 1 12 12 30 75 4 B .
HM-4R-D12.0R2.0 2 12 12 30 75 4 B [ ]
HM-4R-D12.0R3.0 3 12 12 30 75 4 B .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  +m series

Torus mill short cutting edge Hard machining

HM-4RF 0 0 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

—_— " :
L | R
Dimensions [mm] Grade
Article LS R ‘ D ‘ d (h6) | H L Teeth KMG555
HM-4RF-D6.0R0.5 0.5 6 6 6 50 4 o]
HM-4RF-D6.0R1.0 1 6 6 6 50 4 o
HM-4RF-D8.0R0.5 0.5 8 8 8 60 4 o]
HM-4RF-D8.0R1.0 1 8 8 8 60 4 o
HM-4RF-D10.0R1.0 1 10 10 10 75 4 o
HM-4RF-D10.0R2.0 2 10 10 10 75 4 o]
HM-4RF-D12.0R0.5 0.5 12 12 12 75 4 o
HM-4RF-D12.0R1.0 1 12 12 12 75 4 o
HM-4RF-D12.0R2.0 2 12 12 12 75 4 o]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

e
B374 >



umseries  Solid carbide milling

Torus mill long shank

Hard machining

HM-4RP 0 0 & @

- Factory standard
- Centre cutting
- Helix angle 35°

o 9 =3l
- 3w A\
Dimensions [mm] Grade
Article £ R ‘ D ‘ d (h6) d, H M | L Teeth | KMG555
HM-4RP-D6.0R0.5 05 6 6 58 6 18 75 4 o]
HM-4RP-D6.0R1.0 1 6 6 58 6 18 75 4 [s]
HM-4RP-D8.0R0.5 0.5 8 8 7.8 8 24 100 4 o}
HM-4RP-D8.0R1.0 1 8 8 7.8 8 24 100 4 [s]
HM-4RP-D10.0R0.5 0.5 10 10 9.6 10 30 100 4 [s]
HM-4RP-D10.0R1.0 1 10 10 9.6 10 30 100 4 o
HM-4RP-D10.0R2.0 2 10 10 9.6 10 30 100 4 [s]
HM-4RP-D12.0R0.5 05 12 12 11.5 12 36 100 4 [s]
HM-4RP-D12.0R1.0 1 12 12 11.5 12 36 100 4 o}
HM-4RP-D12.0R2.0 2 12 12 11.5 12 36 100 4 [s]
HM-4RP-D16.0R1.0 1 16 16 15.5 16 40 150 4 L]
HM-4RP-D16.0R2.0 2 16 16 15.5 16 40 150 4 [s]
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
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B376



NM series

For machining of copper

B For machining of copper and copper alloys (brass, bronze).

B Excellent sharpness of cutting edge for very good surface
quality.
B End mills, ball nose cutters and mini cutters.

B Diameter range 0.5-20.0mm

NM-4E

NM-2E

B377
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Solid carbide milling  nwm series

End mill General machining of non-ferrous metals

5502R402NM 0 0 0 @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 40°

d ] 3\39*-..} E KCH
H
L
CHW
Dimensions [mm] Grade
Article £ D d (he) H L KCH CHW Teeth YK30F
5502R402NM-0300 3 6 8 57 0 0 2 L]
5502R402NM-0400 - 6 11 57 0 0 2 .
5502R402NM-0500 5 6 13 57 0 0 2 L]
5502R402NM-0600 6 6 13 57 45 01 2 ]
5502R402NM-0800 8 8 19 63 45 0.1 2 L]
5502R402NM-1000 10 10 22 72 45 01 2 ]
5502R402NM-1200 12 12 26 83 45 0.1 2 L]
5502R402NM-1400 14 14 26 83 45 0.15 2 L]
5502R402NM-1600 16 16 32 92 45 0.15 2 L]
5502R402NM-1800 18 18 32 92 45 0.15 2 .
5502R402NM-2000 20 20 38 104 45 0.15 2 L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
Systemcode .~ B268 Cuttingdata ~ B436 MNonstandard order -~ B477

B378 v



wseies  Solid carbide milling

End mill General machining of non-ferrous metals

NM-2E 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

<
o =]
[ P ) A
L
Pac,
'O[ ; | = 8
10° i
L
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG309
NM-2E-D1.0 1 4 3 50 2 A L]
NM-2E-D2.0 2 4 6 50 2 A .
NM-2E-D3.0 3 6 8 50 2 A L]
NM-2E-D4.0 4 6 11 50 2 A .
NM-2E-D5.0 5 6 13 50 2 A .
NM-2E-D6.0 6 6 16 50 2 B L]
NM-2E-D8.0 8 8 20 60 2 B .
NM-2E-D10.0 10 10 25 75 2 B L]
NM-2E-D12.0 12 12 30 75 2 B L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477
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End mill

General machining of non-ferrous metals

NM-2EP 0 0 0 @ @

- Factory standard
- Centre cutting
- Helix angle 35°

Technical
Information

Index

B380

10° M
Dimensions [mm] Grade
Article 3 D d (he) d, H M L Teeth KMG309
NM-2EP-D0.5-M08 0.5 4 0.45 0.7 8 50 2 L]
NM-2EP-D0.5-M06 0.5 4 0.45 0.7 6 50 2 .
NM-2EP-D0.5-M04 0.5 4 0.45 0.7 4 50 2 L]
NM-2EP-D0.8-M10 08 4 0.75 1.2 10 50 2 .
NM-2EP-D0.8-M04 0.8 4 0.75 1.2 4 50 2 .
NM-2EP-D0.8-M06 08 4 0.75 1.2 6 50 2 .
NM-2EP-D0.8-M08 0.8 4 0.75 1.2 8 50 2 .
NM-2EP-D1.0-M08 1 4 0.95 1.5 8 50 2 .
NM-2EP-D1.0-M14 1 4 0.95 1.5 14 50 2 L]
NM-2EP-D1.0-M04 1 4 0.95 1.5 4 50 2 .
NM-2EP-D1.0-M12 1 4 0.95 1.5 12 50 2 L]
NM-2EP-D1.0-M10 1 4 0.95 1.5 10 50 2 .
NM-2EP-D1.0-M06 1 4 0.95 1.5 6 50 2 .
NM-2EP-D1.5-M08 1.5 4 1.45 23 8 50 2 .
NM-2EP-D1.5-M16 1.5 4 1.45 23 16 50 2 .
NM-2EP-D2.0-M14 2 4 1.95 3 14 50 2 .
NM-2EP-D2.0-M12 2 4 195 3 12 50 2 .
NM-2EP-D2.0-M08 2 4 1.95 3 8 50 2 .
NM-2EP-D2.0-M10 2 4 195 3 10 50 2 L]
NM-2EP-D2.0-M06 2 4 1.95 3 6 50 2 .
NM-2EP-D2.0-M16 2 4 195 3 16 50 2 .
NM-2EP-D2.5-M10 25 4 24 37 10 50 2 .
NM-2EP-D2.5-M20 25 4 24 37 20 60 2 .
NM-2EP-D3.0-M10 3 6 285 45 10 50 2 .
NM-2EP-D3.0-M20 3 6 285 45 20 60 2 .
NM-2EP-D4.0-M25 4 6 3.85 6 25 60 2 .
NM-2EP-D4.0-M16 4 6 3.85 6 16 60 2 L]
NM-2EP-D5.0-M25 5 6 485 7.5 25 70 2 .
NM-2EP-D5.0-M16 5 6 485 7.5 16 60 2 L]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
o



wseies  Solid carbide milling

End mill General machining of non-ferrous metals

NM-4E 000@@0

- Factory standard
- Centre cutting
- Helix angle 35°

-—:ﬂ“

= 5
B .
L
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry KMG309
NM-4E-D3.0 3 6 50 4 A .
NM-4E-D4.0 4 6 11 50 4 A .
NM-4E-D5.0 5 6 13 50 4 A .
NM-4E-D6.0 6 6 16 50 4 B .
NM-4E-D8.0 8 8 20 60 4 B .
NM-4E-D10.0 10 10 25 75 4 B .
NM-4E-D12.0 12 12 30 75 4 B .
® Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
Systemcode * B268 Cutting data > B436 Nonstandard order > B477
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Solid carbide milling  nwm series

Ball nose cutter

P
nv-28 O

- Factory standard
- Centre cutting
- Helix angle 35°

General machining of non-ferrous metals

= i IE“ = A
L1077 H AR
] =% ,
L H \R
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry KMG309
NM-2B-R0.5 0.5 1 4 2 50 2 A L]
NM-2B-R0.75 0.75 1.5 4 3 50 2 A .
NM-2B-R1.0 1 2 4 4 50 2 A L]
NM-2B-R1.25 1.25 25 4 5 50 2 A .
NM-2B-R1.5 15 3 6 6 50 2 A .
NM-2B-R1.75 1.75 35 6 8 50 2 A .
NM-2B-R2.0 2 4 6 8 50 2 A .
NM-2B-R2.5 25 5 6 10 50 2 A .
NM-2B-R3.0 3 6 6 12 50 2 B L]
NM-2B-R4.0 4 8 8 16 60 2 B .
NM-2B-R5.0 5 10 10 20 75 2 B L]
NM-2B-R6.0 6 12 12 24 75 2 B .
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477

B382



wseies  Solid carbide milling

Ball nose cutter

General machining of non-ferrous metals

NM-2BP 0 @

- Factory standard
- Centre cutting
- Helix angle 35°

1::[ 1 [=]
== 10° £ m-H \E
Dimensions [mm] Grade
Article B R D d (h6) d, ‘ H ‘ M | L Teeth | KMG309
NM-2BP-R0.25-M04 0.25 0.5 4 0.45 0.7 4 50 2 [ ]
NM-2BP-R0.25-M06 0.25 0.5 4 0.45 0.7 6 50 2 .
NM-2BP-R0.3-M04 03 0.6 4 0.55 0.9 4 50 2 [ ]
NM-2BP-R0.3-M06 03 0.6 4 0.55 0.9 6 50 2 .
NM-2BP-R0.3-M08 03 0.6 4 0.55 0.9 8 50 2 .
NM-2BP-R0.4-M04 0.4 0.8 4 0.75 1.2 4 50 2 [ ]
NM-2BP-R0.4-M06 0.4 0.8 4 0.75 1.2 6 50 2 .
NM-2BP-R0.4-M08 0.4 0.8 4 0.75 1.2 8 50 2 .
NM-2BP-R0.4-M10 0.4 0.8 4 0.75 1.2 10 50 2 [ ]
NM-2BP-R0.5-M04 0.5 1 4 0.95 1.5 4 50 2 .
NM-2BP-R0.5-M06 0.5 1 4 0.95 1.5 6 50 2 [ ]
NM-2BP-R0.5-M08 0.5 1 4 0.95 1.5 8 50 2 .
NM-2BP-R0.5-M10 0.5 1 4 0.95 1.5 10 50 2 .
NM-2BP-R0.5-M12 0.5 1 4 0.95 1.5 12 50 2 [ ]
NM-2BP-R0.75-M08 0.75 1.5 4 1.45 23 8 50 2 .
NM-2BP-R0.75-M16 0.75 1.5 4 1.45 23 16 50 2 [ ]
NM-2BP-R1.0-M06 1 2 4 1.95 3 6 50 2 .
NM-2BP-R1.0-M08 1 2 4 1.95 3 8 50 2 .
NM-2BP-R1.0-M10 1 2 4 1.95 3 10 50 2 [ ]
NM-2BP-R1.0-M12 1 2 4 1.95 3 12 50 2 .
NM-2BP-R1.0-M16 1 2 4 1.95 3 16 50 2 .
NM-2BP-R1.0-M20 1 2 4 1.95 3 20 60 2 [ ]
NM-2BP-R1.5-M10 1.5 3 6 2.85 45 10 50 2 .
NM-2BP-R1.5-M20 1.5 3 6 2.85 45 20 60 2 [ ]
NM-2BP-R2.0-M10 2 4 6 3.85 6 10 60 2 .
NM-2BP-R2.0-M16 2 4 6 3.85 6 16 60 2 .
NM-2BP-R2.0-M20 2 4 6 3.85 6 20 60 2 [ ]
NM-2BP-R2.0-M25 2 4 6 3.85 6 25 60 2 .
NM-2BP-R2.5-M16 25 5 6 4.85 7.5 16 60 2 [ ]
NM-2BP-R2.5-M25 25 5 6 4.85 7.5 25 70 2 .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N 5 H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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NM series

B384



Al series

For machining of aluminium alloys

B Newly developed geometries expand our standard program:

« ALP for high-speed roughing
« ALG for finishing with very good surface quality
« AIR torus mills for ultra high-speed machining

B With our diamond-like carbon grade KMD401, tool life is significantly
increased.

B End mills, ball nose cutters, torus mills and rippers

B Diameter range 1.0-20.0mm

ALG-2E

AL-3W

B38s
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Solid carbide milling  acseries

End mill

AL-2E 00&@@0

- Factory standard
- Centre cutting
- Helix angle 55°

General machining of Al and Al alloys

{ A
oy |H
- : g— B
L H
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry YK30F
AL-2E-D1.0 1 4 3 50 2 A L[]
AL-2E-D1.5 1.5 4 4 50 2 A .
AL-2E-D2.0 2 4 6 50 2 A L[]
AL-2E-D2.5 25 4 7 50 2 A .
AL-2E-D3.0 3 6 9 50 2 A .
AL-2E-D4.0 4 6 12 50 2 A [ ]
AL-2E-D5.0 5 6 15 50 2 A .
AL-2E-D6.0 6 6 18 60 2 B [ ]
AL-2E-D8.0 8 8 20 60 2 B L[]
AL-2E-D10.0 10 10 30 75 2 B .
AL-2E-D12.0 12 12 32 75 2 B L[]
AL-2E-D16.0 16 16 45 100 2 B .
AL-2E-D20.0 20 20 45 100 2 B .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
o
B386 e



aLseiies  Solid carbide milling

End mill long cutting edge

AL-2EL 000@@0

- Factory standard
- Centre cutting
- Helix angle 55°

General machining of Al and Al alloys

ol e
= o H A
10 L
A ‘x,,_ .\J\ -
— |
uU o
B
L
Dimensions [mm] Grade
Article 1 D d (h6) H ‘ L Teeth Geometry YK30F
AL-2EL-D3.0 3 6 12 60 2 A L]
AL-2EL-D4.0 4 6 16 60 2 A .
AL-2EL-D5.0 5 6 20 60 2 A L]
AL-2EL-D6.0 6 6 25 75 2 B .
AL-2EL-D8.0 8 8 32 75 2 B .
AL-2EL-D10.0 10 10 45 100 2 B L]
AL-2EL-D12.0 12 12 45 100 2 B .
AL-2EL-D16.0 16 16 65 150 2 B L]
AL-2EL-D20.0 20 20 75 150 2 B L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ H v Very suitable
v v Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477

B3s7
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Solid carbide milling  acseries

End mill

ALG-2E 00&@@0

- Factory standard
- Centre cutting
- Helix angle 30°

-

General machining of Al and Al alloys

Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry YKA0F
ALG-2E-D1.0 1 4 3 50 2 A L]
ALG-2E-D1.5 1.5 4 4 50 2 A [s]
ALG-2E-D2.0 2 4 6 50 2 A L]
ALG-2E-D2.5 25 4 8 50 2 A o
ALG-2E-D3.05 3 4 8 50 2 A [ ]
ALG-2E-D3.55 35 4 10 50 2 A o
ALG-2E-D4.0S 4 4 11 50 2 B [a]
ALG-2E-D3.0 3 6 8 50 2 A L]
ALG-2E-D3.5 35 6 10 50 2 A [o}
ALG-2E-D4.0 4 6 1 50 2 A .
ALG-2E-D4.5 45 6 1 50 2 A [e}
ALG-2E-D5.0 5 6 13 50 2 A .
ALG-2E-D5.5 55 6 16 50 2 A [s]
ALG-2E-D6.0 6 6 16 50 2 B [ ]
ALG-2E-D7.0 7 8 20 60 2 A [s]
ALG-2E-D8.0 8 8 20 60 2 B [ ]
ALG-2E-D9.0 9 10 22 75 2 A [s]
ALG-2E-D10.0 10 10 25 75 2 B .
ALG-2E-D11.0 11 12 26 75 2 A [e}
ALG-2E-D12.0 12 12 30 75 2 B .
ALG-2E-D14.0 14 14 32 75 2 B L[]
ALG-2E-D16.0 16 16 45 100 2 B [ ]
ALG-2E-D18.0 18 18 45 100 2 B [s]
ALG-2E-D20.0 20 20 45 100 2 B [ ]
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
o
B3s8 v



aLseiies  Solid carbide milling

End mill General machining of Al and Al alloys

AL-3E 00&@@0

- Factory standard
- Centre cutting
- Helix angle 45°

- o
] 10° H A
L
P~ — = I %gﬁ- ‘
\ T
° o
L H °

Dimensions [mm] Grade

Article 1 D d (h6) H L Teeth Geometry YK30F
AL-3E-D1.0 1 4 3 50 3 A L]
AL-3E-D1.5 1.5 4 4 50 3 A L]
AL-3E-D2.0 2 4 6 50 3 A L]
AL-3E-D2.5 25 4 7 50 3 A .
AL-3E-D3.0 3 6 9 50 3 A .
AL-3E-D4.0 4 6 12 50 3 A L]
AL-3E-D5.0 5 6 15 50 3 A .
AL-3E-D6.0 6 6 18 60 3 B L]
AL-3E-D8.0 8 8 20 60 3 B L]
AL-3E-D10.0 10 10 30 75 3 B .
AL-3E-D12.0 12 12 32 75 3 B L]
AL-3E-D16.0 16 16 45 100 3 B .
AL-3E-D20.0 20 20 45 100 3 B .

e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code > B268 Cutting data B436 Monstandard order .~ B477
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Solid carbide milling  acseries

End mill long cutting edge

AL-3EL 000@@0

- Factory standard
- Centre cutting
- Helix angle 45°

General machining of Al and Al alloys

10° A
L
AN
1:[ =]
B
L
Dimensions [mm] Grade
Article b D d (h6) H | L Teeth Geometry YK30F
AL-3EL-D3.0 3 6 12 60 3 A [ ]
AL-3EL-D4.0 4 6 16 60 3 A .
AL-3EL-D5.0 5 6 20 60 3 A [ ]
AL-3EL-D6.0 6 6 25 75 3 B .
AL-3EL-D8.0 8 8 32 75 3 B .
AL-3EL-D10.0 10 10 45 100 3 B [ ]
AL-3EL-D12.0 12 12 45 100 3 B .
AL-3EL-D16.0 16 16 65 150 3 B [ ]
AL-3EL-D20.0 20 20 75 150 3 B [ ]
e Exstock © Ondemand
¥ With internal cooling
Application field
p M K N [ H v Very suitable
v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B390



aLseiies  Solid carbide milling

End mill

- Factory standard
- Centre cutting
- Helix angle 45°

General machining of Al and Al alloys

ALG-3E 000@@0

Dimensions [mm] Grade
Article 3 D d (h&) H L Teeth Geometry KMD401 YKA0F
ALG-3E-D1.0 1 4 3 50 3 A o] L]
ALG-3E-D1.5 1.5 4 4 50 3 A o .
ALG-3E-D2.0 2 4 6 50 3 A o] L]
ALG-3E-D2.5 25 4 8 50 3 A o o
ALG-3E-D3.0S 3 4 8 50 3 A o .
ALG-3E-D3.55 35 4 10 50 3 A o] o
ALG-3E-D4.0S 4 4 1 50 3 B o .
ALG-3E-D3.0 3 6 8 50 3 A L] L]
ALG-3E-D3.5 35 6 10 50 3 A L] o
ALG-3E-D4.0 4 6 1 50 3 A [ [
ALG-3E-D4.5 45 6 1 50 3 A L] o]
ALG-3E-D5.0 5 6 13 50 3 A . .
ALG-3E-D5.5 55 6 16 50 3 A . o
ALG-3E-D6.0 6 6 16 50 3 B L] L]
ALG-3E-D7.0 7 8 20 60 3 A . o
ALG-3E-D8.0 8 8 20 60 3 B L] L]
ALG-3E-D9.0 9 10 22 75 3 A . o
ALG-3E-D10.0 10 10 25 75 3 B . .
ALG-3E-D11.0 11 12 26 75 3 A L] o]
ALG-3E-D12.0 12 12 30 75 3 B . .
ALG-3E-D14.0 14 14 32 75 3 B L] L]
ALG-3E-D16.0 16 16 45 100 3 B L] L]
ALG-3E-D18.0 18 18 45 100 3 B . o
ALG-3E-D20.0 20 20 45 100 3 B o] L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  acseries

End mill

General machining of Al and Al alloys

ALG-3E-W 0 o 0 @ @ 0

— Factory standard with weldon clamping surface

- Centre cutting
- Helix angle 45°

T, H
ﬁm
o [=]
" B
L
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMD401
ALG-3E-D3.0-W 3 6 8 50 3 A [ ]
ALG-3E-D3.5-W 35 6 10 50 3 A .
ALG-3E-D4.0-W 4 6 1 50 3 A [ ]
ALG-3E-D4.5-W 45 6 11 50 3 A .
ALG-3E-D5.0-W 5 6 13 50 3 A .
ALG-3E-D5.5-W 5.5 6 16 50 3 A [ ]
ALG-3E-D6.0-W 6 6 16 50 3 B .
ALG-3E-D7.0-W 7 8 20 60 3 A [ ]
ALG-3E-D8.0-W 8 8 20 60 3 B [ ]
ALG-3E-D9.0-W 9 10 22 75 3 A .
ALG-3E-D10.0-W 10 10 25 75 3 B [ ]
ALG-3E-D11.0-W 11 12 26 75 3 A .
ALG-3E-D12.0-W 12 12 30 75 3 B .
ALG-3E-D14.0-W 14 14 32 75 3 B [ ]
ALG-3E-D16.0-W 16 16 45 100 3 B .
ALG-3E-D18.0-W 18 18 45 100 3 B [ ]
ALG-3E-D20.0-W 20 20 45 100 3 B .
e Exstock © Ondemand
% With internal cooling
Application field
p M K N [ H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
s

B392



aLseiies  Solid carbide milling

End mill High-performance machining of Al and Al alloys

ALP-3E 0 0 0 @ 0

- Factory standard
- Centre cutting
- Helix angle 35°

=

Dimensions [mm] Grade
Article 3 D d (h&) H L Teeth Geometry KMD401 YKA0F
ALP-3E-D1.0 1 4 3 50 3 A o] o]
ALP-3E-D1.5 1.5 4 4 50 3 A o .
ALP-3E-D2.0 2 4 6 50 3 A o] L]
ALP-3E-D2.5 25 4 8 50 3 A o o
ALP-3E-D3.05 3 4 8 50 3 A o .
ALP-3E-D4.0S 4 4 1 50 3 B o] L]
ALP-3E-D3.0 3 6 8 50 3 A . .
ALP-3E-D4.0 4 6 1 50 3 A L] L]
ALP-3E-D4.5 45 6 1 50 3 A L] o
ALP-3E-D5.0 5 6 13 50 3 A [ [
ALP-3E-D5.5 55 6 16 50 3 A L] o]
ALP-3E-D6.0 6 6 16 50 3 B . .
ALP-3E-D7.0 7 8 20 60 3 B . o
ALP-3E-D8.0 8 8 20 60 3 B L] L]
ALP-3E-D9.0 9 10 22 75 3 B . o
ALP-3E-D10.0 10 10 25 75 3 B L] L]
ALP-3E-D11.0 11 12 26 75 3 B . .
ALP-3E-D12.0 12 12 30 75 3 B . .
ALP-3E-D14.0 14 14 32 75 3 B L] L]
ALP-3E-D16.0 16 16 45 100 3 B . .
ALP-3E-D20.0 20 20 45 100 3 B L] o]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
—~
v B393
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Solid carbide milling  acseries

End mill High-performance machining of Al and Al alloys

ALP-3E-W 0 o 0 @ 0

— Factory standard with weldon clamping surface
- Centre cutting
- Helix angle 35°

T, H
o [=]
" B
L
Dimensions [mm] Grade
Article b D d (h6) H L Teeth Geometry KMD401
ALP-3E-D3.0-W 3 6 8 50 3 A L[]
ALP-3E-D4.0-W 6 11 50 3 A [ ]
ALP-3E-D4.5-W 45 6 11 50 3 A L[]
ALP-3E-D5.0-W 5 6 13 50 3 A [ ]
ALP-3E-D5.5-W 55 6 16 50 3 A [ ]
ALP-3E-D6.0-W 6 6 16 50 3 B [ ]
ALP-3E-D7.0-W 7 8 20 60 3 B [ ]
ALP-3E-D8.0-W 8 8 20 60 3 B [ ]
ALP-3E-D9.0-W 9 10 22 75 3 B L[]
ALP-3E-D10.0-W 10 10 25 75 3 B [ ]
ALP-3E-D11.0-W 11 12 26 75 3 B L[]
ALP-3E-D12.0-W 12 12 30 75 3 B [ ]
ALP-3E-D14.0-W 14 14 32 75 3 B [ ]
ALP-3E-D16.0-W 16 16 45 100 3 B [ ]
ALP-3E-D20.0-W 20 20 45 100 3 B [ ]

e Exstock © Ondemand
*¢ With internal cooling

Application field

P M K N S H v Very suitable
- ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B394 >



aLseiies  Solid carbide milling

End mill High-performance machining of Al and Al alloys

ALP-4E 000@@0

- Factory standard
- Centre cutting
- Helix angle 38°

Dimensions [mm] Grade
Article 3 D d (h&) H L Teeth Geometry KMD401 YKA0F
ALP-4E-D3.05 3 4 9 50 4 A o L]
ALP-4E-D4.0S 4 4 11 50 4 B o .
ALP-4E-D3.0 3 6 9 50 4 A . L]
ALP-4E-D4.0 4 6 1 50 4 A . .
ALP-4E-D5.0 5 6 13 50 4 A . .
ALP-4E-D6.0 6 6 16 50 4 B . L]
ALP-4E-D8.0 8 8 20 60 4 B . .
ALP-4E-D10.0 10 10 25 75 4 B . L]
ALP-4E-D12.0 12 12 30 75 4 B . L]
ALP-4E-D16.0 16 16 45 100 4 B [ [
ALP-4E-D18.0 18 18 45 100 4 B . o]
ALP-4E-D20.0 20 20 45 100 4 B . .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477

e
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Solid carbide milling  acseries

End mill

High-performance machining of Al and Al alloys

ALP-4E-W 0 o 0 @ @ 0

— Factory standard with weldon clamping surface

- Centre cutting
- Helix angle 38°

A
10°F
L
Dimensions [mm] Grade
Article b D d (h6) H | L Teeth Geometry KMD401
ALP-4E-D3.0-W 3 6 9 50 4 A .
ALP-4E-D4.0-W 4 6 11 50 4 A .
ALP-4E-D5.0-W 5 6 13 50 4 A [ ]
ALP-4E-D6.0-W 6 6 16 50 4 B .
ALP-4E-D8.0-W 8 8 20 60 4 B .
ALP-4E-D10.0-W 10 10 25 75 4 B [ ]
ALP-4E-D12.0-W 12 12 30 75 4 B .
ALP-4E-D16.0-W 16 16 45 100 4 B [ ]
ALP-4E-D18.0-W 18 18 45 100 4 B [ ]
ALP-4E-D20.0-W 20 20 45 100 4 B .
e Exstock © Ondemand
< With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cuttingdata ~ B436 Nonstandard order B477

B396



aLseiies  Solid carbide milling

End mill serrated teeth  General machining of Al and Al alloys

AL-3W 000@@

- Factory standard
- Centre cutting
- Helix angle 30°

—— ° == o
WLl
Dimensions [mm] Grade

Article * D ‘ d (h6) ‘ H L Teeth YK30F
AL-3W-D6.0 6 6 16 50 3 L]
AL-3W-D8.0 8 8 20 60 3 ]
AL-3W-D10.0 10 10 25 75 3 L]
AL-3W-D12.0 12 12 30 75 3 ]
AL-3W-D16.0 16 16 45 100 3 .
AL-3W-D20.0 20 20 45 100 3 .

e Exstock © Ondemand

# With internal cooling

Application field

P M K N S H v Very suitable
v ¥ Suitable
System code > B268 Cutting data > B436 Nonstandard order .~ B477
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Solid carbide milling  acseries

Ball nose cutter  High performance machining of heat-resistant alloys

5565R302NH 0 @ \// @

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 30°

————— d I dli 22y ﬂl
\mxg M H NR
L
Dimensions [mm] Grade
Article ES D | R | d (h6) d, H ‘ M ‘ L Teeth | YK40F
5565R302NH-0300 3 15 6 2.8 6 9 57 2 L]
5565R302NH-0400 4 2 6 37 8 12 57 2 L[]
5565R302NH-0500 o 25 6 4.6 10 15 57 2 L]
5565R302NH-0600 6 3 6 GG 12 20 57 2 L[]
5565R302NH-0800 8 4 8 74 16 26 63 2 ]
5565R302NH-1000 10 5 10 9.2 20 3 72 2 L]
5565R302NH-1200 12 6 12 11 24 37 83 2 ]
5565R302NH-1600 16 8 16 15 32 43 92 2 L[]

e Exstock © Ondemand

¢ With internal cooling

Application field
P M K N S H

v Very suitable
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v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
é
B39



aLseiies  Solid carbide milling

Ball nose cutter long shank  High performance machining of heat-resistant alloys

5566R302NH 0 0 0 @

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 30°

) Di

— M |

— ) \&

Dimensions [mm] Grade
Article £ D ‘ R ‘ d (h6) d, H L Teeth | YK40F
5566R302NH-0300 3 15 6 28 6 9 75 2 [ ]
5566R302NH-0400 4 2 6 3.7 8 12 75 2 .
5566R302NH-0500 5 25 6 4.6 10 15 80 2 [ ]
5566R302NH-0600 6 3 6 55 12 20 80 2 .
5566R302NH-0800 8 4 8 74 16 26 90 2 .
5566R302NH-1000 10 5 10 92 20 n 100 2 L]
5566R302NH-1200 12 6 12 11 24 37 120 2 .
5566R302NH-1600 16 8 16 15 32 43 140 2 .
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
e
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Solid carbide milling  acseries

Ball nose cutter

AL-2B 00§@0

- Factory standard
- Centre cutting
- Helix angle 35°

General machining of Al and Al alloys

® R
L10% H NR A
—
1 P ) al
°l re
L B NR B
Dimensions [mm] Grade
Article ES R D d (h6) H L Teeth Geometry YK3I0F
AL-2B-R1.0 1 2 6 4 60 2 A o
AL-2B-R1.5 1.5 3 6 6 60 2 A o
AL-2B-R2.0 2 4 6 8 60 2 A o
AL-2B-R2.5 25 5 6 10 60 2 A o
AL-2B-R3.0 3 6 6 12 60 2 B o
AL-2B-R4.0 4 8 8 16 75 2 B o]
AL-2B-R5.0 5 10 10 20 75 2 B o
AL-2B-R6.0 6 12 12 24 75 2 B o]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B 400 >



aLseiies  Solid carbide milling

Torus mill

- Factory standard
- Centre cutting
- Helix angle 30°

General machining of Al and Al alloys

AL-2R-AIR 0 o 0 @ \// @ 0

ﬁ'ﬂ © M R
Dimensions [mm] Grade
Article £ R D ‘ d (h6) d, M L Teeth | YK40F
AL-2R-D6.0R1.0-AIR 1 6 6 5.5 7 20 57 2 [ ]
AL-2R-D8.0R1.0-AIR 1 8 8 74 9 26 63 2 .
AL-2R-D10.0R1.0-AIR 1 10 10 92 11 3 72 2 o]
AL-2R-D10.0R2.0-AIR 2 10 10 92 11 n 72 2 [s]
AL-2R-D12.0R1.0-AIR 1 12 12 11 12 37 83 2 .
AL-2R-D12.0R2.0-AIR 2 12 12 11 12 37 83 2 o]
AL-2R-D12.0R3.0-AIR 3 12 12 11 12 37 83 2 [s]
AL-2R-D16.0R1.0-AIR 1 16 16 15 16 43 92 2 [s]
AL-2R-D16.0R2.0-AIR 2 16 16 15 16 43 92 2 o]
AL-2R-D16.0R3.0-AIR 3 16 16 15 16 43 92 2 [s]
AL-2R-D16.0R4.0-AIR 4 16 16 15 16 43 92 2 o]
AL-2R-D20.0R1.0-AIR 1 20 20 19 20 53 104 2 .
AL-2R-D20.0R2.0-AIR 2 20 20 19 20 53 104 2 [s]
AL-2R-D20.0R3.0-AIR 3 20 20 19 20 53 104 2 o]
AL-2R-D20.0R4.0-AIR 4 20 20 19 20 53 104 2 [s]
AL-2R-D20.0R5.0-AIR 5 20 20 19 20 53 104 2 [ ]
AL-2R-D20.0R6.0-AIR 6 20 20 19 20 53 104 2 [s]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N [ H v Very suitable
v v Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477
e
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Solid carbide milling  acseries

Torus mill long shank  General machining of Al and Al alloys

AL-2RL-AIR 0 o 0 @ 0\ @ O

- Factory standard
- Centre cutting
- Helix angle 30°

—— % —t h..“ﬁﬁ_o]
ol L ol H E
Dimensions [mm] Grade
Article 3 R D d (h6) d, H M ‘ L Teeth | YK40F
AL-2RL-D6.0R1.0-AIR 1 6 6 5.5 7 43 80 2 .
AL-2RL-D8.0R1.0-AIR 1 8 8 74 9 53 90 2 .
AL-2RL-D10.0R1.0-AIR 1 10 10 9.2 11 59 100 2 L]
AL-2RL-D10.0R2.0-AIR 2 10 10 9.2 11 59 100 2 .
AL-2RL-D12.0R1.0-AIR 1 12 12 11 12 74 120 2 .
AL-2RL-D12.0R2.0-AIR 2 12 12 11 12 74 120 2 L]
AL-2RL-D12.0R3.0-AIR 3 12 12 11 12 74 120 2 .
AL-2RL-D16.0R1.0-AIR 1 16 16 15 16 84 140 2 .
AL-2RL-D16.0R2.0-AIR 2 16 16 15 16 84 140 2 L]
AL-2RL-D16.0R3.0-AIR 3 16 16 15 16 84 140 2 .
AL-2RL-D16.0R4.0-AIR 4 16 16 15 16 84 140 2 L]
AL-2RL-D20.0R1.0-AIR 1 20 20 19 20 89 140 2 o
AL-2RL-D20.0R2.0-AIR 2 20 20 19 20 89 140 2 .
AL-2RL-D20.0R3.0-AIR 3 20 20 19 20 89 140 2 L]
AL-2RL-D20.0R4.0-AIR 4 20 20 19 20 89 140 2 .
AL-2RL-D20.0R5.0-AIR 5 20 20 19 20 89 140 2 o]
AL-2RL-D20.0R6.0-AIR 6 20 20 19 20 89 140 2 o
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477
o
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aLseiies  Solid carbide milling

End mill

General machining of Al and Al alloys

ALG-2R 000@&@

- Straight shank
- Centre cutting
- Helix angle 30°

e ~ 2 =yeo
—_—mmm— ARy
Dimensions [mm] Grade
Article £ R ‘ D ‘ d (h6) | d, H M | L Teeth | KMD401 | YK40F
ALG-2R-D6.0R0.3 0.3 6 6 57 8 16 75 2 . .
ALG-2R-D6.0R0.5 0.5 6 6 57 8 16 75 2 . .
ALG-2R-D6.0R1.0 1 6 6 57 8 16 75 2 . .
ALG-2R-D8.0R0.3 0.3 8 8 74 10 20 75 2 . .
ALG-2R-D8.0R0.5 0.5 8 8 7.4 10 20 75 2 . .
ALG-2R-D8.0R1.0 1 8 8 74 10 20 75 2 . .
ALG-2R-D10.0R0.5 0.5 10 10 9.4 12 35 100 2 . .
ALG-2R-D10.0R1.0 1 10 10 9.4 12 35 100 2 . .
ALG-2R-D10.0R1.6 1.6 10 10 9.4 12 35 100 2 . .
ALG-2R-D10.0R2.5 25 10 10 9.4 12 35 100 2 . .
ALG-2R-D12.0R0.5 0.5 12 12 11.4 15 35 100 2 . .
ALG-2R-D12.0R1.0 1 12 12 114 15 35 100 2 . .
ALG-2R-D12.0R1.6 1.6 12 12 114 15 35 100 2 . .
ALG-2R-D12.0R2.5 25 12 12 11.4 15 35 100 2 . .
ALG-2R-D12.0R3.2 3.2 12 12 114 15 35 100 2 . .
ALG-2R-D12.0R4.0 4 12 12 11.4 15 35 100 2 . .
ALG-2R-D16.0R1.0 1 16 16 154 15 45 125 2 . .
ALG-2R-D16.0R1.6 1.6 16 16 15.4 15 45 125 2 . .
ALG-2R-D16.0R2.5 25 16 16 154 15 45 125 2 . .
ALG-2R-D16.0R3.2 3.2 16 16 15.4 15 45 125 2 . .
ALG-2R-D16.0R4.0 4 16 16 154 15 45 125 2 . .
ALG-2R-D16.0R6.3 6.3 16 16 15.4 15 45 125 2 o o
ALG-2R-D20.0R1.0 1 20 20 18 20 50 125 2 . .
ALG-2R-D20.0R1.6 1.6 20 20 18 20 50 125 2 . .
ALG-2R-D20.0R2.5 25 20 20 18 20 50 125 2 . .
ALG-2R-D20.0R3.2 3.2 20 20 18 20 50 125 2 . .
ALG-2R-D20.0R4.0 4 20 20 18 20 50 125 2 . .
ALG-2R-D20.0R6.3 6.3 20 20 18 20 50 125 2 o o
ALG-2R-D25.0R6.3 6.3 25 25 23 25 75 150 2 o o
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
g
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Solid carbide milling  acseries

End mill

General machining of Al and Al alloys

ALG-2R-W 0 o 0 @ 0 @

— Factory standard with weldon clamping surface

- Centre cutting
- Helix angle 30°

- . P
—— 5 M R

Dimensions [mm] Grade

Article 3 R D | d (h6) d, H M L Teeth | KMD401
ALG-2R-D6.0R0.3-W 0.3 6 6 8 75 2 L]
ALG-2R-D6.0R0.5-W 0.5 6 6 8 75 2 .
ALG-2R-D6.0R1.0-W 1 6 6 8 75 2 L]
ALG-2R-D8.0R0.3-W 0.3 8 8 10 75 2 .
ALG-2R-D8.0R0.5-W 0.5 8 8 10 75 2 .
ALG-2R-D8.0R1.0-W 1 8 8 10 75 2 .
ALG-2R-D10.0R0.5-W 0.5 10 10 12 100 2 .
ALG-2R-D10.0R1.0-W 1 10 10 12 100 2 .
ALG-2R-D10.0R1.6W 1.6 10 10 12 100 2 L]
ALG-2R-D10.0R2.5-W 25 10 10 12 100 2 .
ALG-2R-D12.0R0.5-W 0.5 12 12 15 100 2 L]
ALG-2R-D12.0R1.0-W 1 12 12 15 100 2 .
ALG-2R-D12.0R1.6W 1.6 12 12 15 100 2 .
ALG-2R-D12.0R2.5-W 25 12 12 15 100 2 L]
ALG-2R-D12.0R3.2-W 3.2 12 12 15 100 2 .
ALG-2R-D12.0R4.0-W 4 12 12 15 100 2 L]
ALG-2R-D16.0R1.0-W 1 16 16 15 125 2 .
ALG-2R-D16.0R1.6-W 1.6 16 16 15 125 2 .
ALG-2R-D16.0R2.5-W 25 16 16 15 125 2 L]
ALG-2R-D16.0R3.2-W 3.2 16 16 15 125 2 .
ALG-2R-D16.0R4.0-W 4 16 16 15 125 2 .
ALG-2R-D16.0R6.3-W 6.3 16 16 15 125 2 o]
ALG-2R-D20.0R1.0-W 1 20 20 20 125 2 .
ALG-2R-D20.0R1.6-W 1.6 20 20 20 125 2 L]
ALG-2R-D20.0R2.5-W 25 20 20 20 125 2 .
ALG-2R-D20.0R3.2-W 3.2 20 20 20 125 2 .
ALG-2R-D20.0R4.0-W 4 20 20 20 125 2 L]
ALG-2R-D20.0R6.3-W 6.3 20 20 20 125 2 o
ALG-2R-D25.0R6.3-W 6.3 25 25 25 150 2 o]

e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
g

B4o4



aLseiies  Solid carbide milling

Torus mill General machining of Al and Al alloys

AL-3R-AIR 0 o 0 @ ‘// 0 0

- Factory standard
- Centre cutting
- Helix angle 30°

— i
Dimensions [mm] Grade
Article sk R | b | dme d, o |om | Teeth | YK4oF
AL-3R-D12.0R1.0-AIR 1 12 12 11 12 37 83 3 [ ]
AL-3R-D12.0R2.0-AIR 2 12 12 11 12 37 83 3 .
AL-3R-D12.0R3.0-AIR 3 12 12 11 12 37 83 3 [ ]
AL-3R-D16.0R1.0-AIR 1 16 16 15 16 43 92 3 .
AL-3R-D16.0R2.0-AIR 2 16 16 15 16 43 92 3 .
AL-3R-D16.0R3.0-AIR 3 16 16 15 16 43 92 3 [ ]
AL-3R-D16.0R4.0-AIR 4 16 16 15 16 43 92 3 .
AL-3R-D20.0R1.0-AIR 1 20 20 19 20 53 104 3 .
AL-3R-D20.0R2.0-AIR 2 20 20 19 20 53 104 3 o}
AL-3R-D20.0R3.0-AIR 3 20 20 19 20 53 104 3 [s]
AL-3R-D20.0R4.0-AIR 4 20 20 19 20 53 104 3 o}
AL-3R-D20.0R5.0-AIR 5 20 20 19 20 53 104 3 .
AL-3R-D20.0R6.0-AIR 6 20 20 19 20 53 104 3 [s]
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code > B268 Cutting data > B436 Nonstandard order .~ B477
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Solid carbide milling  acseries

Torus mill long shank  General machining of Al and Al alloys

AL-3RL-AIR 0 0 0 @ 0\ @ 0

- Factory standard
- Centre cutting
- Helix angle 30°

e 7 il

Dimensions [mm] Grade
Article 5 R | o | dme d, H Mmoo L Teeth | YK40F
AL-3RL-D12.0R1.0-AIR 1 12 12 11 12 74 120 3 L]
AL-3RL-D12.0R2.0-AIR 2 12 12 11 12 74 120 3 ]
AL-3RL-D12.0R3.0-AIR 3 12 12 11 12 74 120 3 L]
AL-3RL-D16.0R1.0-AIR 1 16 16 15 16 84 140 3 ]
AL-3RL-D16.0R2.0-AIR 2 16 16 15 16 84 140 3 o
AL-3RL-D16.0R3.0-AIR 3 16 16 15 16 84 140 3 .
AL-3RL-D16.0R4.0-AIR 4 16 16 15 16 84 140 3 .
AL-3RL-D20.0R1.0-AIR 1 20 20 19 20 89 140 3 ]
AL-3RL-D20.0R2.0-AIR 2 20 20 19 20 89 140 3 o]
AL-3RL-D20.0R3.0-AIR 3 20 20 19 20 89 140 3 [s]
AL-3RL-D20.0R4.0-AIR 4 20 20 19 20 89 140 3 o]
AL-3RL-D20.0R5.0-AIR 5 20 20 19 20 89 140 3 [s]
AL-3RL-D20.0R6.0-AIR 6 20 20 19 20 89 140 3 o
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B40s >



HPC series

High Performance Cutter (HPC)

B For roughing and finishing of steel up to 55 HRC, stainless
steel and cast iron.

B Geometry with unequal helix angle (38°/41°) and unequal pitch
for smooth machining without vibrations.

B End mills and torus mills
B Diameter range 4.0-20.0mm

5501R38414GM
5502R38414GM-R

5502R38414GM

B4o7
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Solid carbide milling  Hec series

End mill HSC/HPC machining

5501R38414GM 0 0 0 0 0

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 38°/41°

-d1‘l E[

—\\2Y |, [wl®
Dimensions [mm] Grade
Article 5 D | dne | q H Mmoo L Teeth  |KMG405
5501R38414GM-0400 4 6 37 8 16 54 4 L]
5501R38414GM-0500 5 6 47 9 17 54 4 ]
5501R38414GM-0600 6 6 57 10 18 54 4 L]
5501R38414GM-0800 8 8 7.7 12 22 58 4 ]
5501R38414GM-1000 10 10 9.5 14 26 66 4 .
5501R38414GM-1200 12 12 115 16 28 73 4 .
5501R38414GM-1400 14 14 135 18 30 75 4 .
5501R38414GM-1600 16 16 15.5 22 34 82 4 ]
5501R38414GM-1800 18 18 17.5 24 36 84 4 L]
5501R38414GM-2000 20 20 19.5 26 42 92 4 ]
e Exstock © Ondemand
* With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B4os



necseries  SOlid carbide milling

End mill long cutting edge

5502R38414GM 0 0 @ @ 0

- Type of shank DIN 6535HA

- Centre cutting
- Helix angle 38°/41°

HSC/HPC machining

S e
Dimensions [mm] Grade
Article S D d (h6) d, H M L Teeth KMG405
5502R38414GM-0400 4 6 3.7 11 19 57 4 [ ]
5502R38414GM-0500 5 6 4.7 13 21 57 4 .
5502R38414GM-0600 6 6 57 13 21 57 4 [ ]
5502R38414GM-0800 8 8 7.7 19 27 63 4 .
5502R38414GM-1000 10 10 9.5 22 32 72 4 .
5502R38414GM-1200 12 12 115 26 38 83 4 [ ]
5502R38414GM-1400 14 14 135 26 38 83 4 .
5502R38414GM-1600 16 16 155 32 44 92 4 .
5502R38414GM-1800 18 18 17.5 32 44 92 4 [ ]
5502R38414GM-2000 20 20 195 38 54 104 4 .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
Systemcode .~ B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  Hec series

End mill

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 38°/41°

HSC/HPC machining

5601R38414GM 0 0 0 @ @ 0

Ml

Dimensions [mm] Grade
Article 5 D | dne | q H Mmoo L Teeth  |KMG405

5601R38414GM-0400 4 6 37 8 16 54 4 L]
5601R38414GM-0500 5 6 47 9 17 54 4 ]
5601R38414GM-0600 6 6 57 10 18 54 4 L]
5601R38414GM-0800 8 8 7.7 12 22 58 4 ]
5601R38414GM-1000 10 10 9.5 14 26 66 4 .
5601R38414GM-1200 12 12 115 16 28 73 4 .
5601R38414GM-1400 14 14 135 18 30 75 4 .
5601R38414GM-1600 16 16 15.5 22 34 82 4 ]
5601R38414GM-1800 18 18 17.5 24 36 84 4 L]
5601R38414GM-2000 20 20 195 26 42 92 4 .

e Exstock © Ondemand

* With internal cooling

Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B41io



necseries  SOlid carbide milling

End mill long cutting edge

5602R38414GM 0 0 0 @ 0 0

- Type of shank: DIN 6535HB

- Centre cutting
- Helix angle 38°/41°

HSC/HPC machining

_ﬁ_ : ) M H
Dimensions [mm] Grade
Article £ D | d (h6) d, H M | L Teeth KMG405
5602R38414GM-0300L 3 6 27 6.5 15 58 4 o]
5602R38414GM-0400L 4 6 37 85 20 62 4 [s]
5602R38414GM-0400 4 6 37 1 19 57 4 [ ]
5602R38414GM-0500 5 6 4.7 13 21 57 4 .
5602R38414GM-0500L 5 6 47 105 25 70 4 [s]
5602R38414GM-0600L 6 6 57 13 30 70 4 o]
5602R38414GM-0600 6 6 57 13 21 57 4 .
5602R38414GM-0800 8 8 77 19 27 63 4 .
5602R38414GM-0800L 8 8 77 17 40 80 4 o]
5602R38414GM-1000 10 10 95 22 32 72 4 .
5602R38414GM-1000L 10 10 95 21 50 94 4 o]
5602R38414GM-1200 12 12 11.5 26 38 83 4 .
5602R38414GM-1200L 12 12 11.5 25 60 109 4 [s]
5602R38414GM-1400 14 14 135 26 38 83 4 [ ]
5602R38414GM-1600L 16 16 15.5 33 80 132 4 [s]
5602R38414GM-1600 16 16 15.5 32 44 92 4 [ ]
5602R38414GM-1800 18 18 17.5 32 44 92 4 .
5602R38414GM-2000 20 20 19.5 38 54 104 4 .
e Exstock © Ondemand
% With internal cooling
Application field
P M K S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  Hec series

Torus mill long cutting edge

5502R38414GM-R 0 0 0 @ @ 0

- Type of shank DIN 6535HA
- Centre cutting
- Helix angle 38°/41°

HSC/HPC machining

]

Dimensions [mm] Grade
Article £ D | R | d (h6) d, H M L Teeth | KMG405
5502R38414GM-R02-0400 4 0.2 6 3.7 1 19 57 4 L]
5502R38414GM-R05-0400 4 0.5 6 3.7 1 19 57 4 .
5502R38414GM-R02-0500 5 0.2 6 4.7 13 21 57 4 L]
5502R38414GM-R05-0500 5 0.5 6 4.7 13 21 57 4 .
5502R38414GM-R02-0600 6 0.2 6 5.7 13 21 57 4 .
5502R38414GM-R05-0600 6 0.5 6 5.7 13 21 57 4 .
5502R38414GM-R10-0600 6 1 6 5.7 13 21 57 4 .
5502R38414GM-R02-0800 8 0.2 8 7.7 19 27 63 4 .
5502R38414GM-R05-0800 8 0.5 8 7.7 19 27 63 4 L]
5502R38414GM-R10-0800 8 1 8 7.7 19 27 63 4 .
5502R38414GM-R15-0800 8 1.5 8 7.7 19 27 63 4 L]
5502R38414GM-R20-0800 8 2 8 7.7 19 27 63 4 .
5502R38414GM-R02-1000 10 0.2 10 9.5 22 32 72 4 .
5502R38414GM-R05-1000 10 0.5 10 9.5 22 32 72 4 .
5502R38414GM-R10-1000 10 1 10 9.5 22 32 72 4 .
5502R38414GM-R15-1000 10 1.5 10 9.5 22 32 72 4 .
5502R38414GM-R20-1000 10 2 10 9.5 22 32 72 4 .
5502R38414GM-R05-1200 12 0.5 12 115 26 38 83 4 .
5502R38414GM-R10-1200 12 1 12 115 26 38 83 4 L]
5502R38414GM-R15-1200 12 1.5 12 115 26 38 83 4 .
5502R38414GM-R20-1200 12 2 12 115 26 38 83 4 .
5502R38414GM-R10-1600 16 16 155 32 44 92 4 .
5502R38414GM-R15-1600 16 1.5 16 155 32 44 92 4 .
5502R38414GM-R20-1600 16 2 16 155 32 44 92 4 .
5502R38414GM-R30-1600 16 3 16 155 32 44 92 4 .
5502R38414GM-R10-2000 20 20 195 38 54 104 4 .
5502R38414GM-R15-2000 20 1.5 20 195 38 54 104 4 L]
5502R38414GM-R20-2000 20 20 195 38 54 104 4 .
5502R38414GM-R30-2000 20 3 20 195 38 54 104 4 L]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
- v o ' ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477
o

B412



necseries  SOlid carbide milling

Torus mill long cutting edge

5602R38414GM-R o 0 0 @ @ 0

- Type of shank: DIN 6535HB
- Centre cutting
- Helix angle 38°/41°

HSC/HPC machining

T

e

L

Dimensions [mm] Grade
Article % b | r | dme d, H M L Teeth | kMG405
5602R38414GM-R02-0400 4 0.2 6 37 11 19 57 4 .
5602R38414GM-R05-0400 4 05 6 3.7 11 19 57 4 .
5602R38414GM-R02-0500 5 0.2 6 4.7 13 21 57 4 [ ]
5602R38414GM-R05-0500 5 05 6 47 13 21 57 4 .
5602R38414GM-R02-0600 6 0.2 6 57 13 21 57 4 .
5602R38414GM-R05-0600 6 05 6 57 13 21 57 4 [ ]
5602R38414GM-R10-0600 6 1 6 57 13 21 57 4 .
5602R38414GM-R02-0800 8 0.2 8 7.7 19 27 63 4 .
5602R38414GM-R05-0800 8 0.5 8 7.7 19 27 63 4 [ ]
5602R38414GM-R10-0800 8 1 8 7.7 19 27 63 4 .
5602R38414GM-R15-0800 8 1.5 8 7.7 19 27 63 4 [ ]
5602R38414GM-R20-0800 8 2 8 7.7 19 27 63 4 .
5602R38414GM-R02-1000 10 0.2 10 95 22 32 72 4 .
5602R38414GM-R05-1000 10 0.5 10 95 22 32 72 4 [ ]
5602R38414GM-R10-1000 10 1 10 95 22 32 72 4 .
5602R38414GM-R15-1000 10 1.5 10 95 22 32 72 4 [ ]
5602R38414GM-R20-1000 10 2 10 95 22 32 72 4 .
5602R38414GM-R05-1200 12 0.5 12 115 26 38 83 4 .
5602R38414GM-R10-1200 12 1 12 115 26 38 83 4 [ ]
5602R38414GM-R15-1200 12 1.5 12 115 26 38 83 4 .
5602R38414GM-R20-1200 12 2 12 115 26 38 83 4 .
5602R38414GM-R10-1600 16 1 16 155 32 44 92 4 [ ]
5602R38414GM-R15-1600 16 1.5 16 155 32 44 92 4 .
5602R38414GM-R20-1600 16 2 16 155 32 44 92 4 [ ]
5602R38414GM-R30-1600 16 3 16 155 32 44 92 4 .
5602R38414GM-R10-2000 20 1 20 19.5 38 54 104 4 .
5602R38414GM-R15-2000 20 1.5 20 195 38 54 104 4 L]
5602R38414GM-R20-2000 20 20 19.5 38 54 104 4 .
5602R38414GM-R30-2000 20 3 20 195 38 54 104 4 L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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UM series

High Speed Cutter (HSC)

B Forroughing and finishing of steel up to 55 HRC, stainless steel
and cast iron with high metal removal rate.

B Optimised geometry with unequal helix angle (38°/41°)
and unequal pitch.

B End mills and torus mills
B Diameter range 4.0-20.0mm

UM-4RFP

UM-4RFP

B41s
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Solid carbide milling  um series

End mill

- Factory standard
- Centre cutting

HSC/HPC machining

UM-4E 000@@

- Helix angle 38°/41°

{ TN
10° S .
ﬂ
N E—— B
[nks " B
Dimensions [mm] Grade
Article ES D d (h6) H L S Teeth Geometry KMG405
UM-4E-D4.0S 4 4 11 50 6 4 B L]
UM-4E-D4.0 4 6 1 50 6 4 A .
UM-4E-D4.5 45 6 1 50 6.75 4 A L]
UM-4E-D5.0 5 6 13 50 7.5 4 A .
UM-4E-D5.5 5.5 6 16 50 8.25 4 A .
UM-4E-D6.0 6 6 16 50 9 4 B L]
UM-4E-D7.0 7 8 20 60 10.5 4 A .
UM-4E-D8.0 8 8 20 60 12 4 B L]
UM-4E-D9.0 9 10 22 75 135 4 A L]
UM-4E-D10.0 10 10 25 75 15 4 B ]
UM-4E-D11.0 11 12 26 75 16.5 4 A L]
UM-4E-D12.0 12 12 30 75 18 4 B .
UM-4E-D14.0 14 14 32 75 21 4 B .
UM-4E-D16.0 16 16 45 100 24 4 B L]
UM-4E-D18.0 18 18 45 100 27 4 B .
UM-4E-D20.0 20 20 45 100 30 4 B L]
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B416 v



umseries  Solid carbide milling

End mill

- Centre cutting

HSC/HPC machining

mew P PP

- Factory standard with weldon clamping surface

- Helix angle 38°/41°

ﬂ

B
Dimensions [mm] Grade
Article 3 D d (h6) H L S Teeth Geometry | KMG405
UM-4E-D4.0-W 4 6 1 50 6 4 A [ ]
UM-4E-D4.5-W 45 6 11 50 6.75 4 A .
UM-4E-D5.0-W 5 6 13 50 75 4 A [ ]
UM-4E-D5.5-W 55 6 16 50 8.25 4 A .
UM-4E-D6.0-W 6 6 16 50 9 4 B .
UM-4E-D7.0-W 7 8 20 60 10.5 4 A [ ]
UM-4E-D8.0-W 8 8 20 60 12 4 B .
UM-4E-D9.0-W 9 10 22 75 135 4 A [ ]
UM-4E-D10.0-W 10 10 25 75 15 4 B [ ]
UM-4E-D11.0-W 1 12 26 75 16.5 4 A .
UM-4E-D12.0-W 12 12 30 75 18 4 B [ ]
UM-4E-D14.0-W 14 14 32 75 21 4 B .
UM-4E-D16.0-W 16 16 45 100 24 4 B .
UM-4E-D18.0-W 18 18 45 100 27 4 B [ ]
UM-4E-D20.0-W 20 20 45 100 30 4 B .
® Exstock o Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  um series

End mill long cutting edge

HSC/HPC machining

UM-4EL 0 O & @ 0

- Factory standard
- Centre cutting

- Helix angle 38°/41°

A
ﬂ
B
Dimensions [mm] Grade
Article ES D d (h6) H L S Teeth Geometry KMG405
UM-4EL-D4.0 4 6 15 75 6 4 A L]
UM-4EL-D5.0 5 6 20 75 7.5 4 A .
UM-4EL-D6.0 6 6 20 75 9 4 B L]
UM-4EL-D8.0 8 8 25 100 12 4 B .
UM-4EL-D10.0 10 10 30 100 15 4 B .
UM-4EL-D12.0 12 12 35 100 18 4 B .
UM-4EL-D14.0 14 14 40 100 21 4 B .
UM-4EL-D16.0 16 16 50 150 24 4 B .
UM-4EL-D20.0 20 20 55 150 30 4 B L]
e Exstock © Ondemand
¥ With internal cooling
Application field
P M K N S H v Very suitable
v v v v Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

Ba1s



UM series

Solid carbide milling

End mill long cutting edge

UM-4EL-W 0 0 0 @ 0

HSC/HPC machining

- Factory standard with weldon clamping surface

- Centre cutting

- Helix angle 38°/41°

A
ﬂ
B
Dimensions [mm] Grade
Article 1 D d (h6) H L Teeth Geometry | KMG405
UM-4EL-D4.0-W 4 6 15 75 4 A .
UM-4EL-D5.0-W 5 6 20 75 7.5 4 A .
UM-4EL-D6.0-W 6 6 20 75 9 4 B L[]
UM-4EL-D8.0-W 8 8 25 100 12 4 B .
UM-4EL-D10.0-W 10 10 30 100 15 4 B .
UM-4EL-D12.0-W 12 12 35 100 18 4 B [ ]
UM-4EL-D14.0-W 14 14 40 100 21 4 B .
UM-4EL-D16.0-W 16 16 50 150 24 4 B [ ]
UM-4EL-D20.0-W 20 20 55 150 30 4 B [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  um series

End mill reduced neck

HSC/HPC machining

UM-4ELP-W 0 o @ @ 0

— Factory standard with weldon clamping surface

- Centre cutting
- Helix angle 38°/41°

———SY H =
L M
Dimensions [mm] Grade
Article 3 D ‘ d (he) | d, H | M ‘ L Teeth KMG405
UM-4ELP-D4.0-W 4 6 38 15 36 75 4 L]
UM-4ELP-D5.0-W 5 6 48 20 36 75 4 .
UM-4ELP-D6.0-W 6 6 5.7 20 36 75 4 L]
UM-4ELP-D8.0-W 8 8 7.7 25 60 100 4 .
UM-4ELP-D10.0-W 10 10 9.5 30 55 100 4 .
UM-4ELP-D12.0-W 12 12 11.5 35 50 100 4 .
UM-4ELP-D14.0-W 14 14 135 40 50 100 4 .
UM-4ELP-D16.0-W 16 16 155 50 100 150 4 .
UM-4ELP-D20.0-W 20 20 195 55 98 150 4 L]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477

B420



umseries  Solid carbide milling

End mill short cutting edge

UM-4EFP 0 0 0 @ @ 0

- Factory standard
- Centre cutting

- Helix angle 38°/41°

HSC/HPC machining

ﬂ

Dimensions [mm] Grade
Article s D | doe) | d, H M L Teeth  |KkMGa0s
UM-4EFP-D6.0 6 6 5.8 9 30 75 4 [ ]
UM-4EFP-D8.0 8 8 7.8 12 40 100 4 .
UM-4EFP-D10.0 10 10 9.6 15 50 100 4 [ ]
UM-4EFP-D12.0 12 12 115 18 50 100 4 .
UM-4EFP-D16.0 16 16 155 24 50 150 4 .
UM-4EFP-D20.0 20 20 19.5 30 60 150 4 [ ]
® Exstock o Ondemand
# With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  um series

Torus mill

- Factory standard
- Centre cutting

- Helix angle 38°/41°

HSC/HPC machining

mn PO P PP

10°0 | H R

S —

ALY

Dimensions [mm] Grade
Article B R D d (h6) H L ‘ Teeth Geometry | KMG405
UM-4R-D4.0R0.3 0.3 4 6 10 50 6 4 A L]
UM-4R-D4.0R0.5 0.5 4 6 10 50 6 4 A .
UM-4R-D5.0R0.5 0.5 5 6 13 50 7.5 4 A L]
UM-4R-D5.0R1.0 1 5 6 13 50 7.5 4 A .
UM-4R-D6.0R0.5 0.5 6 6 16 50 9 4 B .
UM-4R-D6.0R1.0 1 6 6 16 50 9 4 B L]
UM-4R-D8.0R0.5 0.5 8 8 20 60 12 4 B .
UM-4R-D8.0R1.0 1 8 8 20 60 12 4 B L]
UM-4R-D10.0R0.5 0.5 10 10 25 75 15 4 B L]
UM-4R-D10.0R1.0 1 10 10 25 75 15 4 B .
UM-4R-D10.0R2.0 2 10 10 25 75 15 4 B L]
UM-4R-D10.0R3.0 3 10 10 25 75 15 4 B .
UM-4R-D12.0R0.5 0.5 12 12 30 75 18 4 B .
UM-4R-D12.0R1.0 1 12 12 30 75 18 4 B L]
UM-4R-D12.0R2.0 2 12 12 30 75 18 4 B .
UM-4R-D12.0R3.0 3 12 12 30 75 18 4 B L]
UM-4R-D16.0R1.0 1 16 16 45 100 24 4 B .
UM-4R-D16.0R2.0 2 16 16 45 100 24 4 B .
UM-4R-D16.0R3.0 3 16 16 45 100 24 4 B L]
UM-4R-D20.0R1.0 1 20 20 45 100 30 4 B .
UM-4R-D20.0R2.0 2 20 20 45 100 30 4 B L]
UM-4R-D20.0R3.0 3 20 20 45 100 30 4 B L]
e Exstock © Ondemand
¥ With internal cooling
Application field
p M K N [ H v Very suitable
v v v v v Suitable
System code B268 Cutting data B436 Nonstandard order B477
oo

B422



umseries  Solid carbide milling

Torus mill long shank

HSC/HPC machining

- Factory standard
- Centre cutting
- Helix angle 38°/41°

Dimensions [mm] Grade
Article b R D d (h6) H L 5 Teeth KMG405
UM-4RL-D6.0R0.5 0.5 6 6 16 75 9 4 [ ]
UM-4RL-D6.0R1.0 1 6 6 16 75 9 4 .
UM-4RL-D8.0R0.5 0.5 8 8 20 100 12 4 [ ]
UM-4RL-D8.0R1.0 1 8 8 20 100 12 4 .
UM-4RL-D10.0R0.5 0.5 10 10 25 100 15 4 .
UM-4RL-D10.0R1.0 1 10 10 25 100 15 4 [ ]
UM-4RL-D10.0R2.0 2 10 10 25 100 15 4 .
UM-4RL-D12.0R0.5 0.5 12 12 30 100 18 4 .
UM-4RL-D12.0R1.0 1 12 12 30 100 18 4 [ ]
UM-4RL-D12.0R2.0 2 12 12 30 100 18 4 .
UM-4RL-D16.0R1.0 1 16 16 45 150 24 4 [ ]
UM-4RL-D16.0R2.0 2 16 16 45 150 24 4 .
® Exstock o Ondemand
% With internal cooling
Application field
P M K N S v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Solid carbide milling  um series

- Factory standard
- Centre cutting
- Helix angle 38°/41°

Torus mill short cutting edge

HSC/HPC machining

UM-4RFP 0 0 0 @ @ 0

Dimensions [mm] Grade
Article LS R D | d (h6) d, H M L Teeth | KMG405
UM-4RFP-D6.0R0.5 05 6 6 58 6 18 75 4 L]
UM-4RFP-D6.0R1.0 1 6 6 58 6 18 75 4 .
UM-4RFP-D8.0R0.5 05 8 8 7.7 8 24 100 4 .
UM-4RFP-D8.0R1.0 1 8 8 7.7 8 24 100 4 .
UM-4RFP-D10.0R0.5 05 10 10 9.6 10 30 100 4 .
UM-4RFP-D10.0R1.0 1 10 10 9.6 10 30 100 4 L
UM-4RFP-D10.0R2.0 2 10 10 9.6 10 30 100 4 .
UM-4RFP-D12.0R0.5 0.5 12 12 11.5 12 36 100 4 .
UM-4RFP-D12.0R1.0 1 12 12 11.5 12 36 100 4 .
UM-4RFP-D12.0R2.0 2 12 12 11.5 12 36 100 4 .
UM-4RFP-D16.0R1.0 1 16 16 15.5 16 40 150 4 .
UM-4RFP-D16.0R2.0 2 16 16 15.5 16 40 150 4 .
e Exstock © Ondemand
# With internal cooling
Application field
P M K N S v Very suitable
v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order = B477

B424



VVSM series

With sharp cutting edge for
heat-resistant alloys

B Forroughing and finishing of steel, stainless steel and heat-re-
sistant alloys with high metal removal rates.

® Sharp cutting edge with unequal helix angle (38°/41°) and
unequal pitch.

B Smooth machining without vibrations.
B End mills and torus mills

B Diameter range 4.0-20.0mm

VSM-4R

B425
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Solid carbide milling  vsm series

End mill

General machining of heat-resistant alloys

VSM-4E 0 0 & @ @

- Factory standard
- Centre cutting

- Helix angle 38°/41°

H
Dimensions [mm] Grade
Article £ D d (h6) | H L Teeth KMG405
VSM-4E-D4.0 4 6 1 50 4 .
VSM-4E-D5.0 5 6 13 50 4 .
VSM-4E-D6.0 6 6 16 50 4 .
VSM-4E-D8.0 8 8 20 60 4 .
VSM-4E-D10.0 10 10 25 75 4 .
VSM-4E-D12.0 12 12 30 75 4 .
VSM-4E-D16.0 16 16 45 100 4 .
VSM-4E-D20.0 20 20 45 100 4 .
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B426 >



vsmseries  Solid carbide milling

End mill

General machining of heat-resistant alloys

VSM-4E-C 0 o 0 @ @

- Factory standard

- Coolant exit, radial

- Centre cutting
- Helix angle 38°/4

1°

4]

1=

H
Dimensions [mm] Grade
Article 3K D d (h6) ‘ H L Teeth KMG405
VSM-4E-C-D10.0 S 10 10 25 75 4 o
VSM-4E-C-D12.0 £ 12 12 30 75 4 [s]
VSM-4E-C-D16.0 b 16 16 45 100 4 o
VSM-4E-C-D20.0 £ 20 20 45 100 4 [s]
e Exstock © Ondemand
¢ With internal cooling
Application field
P M K S H v Very suitable
v v v Suitable
System code > B268 Cutting data B436 Monstandard order .~ B477
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Solid carbide milling  vsm series

Torus mill

VSM-4R 00&@&@

- Factory standard
- Centre cutting
- Helix angle 38°/41°

General machining of heat-resistant alloys

Dimensions [mm] Grade
Article LS D R ‘ d (h6) | H L Teeth KMG405
VSM-4R-D4.0R0.2 4 0.2 6 1 50 4 .
VSM-4R-D4.0R0.5 4 0.5 6 1 50 4 .
VSM-4R-D5.0R0.2 5 0.2 6 13 50 4 .
VSM-4R-D5.0R0.5 5 0.5 6 13 50 4 .
VSM-4R-D6.0R0.2 6 0.2 6 16 50 4 .
VSM-4R-D6.0R0.5 6 0.5 6 16 50 4 .
VSM-4R-D6.0R1.0 6 1 6 16 50 4 .
VSM-4R-D6.0R1.5 6 1.5 6 16 50 4 .
VSM-4R-D8.0R0.5 8 0.5 8 20 63 4 .
VSM-4R-D8.0R0.8 8 0.8 8 20 63 4 .
VSM-4R-D8.0R1.0 8 1 8 20 63 4 .
VSM-4R-D8.0R1.5 8 1.5 8 20 63 4 .
VSM-4R-D8.0R2.0 8 2 8 20 63 4 .
VSM-4R-D10.0R0.5 10 0.5 10 25 75 4 .
VSM-4R-D10.0R0.8 10 0.8 10 25 75 4 .
VSM-4R-D10.0R1.0 10 1 10 25 75 4 .
VSM-4R-D10.0R1.5 10 1.5 10 25 75 4 .
VSM-4R-D10.0R2.0 10 2 10 25 75 4 .
VSM-4R-D12.0R0.5 12 0.5 12 30 75 4 .
VSM-4R-D12.0R0.8 12 0.8 12 30 75 4 .
VSM-4R-D12.0R1.0 12 1 12 30 75 4 .
VSM-4R-D12.0R1.5 12 1.5 12 30 75 4 .
VSM-4R-D12.0R2.0 12 2 12 30 75 4 .
VSM-4R-D12.0R2.5 12 25 12 30 75 4 .
VSM-4R-D12.0R3.0 12 3 12 30 75 4 .
VSM-4R-D12.0R4.0 12 4 12 30 75 4 .
VSM-4R-D16.0R0.5 16 0.5 16 45 100 4 .
VSM-4R-D16.0R0.8 16 0.8 16 45 100 4 .
VSM-4R-D16.0R1.0 16 1 16 45 100 4 .
VSM-4R-D16.0R1.5 16 1.5 16 45 100 4 .
VSM-4R-D16.0R2.0 16 2 16 45 100 4 .
VSM-4R-D16.0R2.5 16 25 16 45 100 4 .
VSM-4R-D16.0R3.0 16 3 16 45 100 4 .
VSM-4R-D16.0R4.0 16 4 16 45 100 4 .
VSM-4R-D20.0R0.5 20 0.5 20 45 100 4 .
VSM-4R-D20.0R1.0 20 1 20 45 100 4 .
VSM-4R-D20.0R1.5 20 1.5 20 45 100 4 .
e Exstock © Ondemand
s With internal cooling
Application field
P M K N S H v Very suitable
v v v ¥ Suitable
System code B268 Cutting data B436 Nonstandard order B477

B428



vsmseries  Solid carbide milling

Torus mill

VSM-4R 000@&@

- Factory standard
- Centre cutting
- Helix angle 38°/41°

General machining of heat-resistant alloys

—_— T ] )
X . ) R
Dimensions [mm] Grade
Article £ D | | d (h6) ‘ H L Teeth KMG405
VSM-4R-D20.0R2.0 20 2 20 45 100 4 .
VSM-4R-D20.0R2.5 20 25 20 45 100 4 [ ]
VSM-4R-D20.0R3.0 20 3 20 45 100 4 .
VSM-4R-D20.0R4.0 20 4 20 45 100 4 [ ]
® Exstock o Ondemand
% With internal cooling
Application field
P M K S H v Very suitable
v v ¥ Suitable
System code > B268 Cutting data B436 MNonstandard order B477
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FM series

Deburring Cutter




SOI id Cca rbide mi " ing Deburring cutters — FM series

A Deburring cutter 60°  General machining

&
5501/5601R60*FM O

- Type of shank DIN 6535HA
- Type of shank: DIN 6535HB
- Non-centre cutting

- Helix angle 0°

Turning

?\
—_— J i
L >
Dimensions [mm] Grade
Article * d(h6) ‘ B ‘ D | Shank X Teeth KMG303
5501R603FM-0300 3 48 0.2 HA 60 3 .
o 5501R604FM-0400 4 48 0.2 HA 60 4 .
é 5601R604FM-0600 6 55 0.2 HB 60 4 .
E 5601R604FM-0800 8 58 0.5 HB 60 4 .
5601R604FM-1000 10 65 0.5 HB 60 4 .
5601R606FM-1000 10 65 0.7 HB 60 6 o
5601R604FM-1200 12 75 0.5 HB 60 4 .
5601R606FM-1200 12 75 0.7 HB 60 6 o
5601R604FM-1600 16 85 0.7 HB 60 4 .
C 5601R606FM-1600 16 85 0.7 HB 60 6 o
e Exstock © Ondemand
% With internal cooling
m - »
£ Application field
E P M K N S H v Very suitable
v v v ¥ Suitable
c
™ O
=
£ E
FR=
@
=
x
]
=
=
System code B268 Cutting data B436 Nonstandard order B477

B432 v



Deburring cutters — FM series SOIid Carbide mi"ing

Deburring cutter 90°

General machining

&
5501/5601R90*FM O

- Type of shank DIN 6535HA
- Type of shank: DIN 6535HB

- Non-centre cutting
- Helix angle 0°

= A
— | % d] 5o
L \V
Dimensions [mm] Grade
Article S d(h6) L | D ‘ Shank X Teeth KMG303
5501R903FM-0300 3 48 0.2 HA 90 3 [ ]
5501R904FM-0400 4 48 02 HA 90 4 .
5601R904FM-0600 6 55 0.2 HB 90 4 [ ]
5601R904FM-0800 8 58 0.5 HB 90 4 .
5601R904FM-1000 10 65 0.5 HB 90 4 [ ]
5601R906FM-1000 10 65 0.7 HB 90 6 o]
5601R904FM-1200 12 75 0.5 HB 90 4 .
5601R906FM-1200 12 75 0.7 HB 90 6 o]
5601R904FM-1600 16 85 0.7 HB 90 4 .
5601R906FM-1600 16 85 0.7 HB 90 6 [s]
® Exstock o Ondemand
%= With internal cooling
Application field
P M K N S H v Very suitable
o - v o v Suitable
System code B268 Cutting data B436 MNonstandard order B477
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Quarter round profile mill  General machining

&
5601R90*FM-R O

- Type of shank: DIN 6535HB
- Non-centre cutting
- Helix angle 0°

O

Technical
Information

Index

— ,— d D]
— L R
Dimensions [mm] Grade
Article S d(h6) | L D R Teeth KMG303
5601R904FM-R02-0600 6 60 56 0.2 4 [ ]
5601R904FM-R03-0600 6 60 54 03 4 .
5601R904FM-R04-0600 6 60 5.2 0.4 4 [ ]
5601R904FM-R05-0800 8 70 7 05 4 .
5601R904FM-R06-0800 8 70 6.8 0.6 4 .
5601R904FM-R075-0800 8 70 6.5 0.75 4 [ ]
5601R904FM-R08-0800 8 70 6.4 0.8 4 .
5601R904FM-R10-0800 8 70 6 1 4 .
5601R904FM-R15-1000 10 75 7 1.5 4 [ ]
5601R904FM-R20-1000 10 75 6 2 4 .
5601R904FM-R25-1200 12 75 7 25 4 [ ]
5601R904FM-R30-1200 12 75 6 3 4 .
5601R904FM-R40-1600 16 80 8 4 4 .
5601R904FM-R50-2000 20 80 10 5 4 [ ]
e Exstock © Ondemand
% With internal cooling
Application field
P M K N S H v Very suitable
v v v v ¥ Suitable
System code B268 Cuttingdata .~ B436 Nonstandard order B477
o
B434 v



Deburring cutters — FM series SOIid Carbide mi"ing

Notes

Turning
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Milling
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SOlid carbide mi“ing Recommended cutting data

Guide for recommended cutting data - solid carbide milling

A

End mill - GM series

Starting values for cutting spaed v, [m/min]
5501R302GM
S601R302GM Gﬁ"lnl—EEP
5502R302GM GM-2F
.E SA02R3I02GM
5 Slat milling Shoulder milling Slot milling Shoulder milling
= Material greup Composition [ structure [ heat treatrrent hardness E Blmml | 3 |@Imm] | 3. @Ml a.. |(@Imm] | & .,
HB £
S D<x<3 | 01xD |0<cx=20| <05xD f0<x<3 | 01xD (D<x<20| <05xD
: 3=x=20| 08xD D=x=20| 08xD
KMG303 KMG303
a /D a /[
1/2 1110 § f-group 110 | f-group
ca. 0,15 % C annealed 125 200 270 2 270 2
ca. 0,45 % C annealed 190 180 260 2 260 2
Unalleyed steel ca. 0,45 % C tempered 250 140 190 2 190 2
ca. 0,75 % C annzalad 270 4 G0 120 165 2 165 b
ca. 0,75 % C tempered 300 4 85 110 150 2 85 110 150 2
P annealed 180 6 115 150 205 2 115 150 205 2
tempered 275 7 o0 120 165 2 90 120 165 2
Low-alloyed steel
tempered 300 8 85 110 150 2 85 10 150 2
tempered 350 9 80 105 145 & B0 105 145 2
High-alloyed steel and high-alloyed annealed 200 10 [ 105 | 140 | 1% 2 105 | 140 | 190 2
tool steel hardened and tempered | 325 i 8o | 110 | 145 2 80 | 110 | 145 2
femitic/martensitic annealed 200 12 50 65 90 2 50 €5 o0 2
martensitic tempered 240 13 45 60 &0 2 45 60 80 =
M Stainless steel
( austenitic quench hardened 180 14 55 70 95 2 55 70 95 2
austenitic-ferritic 230 15 45 60 &0 2 45 &0 a0 2
. perlitic/ferritic 180 16 10 150 200 2 110 150 200 2
Grey cast iron
perlitic (martensitich 260 17 o0 120 1685 2 90 120 165 2
o . | femitic 160 18 | 135 | 180 | 245 2 135 | 180 | 245 2
K Cast iron with sphercidal grap!
parlitic 250 19 108 140 190 2 108 140 190 2
o . ferritic 130 0 150 200 270 2 150 200 70 I
c Malleable cast iron
= perlitic 230 21 120 160 220 2 120 160 20 &
= cannat be hardened 60 22
[m] Aluminiurm wrought alloys
hardenable hardened 100 3
= 12% 5i, cannat be hardened 75 4
N Cast aluminium alloys = 12 % 5i, hardenable hardened 90 25
= 12 % 5i, cannat be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
D (bronze/brass) T T %0 28
Cusn, Pb-free copper, electralytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 3
Heat-resistant alloys arnealed 250 32
_ g S Ni or Co bass hardened 350 33
g = cast 320 | 34
c pure titanium R, 400 35
= E Titanium alloys o
8 o aand [ alloys hardened R, 1050 | 36
e hardened and tempered | 55HRC | 37
- Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast ADD 39
Hardened cast iron hardened and tempered 55 HRC 40

Memosengplasns | el [ | [ | [ | [ |

m

e mesliema [Pastc carbon reeiorcedcrit | | | 1 | [ [ | | |

Mote: The given cutting values are guide values, which were determined under ideal condit ons.
The values have to be adapted in individual cases,
Feed rate recommendations on page B460
For examples of material for cutting tool groups view page D22,
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Recommended cutting data SOIid carbide mi"ing

Recommend feed rate

Solid carbide milling group 2 — Square shoulder mills GM series

Feed rate per cutting edge (f,} [mm]

J| @05 | @08 | @1 | @2 | @3 | @24 | @5 | @6 | @8 @10 | @12 014 | @16 | 218 | @20
1 002 | 0,02 | 003 | 003 | 0,04 | 006 | 0,07 | 007 | 008 | 008 | 009
001 | 003 | 0,03 | 003 | 003 | 0,03 | 0,04 | 004 | 005 | 008 | 0,00 | 009 | 00 | 010 | 012
1710 | 002 | 0,04 | 004 | 004 | 004 | 004 | 006 | 006 | 008 | 012 | 0,14 | 014 | 016 | 016 | 018

Turning

0,04 0,04
b5 are guide values, which were determined under ideal conditions.
dapted in individual cases.

1. Select the appropriate product series.

2. Determine the immersion.

3. Select the used material and read the cutting speed.

4. Determine the feed rate group and have a look at the appropriate feed rate recommendations.

5. Select the diameter of tool and determine the immersion.
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SOlid Carbide mi"ing Recommended cutting data

End mill - GM series

Starting values for cutting speed vc [m/min]

5501R302GM

5601R302GM Gcn'rz-:lsp
5502R302GM GM-2F
a 5602R302GM
-]
] = = = =
Brinell 5 Slot milling Shoulder milling Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax |DImm]| 2emax |D[mm] | dpmax | @ [Mm] | 3emax
HB =
E O<x<3| 01xD |0<x<20| <05xD|0<x<3| O1xD |0<x=20| <05xD
= [a<x=20] osxD 3<x=20[ 08xD
KMG303 KMG303
ae/D ae/D
11 12 110 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1 150 200 270 2 150 200 270 2
approx. 0,45 % C annealed 190 2 145 190 260 2 145 190 260 2
Unalloyed steel approx. 0,45 % C tempered 250 £ 105 140 190 2 105 140 190 2
approx. 0,75 % C annealed 270 4 90 120 165 2 90 120 165 2
approx. 0,75 % C tempered 300 5 85 110 150 2 85 110 150 2
P annealed 180 6 115 150 205 2 115 150 205 2
tempered 275 7 90 120 165 2 S0 120 165 2
Low-alloyed steel
tempered 300 8 85 110 150 2 85 110 150 2
tempered 350 9 80 105 145 2 80 105 145 2
High-alloyed steel and high-alloyed annealed 200 10 105 | 140 | 1% 2 105 | 140 | 190 2
tool steel hardened and tempered 325 n 80 110 145 2 80 110 145 2
ferritic/martensitic annealed 200 12 50 65 90 2 50 65 90 2
martensitic tempered 240 13 45 60 80 2 45 60 80 2
M Stainless steel
austenitic quench hardened 180 14 55 70 95 2 55 70 95 2
austenitic-ferritic 230 15 45 60 80 2 45 60 80 2
perlitic/ferritic 180 16 110 150 200 2 110 150 200 2
Grey cast iron
perlitic (martensitic) 260 17 90 120 165 2 a0 120 165 2
ferritic 160 18 135 180 245 2 15 180 245 2
K Cast iron with spheroidal graphite —
perlitic 250 19 105 140 190 2 105 140 190 2
ferritic 130 20 150 200 270 2 150 200 270 2
Malleable cast iron
perlitic 230 21 120 160 220 2 120 160 220 2
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40
Thermoplasts L1l
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B438

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Starting values for cutting speed ve [m/min]

g GM-2EP e GM-2EL Seoira0sGM
GM-2FL GM-2ES GME-G GM-4EL-G 5502R303GM
5602R303GM
Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling
@lmm] | apmax | @[mm] [ demax [@Imm]| dpmaxe |DImm] | demax |D[mm] | dpmax | @Imm] | 2emax | DImm]| apmax | @Imm] [ dema |@IMmM]| dpmae | @ mm] | 2emax
O<x<3| 01xD |0<x<20| <05xD |0<x<3| 01xD [0<x=20| <05xD|0<x<3| O1xD |O<x<20| <05xD|0<x<3| 01xD |0<x<20| <05xD|0<x<3| 01xD |0<x<20|<05xD
3=x=20| 08xD 3=x<20| 08xD 3=x=20| 08xD 3=x=20| 08xD 3=x=20| 08xD
KMG303 KMG303 KMG303 KMG303 KMG303
ae/D a:/D ae/D ae/D ae/D
1N 12 1110 |fgroup| 1A 12 1/10 | f-group 11 12 1/10 | f-group 11 12 110 |f-group 1M1 1/2 1/10 | f-group
130 170 230 2 150 200 270 2 150 200 270 2 130 170 230 2 140 185 245 2
125 165 220 2 145 190 260 2 145 190 260 2 125 165 220 2 135 180 235 2
95 120 165 2 105 140 150 2 105 140 190 2 95 120 165 2 100 130 175 2
80 105 140 90 120 165 2 20 120 165 2 B0 105 140 2 85 115 150 2
75 95 130 2 85 110 150 2 85 110 150 2 75 95 130 2 80 105 135 2
100 130 175 2 115 150 205 2 115 150 205 2 100 130 175 2 105 140 185 2
80 105 140 2 90 120 165 2 20 120 165 2 B0 105 140 2 85 115 150 2
75 % 130 2 85 110 150 2 85 110 150 2 75 95 130 2 80 105 135 2
70 S0 120 2 80 105 145 2 80 105 145 2 70 S0 120 2 75 100 130 2
95 120 165 2 105 140 150 2 105 140 190 2 % 120 165 2 100 130 175 2
70 95 125 2 80 110 145 2 80 110 145 2 70 95 125 2 75 100 130 2
45 55 75 2 50 65 S0 2 50 65 90 2 45 55 75 2 45 60 B0
40 50 65 2 45 60 B0 2 45 60 80 2 40 50 65 2 40 55 70 2
45 60 80 2 55 70 % 2 55 70 95 2 45 60 80 2 50 65 B85 2
40 50 65 2 45 60 B0 2 45 60 80 2 40 50 65 2 40 55 70 2
95 125 170 2 110 150 200 2 110 150 200 2 95 125 170 2 105 140 180 2
80 105 140 2 90 120 165 2 S0 120 165 2 80 105 140 2 85 115 150 2
120 155 210 2 135 180 245 2 135 180 245 2 120 155 210 2 130 170 225 2
95 120 165 2 105 140 190 2 105 140 190 2 95 120 165 2 100 130 175 2
130 170 230 150 200 270 2 150 200 270 2 130 170 230 2 140 185 245
105 140 185 2 120 160 220 2 120 160 220 2 105 140 185 2 115 150 200 2
<

B439
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SOlid Carbide mi"ing Recommended cutting data

End mill - GM series

Starting values for cutting speed vc [m/min]

5501R304GF
5601R304GF GM-4F-G
5502R304GF GM-4EFP
a 5602R304GF
-]
] = = = =
Brinell 5 Slot milling Shoulder milling Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax |DImm]| 2emax |D[mm] | dpmax | @ [Mm] | 3emax
HB =
E O<x<3| 01xD |0<x<20| <05xD|0<x<3| O1xD |0<x=20| <05xD
= [a<x=20] osxD 3<x=20[ 08xD
KMG303 KMG303
ae/D ae/D
11 12 110 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1 155 200 265 2 150 200 270 2
approx. 0,45 % C annealed 190 2 150 190 255 2 145 190 260 2
Unalloyed steel approx. 0,45 % C tempered 250 £ 110 140 190 2 105 140 190 2
approx. 0,75 % C annealed 270 4 a5 120 160 2 90 120 165 2
approx. 0,75 % C tempered 300 5 90 110 150 2 85 110 150 2
P annealed 180 6 120 150 200 2 115 150 205 2
tempered 275 7 95 120 160 2 S0 120 165 2
Low-alloyed steel
tempered 300 8 90 110 150 2 85 110 150 2
tempered 350 9 85 105 140 2 80 105 145 2
High-alloyed steel and high-alloyed annealed 200 10 110 | 140 | 1% 2 105 | 140 | 190 2
tool steel hardened and tempered 325 n 85 110 145 2 80 110 145 2
ferritic/martensitic annealed 200 12 50 65 85 2 50 65 90 2
martensitic tempered 240 13 45 60 75 2 45 60 80 2
M Stainless steel
austenitic quench hardened 180 14 55 70 95 2 55 70 95 2
austenitic-ferritic 230 15 45 60 75 2 45 60 80 2
perlitic/ferritic 180 16 115 150 195 2 110 150 200 2
Grey cast iron
perlitic (martensitic) 260 17 95 120 160 2 a0 120 165 2
ferritic 160 18 140 180 240 2 135 180 245 2
K Cast iron with spheroidal graphite —
perlitic 250 19 110 140 190 2 105 140 190 2
ferritic 130 20 155 200 265 2 150 200 270 2
Malleable cast iron
perlitic 230 21 125 160 215 2 120 160 220 2
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40
Thermoplasts L1l
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B44o

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data

Solid carbide milling

Starting values for cutting speed v [m/min]

GM-EX-G 5589R45MGFR 5566R302GF GM-2B5
GM-28P
Slot milling Shoulder milling Shoulder milling Shoulder milling Slot milling Shoulder milling
@Imm] | apmac | @ [mm] | 2emax @[mm] | e max @Imm] [ demax |DImm] | apmax | D [mm] | 2 max
O<x<3| 01xD |0<x=20]| <05xD 0<x=20( <05xD 0<x=20| <05xD |0<x<3| 01xD |0<x=20]| <05xD
3=x<20| 08xD 3=x=20 08xD
KMG303 KMG303 KMG303 KMG303 KMG303
ae/D ae/D ae/D a:/D ae/D
11 12 1/10 | f-group 11 12 1/10 | f-group 1M1 1/2 1710 |fgroup | 11 110 1/20 | f-group 11 110 1/20 | f-group
130 170 230 2 270 2 230 2 250 280 5 250 280 &
125 165 220 2 260 2 220 2 240 270 5 240 270 5
95 120 165 2 190 2 165 2 175 200 5 175 200 &
B0 105 140 2 165 2 140 2 150 170 5 150 170 5
75 95 130 2 150 2 130 2 140 155 5 140 155 &
100 130 175 2 205 2 175 2 190 210 5 190 210 5
80 105 140 2 165 2 140 150 170 5 150 170 5
75 95 130 2 150 2 130 2 140 155 5 140 155 5
70 90 120 2 145 2 120 2 130 150 5 130 150 5
95 120 165 2 190 2 165 2 175 200 5 175 200 5
70 95 125 2 145 2 125 2 135 150 5 135 150 5
45 55 75 2 90 2 75 2 80 S0 5 80 90 =
40 50 65 2 80 2 65 2 70 B0 5 70 80 =
45 60 80 2 95 2 80 2 85 100 5 85 100 =
40 50 65 2 80 2 65 2 70 B0 5 70 80 =
95 125 170 2 200 2 170 2 185 205 5 185 205 bl
80 105 140 2 165 2 140 2 150 170 5 150 170 =
120 155 210 2 245 2 210 2 235 255 5 225 255 bl
95 120 165 2 190 2 165 2 175 200 5 175 200 =
130 170 230 270 2 230 2 250 280 5 250 280 bl
105 140 185 2 220 2 185 2 200 225 5 200 235 5
<
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SOlid Carbide mi"ing Recommended cutting data

End mill - GM series

Starting values for cutting speed v [m/min]

GM-2BL GM2R
GM-48L GMAR
GM-2BFP
a
3 — —
Brinell g Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax | DImm] | 3emax
HB =
E O<x<3| 01xD |[0<x=20| <05xD
£ 3<x<20] 08xD
KMG303 KMG303
ae/D ae/D
11 1/10 1720 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1 220 250 5 160 215 275 2
approx. 0,45 % C annealed 190 2 210 240 7 155 205 265 2
Unalloyed steel approx. 0,45 % C tempered 250 £ 155 175 5 115 155 195 2
approx. 0,75 % C annealed 270 4 135 150 7 100 130 165 2
approx. 0,75 % C tempered 300 5 125 140 5 90 120 155 2
P annealed 180 6 165 190 5 120 165 210 2
tempered 275 7 135 150 5 100 130 165 2
Low-alloyed steel
tempered 300 8 125 140 5 S0 120 155 2
tempered 350 9 115 130 5 B85 115 145 2
High-alloyed steel and high-alloyed annealed 200 10 155 | 175 5 15 | 155 | 195 2
tool steel hardened and tempered 325 1 120 135 5 85 115 150 2
ferritic/martensitic annealed 200 12 75 80 5 55 70 90 2
martensitic tempered 240 13 65 70 5 45 65 80 2
M Stainless steel
austenitic quench hardened 180 14 75 85 5 55 75 95 2
austenitic-ferritic 230 15 65 70 5 45 65 80 2
perlitic/ferritic 180 16 165 185 5 120 160 205 2
Grey cast iron
perlitic (martensitic) 260 17 135 150 5 100 130 165 2
ferritic 160 18 200 225 5 145 195 250 2
K Cast iron with spheroidal graphite —
perlitic 250 19 155 175 &1 115 155 195 2
ferritic 130 20 220 250 5 160 215 275 2
Malleable cast iron
perlitic 230 21 180 200 ) 130 175 220 2
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40
Thermoplasts L1l
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

Ba42

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Starting values for cutting speed v [m/min]

5602R303GR
GM-aw
Slot milling Shoulder milling Slot milling Shoulder milling
@Imm] | apmax |@[mm] | demax |@Imm] | apmae |D[mMm] | 2emax
O<x<3| 01xD |0<x=20|<05xD|0<x<3| 01xD [0<x=20| <05xD
3=x<20| 08xD 3=x=20| 08xD
KMG303 KMG303
ae/D 2 /D
11 12 1/10 | f-group 11 12 1/10 | f-group
145 200 240 2 135 180 240 2
140 190 230 2 130 175 230 2
105 140 170 2 95 130 170 2
S0 120 145 2 B85 110 145 2
B0 110 135 2 75 100 135 2
110 150 180 2 105 135 180 2
20 120 145 2 B85 110 145 2
80 110 135 2 75 100 135 2
80 105 125 2 75 95 125 2
105 140 170 2 % 130 170 2
80 110 130 2 75 100 130 2
50 65 80 2 45 60 80 2
45 60 70 2 40 55 70 2
50 70 85 2 50 65 85 2
45 60 70 2 40 55 70 2
110 150 180 2 100 135 180 2
90 120 145 2 B85 110 145 2
135 180 220 2 125 165 220 2
105 140 170 2 95 130 170 2
145 200 240 2 135 180 240 2
120 160 195 2 110 145 195 2
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SOIid Carbide mi"ing Recommended cutting data

End mill - HM series

Starting values for cutting speed vc [m/min]

AM2E HM-2EFP
HM-2EP
HM-4EL
HM:2ES HM-4EFP
a HM-4E
-]
] = =
Brinell 5 Shoulder milling Shoulder milling
Material group Composition / structure / heat treatment hardness £ @[mm] | aemax @[mm] | asmax
HB £
F 0<x=20| 005xD 0<x<20| 005xD
=
KMG555 KMGS555
ae/D ae/D
11 12 110 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1
approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75 % C annealed 270 4
approx. 0,75 % C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
<= 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 55 100 125 3 50 95 115 3
Hardened steel
H hardened and tempered 60 HRC 38 55 95 120 3 50 95 110 3
Hard cast iron cast 400 39 70 125 160 3 65 120 145 &
Hardened cast iron hardened and tempered 55 HRC 40 55 100 125 3 50 95 115 3
Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B444

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Starting values for cutting speed v [m/min]
HM-28 HM-4R
HM-28P HM-2BL HM-4RP
HioE HMoEL HM-285 HM-48L HIM-4RF
HM-48
Shoulder milling Shoulder milling Shoulder milling o
=
@[mm] | 2 max @[mm] | e max @[mm] | 2 max =
=
0<x=20| 005xD O0<x=20| 005xD 0<x=20| 005xD E
KMG555 KMGS555 KMG555 KMG555 KMG555
a:/D as/D ae/D a:/D a:/D
12 1/10 | f-group 11 12 1/10 | f-group 1M1 1110 1/20 | f-group 11 110 1/20 | f-group 11 12 1/10 | f-group
c
=2
9%
c
=L
PRe)
=
125 3 115 3 130 145 7 125 140 7 20 100 125 3
120 3 110 3 80 S0 7 80 90 7 55 95 120 3
160 3 145 3 163 181 7 156 175 7 70 125 160 3 E
125 3 115 3 109 145 7 105 140 7 55 100 125 3
>
[
e
=
<
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SOIid Carbide mi"ing Recommended cutting data

End mill - NM series

Starting values for cutting speed vc [m/min]

NM-2E
5502R402NM NM-28
NM-4E NM-4BP
e NM-2EP
] = =
Brinell 5 Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax |DImm] | 2emax
HB =
E O<x<12 | 05xD |0O<x=20| <05xD
= [oex| 100
KMG309 KMG309
ae/D ae/D
11 12 110 |fgroup| 11 110 1/20 | f-group
approx. 0,15% C annealed 125 1
approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75 % C annealed 270 4
approx. 0,75 % C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 920 1100 1200 4 1400 1550 4
Aluminium wrought alloys
hardenable hardened 100 23 555 660 720 4 840 930 4
< 12% 5i, cannot be hardened 75 24 370 440 480 4 560 620 4
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25 460 550 600 4 700 775 4
> 129% Si, cannot be hardened 130 26 140 165 180 4 210 235 4
machining steel, PB> 1% 110 27 280 330 360 4 420 465 4
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28 325 385 420 4 490 545 4
CuSn, Pb-free copper, electrolytic copper 100 29 280 330 360 4 420 465 4
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40
Thermoplasts L1l
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B44e

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing
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SOIid Carbide mi"ing Recommended cutting data

End mill - AL series

Starting values for cutting speed vc [m/min]

AL-1E
AL-2E AL-ZEL
AL-3E(W) AL-3EL
e ALG-2E
] = = = =
Brinell 5 Slot milling Shoulder milling Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax |DImm]| 2emax |D[mm] | dpmax | @ [Mm] | 3emax
HB =
E O<x<12 | 05xD |0<x=20| <05xD | O<x<12 | 05xD |0O<x<=20| <05xD
=[] 100 2<x<B0] 10xD
YK30F / YK4OF YK30F
ae/D ae/D
11 12 110 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1
approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75 % C annealed 270 4
approx. 0,75 % C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 920 1100 1200 4 830 990 1080 4
Aluminium wrought alloys
hardenable hardened 100 23 555 660 720 4 500 595 650 4
< 12% 5i, cannot be hardened 75 24 370 440 480 4 335 400 435 4
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25 460 550 600 4 415 495 540 4
> 129% Si, cannot be hardened 130 26 140 165 180 4 125 150 165 4
machining steel, PB> 1% 110 27 280 330 360 4 250 300 325 4
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28 325 385 420 4 295 350 380 4
CuSn, Pb-free copper, electrolytic copper 100 29 280 330 360 4 250 300 325 4
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40
Thermoplasts L1l
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B44s

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Turning

Starting values for cutting speed v [m/min]
A aE AL 3E W) SS6eRa0aNH A2RAR AG2 W
ALP-4E ALP-4E (W)

Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling
@mm] | apmax |DImm] | demax |D[mm] | dpmax |@[mm] | 2emax |@Imm] | apmae | @ [mm] | demax |@Imm] | dpmax |@Imm] | emax |D[mm] | dpmax |@[mm] | 2 max
O<x<12| 05xD |0<x<20 | <05xD |0<x<12| 05xD |0<x<20| <05xD | O<x<12 | 05xD | O<x=20 | <05xD | O<x<12| 05xD | O0<x=20 [ <05xD | O<x<12 | 05xD | 0<x<20 | <05xD
12=x<20| 10xD 12=x<20| 10xD 12=x<20( 10xD 12=x=20| 10xD 12=x<20| 10xD

YK40F KMD401 YK30F / YK40F YK40F KMD401
ae/D ae /D ae/D ae/D ae /D

1N 1/2 1110 | f-group 11 12 1/10 | f-group 11 1110 1/20 | f-group 11 12 110 | f-group 1M1 1/2 1/10 | f-group

920 1100 1200 4 1200 1430 1560 4 1400 1550 4 1150 1380 1500 8 1495 1795 1950 8

555 660 720 4 725 860 940 4 B840 930 4 690 830 500 8 900 1080 1170 8

370 440 480 4 485 575 625 4 560 620 4 460 555 600 8 600 725 780 8

460 550 600 4 600 715 780 4 700 775 4 575 690 750 8 750 900 975 8

140 165 180 4 185 215 235 4 210 235 4 175 210 225 8 230 275 295 8

280 330 360 4 365 430 470 4 420 465 4 345 415 450 8 450 540 585 8

325 385 420 4 425 505 550 4 490 545 4 405 485 525 8 530 635 685 8

280 330 360 4 365 430 470 4 420 465 4 345 415 450 &8 450 540 585 8

<
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SOIid Carbide mi"ing Recommended cutting data

End mill - AL series

Starting values for cutting speed v, [m/min)]

AL-2RL-AIR
AL-3RL-AIR
a
32 = —
Brinell g Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @lmm] | apmax |@[mm] | 2emax
c
HE 5 O<x<12 | 05xD | O<x<20| <05xD
-
= |2exen| w0
YK40F
a:/D
11 1/2 1/10 | f-group
approx. 0,15% C annealed 125 1
approx. 0,45 % C annealed 190 2
Unalloyed steel approx. 0,45 % C tempered 250 3
approx. 0,75 % C annealed 270 4
approx. 0,75 % C tempered 300 5
P annealed 180 6
tempered 275 7
Low-alloyed steel
tempered 300 8
tempered 350 9
High-alloyed steel and high-alloyed annealed 200 10
tool steel hardened and tempered 325 1
ferritic/martensitic annealed 200 12
martensitic tempered 240 13
M Stainless steel
austenitic quench hardened 180 14
austenitic-ferritic 230 15
perlitic/ferritic 180 16
Grey cast iron
perlitic (martensitic) 260 17
ferritic 160 18
K Cast iron with spheroidal graphite
perlitic 250 19
ferritic 130 20
Malleable cast iron
perlitic 230 21
cannot be hardened 60 22 1035 1250 1350 8
Aluminium wrought alloys
hardenable hardened 100 23 625 750 810 8
<= 12% 5i, cannot be hardened 75 24 415 500 540 8
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25 520 625 675 8
> 129% Si, cannot be hardened 130 26 160 190 205 B
machining steel, PB> 1% 110 27 315 375 405 8
Copper and copper alloys CuZn, CuSnZn %0 28 365 | 440 | 475 8
(bronze/brass)
CuSn, Pb-free copper, electrolytic copper 100 29 315 375 405 8
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B4s0

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing
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SOlid Carbide mi"ing Recommended cutting data

End mill - PM series

Starting values for cutting speed ve [m/min]

PM-2E PM-4EL
PM-4E PM-4EL-G
PM-4E-G PM-4EX-G
g
] = = = =
Brinell 5 Slot milling Shoulder milling Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax |D[mm] | 2emax | BImm]| apmax | @[mm] | e max
HB =
E O<x<3 | 015D [0<x<20| 015xD | 0<x<3 | 015xD |0<x<20| 015xD
¥ 3<x<6| 03xD 3=x<6| 03xD
6=x=20 05xD 6=x=20] 05xD
KMG405 KMG405
a./D a./D
11 172 1710 |fgroup| 11 12 1110 | f-group
approx. 0,15% C annealed 125 1 165 220 300 1 140 190 255 1
approx. 0,45 % C annealed 190 2 160 210 285 1 135 185 245 1
Unalloyed steel approx. 0,45 % C tempered 250 3 120 155 210 1 100 135 180 1
approx. 0,75 % C annealed 270 4 100 135 180 1 85 15 155 1
approx. 0,75 % C tempered 300 5 95 125 165 1 80 105 145 1
P annealed 180 ] 125 165 225 1 110 145 195 1
tempered 275 7 100 135 180 1 85 115 135 1
Low-alloyed steel
tempered 300 8 95 125 165 1 80 105 145 1
tempered 350 9 90 115 160 1 75 100 135 1
High-alloyed steel and high-alloyed annealed 200 10 120 | 155 | 210 1 100 | 135 | 180 1
tool steel hardened and tempered 325 11 90 120 160 1 75 105 140 1
ferritic/martensitic annealed 200 12 55 75 100 1 45 65 85 1
martensitic tempered 240 13 50 65 85 1 40 55 75 1
M Stainless steel
austenitic quench hardened 180 14 60 75 105 1 50 65 90 1
austenitic-ferritic 230 15 50 65 85 1 40 55 75 1
perlitic/ferritic 180 16 125 165 220 1 105 140 190 1
Grey cast iron
perlitic (martensitic) 260 17 100 135 180 1 B85 115 155 1
ferritic 160 18 150 200 270 1 130 175 230 1
K Cast iron with spheroidal graphite
perlitic 250 19 120 155 210 1 100 135 180 1
ferritic 130 20 165 220 300 1 145 190 255 1
Malleable cast iron
perlitic 230 21 135 180 240 1 115 155 205 1
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 80 105 140 1 65 90 120 1
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39 105 140 185 1 85 120 160 1
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B4s2

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Starting values for cutting speed v [m/min]
PM-6E PM-6EL e P 20FP PM-28C
PM-4BL

Shoulder milling Shoulder milling

@ [mm] | apmax @ [mm] | apmax

0<x=20| 015xD 0<x=20| 015xD

KMG405 KMG405 KMG405 KMG405 KMG405
a./D 3. /D a./D a:/D a./D
11 12 1/10 | f-group 11 12 1/10 | f-group 1M1 1110 /20 |fgroup| 11 110 1/20 | f-group 11 110 1/20 | f-group
220 300 1 190 255 1 270 300 5 230 255 5 230 255 &
210 285 1 185 245 1 260 285 5 220 245 5 220 245 5
155 210 1 135 180 1 150 210 5 165 180 5 165 180 5
135 180 1 115 155 1 165 180 5 140 155 5 140 155 5
125 165 1 105 145 1 150 165 & 130 145 5 130 145 5
165 235 1 145 195 1 205 225 5 175 195 5 175 195 5
135 180 1 115 155 1 165 180 & 140 155 5 140 155 5
125 165 1 105 145 1 150 165 5 130 145 5 130 145 5
115 160 1 100 135 1 145 160 & 120 135 & 120 135 5
155 210 1 135 180 1 190 210 5 165 180 5 165 180 5
120 160 1 105 140 1 145 160 5 125 140 & 125 140 5
75 100 1 65 85 1 90 100 = 75 85 5 75 B85 5
65 B85 1 55 75 1 80 85 = 65 75 5 65 75 5
75 105 1 65 S0 1 95 105 = B0 90 5 80 S0 5
65 B85 1 55 75 1 80 85 = 65 75 5 65 75 5
165 220 1 140 190 1 200 220 bl 170 190 5 170 190 5
135 180 1 115 155 1 165 180 = 140 155 5 140 155 5
200 270 1 175 230 1 245 270 bl 210 230 5 210 230 5
155 210 1 135 180 1 190 210 = 165 180 = 165 180 5
220 300 1 190 255 1 270 300 5 230 255 bl 230 255 5
180 240 1 155 205 1 220 240 5 185 205 = 185 205 5
105 140 1 S0 120 1 125 140 5 110 120 5 110 120 =
140 185 1 120 160 1 165 185 1 145 160 1 145 160 1
<
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SOlid Carbide mi"ing Recommended cutting data

End mill - PM series

Starting values for cutting speed vc [m/min]

PM-2R
PM4R PM-4RL
g
] = = = =
Brinell 5 Slot milling Shoulder milling Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | apmax |DImm]| 2emax |D[mm] | dpmax | @ [Mm] | 3emax
HB =
E O<x<3| 015D [0<x<20] 015xD | 0<x<3 | 015D (0<x=20| 0.15xD
¥ 3=x<6| 03xD 3=x<6| 03xD
6=x=20 05xD 6=x=20| 05xD
KMG405 KMG405
a./D a./D
11 12 110 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1 165 220 300 1 150 200 265 1
approx. 0,45 % C annealed 190 2 160 210 285 1 145 190 255 1
Unalloyed steel approx. 0,45 % C tempered 250 3 120 155 210 1 105 140 190 1
approx. 0,75 % C annealed 270 4 100 135 180 1 90 120 160 1
approx. 0,75 % C tempered 300 5 95 125 165 1 85 110 150 1
P annealed 180 ] 125 165 225 1 115 150 200 1
tempered 275 7 100 135 180 1 90 120 160 1
Low-alloyed steel
tempered 300 8 95 125 165 1 B85 110 150 1
tempered 350 9 90 115 160 1 80 105 140 1
High-alloyed steel and high-alloyed annealed 200 10 120 155 210 1 105 140 190 1
tool steel hardened and tempered 325 n 90 120 160 1 80 110 145 1
ferritic/martensitic annealed 200 12 55 75 100 1 50 65 85 1
martensitic tempered 240 13 50 65 85 1 45 60 75 1
M Stainless steel
austenitic quench hardened 180 14 60 75 105 1 55 70 95 1
austenitic-ferritic 230 15 50 65 85 1 45 60 75 1
perlitic/ferritic 180 16 125 165 220 1 110 150 195 1
Grey cast iron
perlitic (martensitic) 260 17 100 135 180 1 a0 120 160 1
ferritic 160 18 150 200 270 1 135 180 240 1
K Cast iron with spheroidal graphite
perlitic 250 19 120 155 210 1 105 140 190 1
ferritic 130 20 165 220 300 1 150 200 265 1
Malleable cast iron
perlitic 230 21 135 180 240 1 120 160 215 1
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
< 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 85 110 145 1 70 95 125 1
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39 115 145 190 1 95 125 165 1
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B4s4

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Starting values for cutting speed ve [m/min]

PM-4H
PM-4HL
Shoulder milling
@[mm] | emax
0<x<20( 015xD
KMG405
a./D

1N 1/2 1110 | f-group
210 270 6
200 260 6
150 190 6
130 165 6
120 150 6
160 205 6
130 165 6
120 150 6
110 145 6
150 190 6
115 145 6
70 S0 6
60 B0 6
75 % 6
60 B0 6
155 200 6
130 165 6
150 245 6
150 190 6
210 270 6
170 220 6
100 125 1
130 165 1
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SOlid Carbide mi"ing Recommended cutting data

End mill - UM/HPC/VSM series

Starting values for cutting speed v, [m/min]

5501R38414GM (-R)
5502R38414GM (-R)
5602R38414GM (-R)

5501R38414GM (-R) long series
5502R38414GM (-R) long series
5602R38414GM (-R) long series

a
-]
] = = = =
Brinell 5 Slot milling Shoulder milling Slot milling Shoulder milling
Material group Composition / structure / heat treatment hardness E @mm] | pmax |@Imm]| 2emax |Dmm] | dpmax | @[Mm] | 3emax
HB £
E D<x<3| 03xD |0<x<3]|015xD | 0<x<3| 03xD [0<x<3| 015xD
¥ 3=x<12| 07xD |3=x<20| 03xD |3=x<12| 07xD |3=x<20| 03xD
12<x<20( 15xD 12=x=20| 15xD
KMG405 KMG405
a:/D a:/D
11 12 110 |fgroup| 11 12 1/10 | f-group
approx. 0,15% C annealed 125 1 250 300 380 9 190 225 285 9
approx. 0,45 % C annealed 190 2 240 285 365 9 185 215 275 9
Unalloyed steel approx. 0,45 % C tempered 250 3 175 210 270 9 135 160 200 9
approx. 0,75 % C annealed 270 4 150 180 230 9 115 135 175 9
approx. 0,75 % C tempered 300 5 140 165 210 9 105 125 160 9
P annealed 180 ] 190 225 285 2 145 170 215 9
tempered 275 7 150 180 230 2 115 135 175 9
Low-alloyed steel
tempered 300 8 140 165 210 2 105 125 160 9
tempered 350 9 130 160 200 9 100 120 150 9
High-alloyed steel and high-alloyed annealed 200 10 175 210 270 2 135 160 200 9
tool steel hardened and tempered 325 1 135 160 205 9 105 120 155 9
ferritic/martensitic annealed 200 12 80 100 125 9 65 75 95 9
martensitic tempered 240 13 70 85 110 9 55 65 80 9
M Stainless steel
austenitic quench hardened 180 14 85 105 130 9 65 80 100 9
austenitic-ferritic 230 15 70 85 110 2 55 65 80 9
perlitic/ferritic 180 16 185 220 280 9 140 165 210 9
Grey cast iron
perlitic (martensitic) 260 17 150 180 230 9 115 135 175 9
ferritic 160 18 225 270 345 9 175 205 260 9
K Cast iron with spheroidal graphite
perlitic 250 19 175 210 270 9 135 160 200 2
ferritic 130 20 250 300 380 9 190 225 285 9
Malleable cast iron
perlitic 230 21 200 240 305 9 155 180 230 2
cannot be hardened 60 22
Aluminium wrought alloys
hardenable hardened 100 23
<= 12% 5i, cannot be hardened 75 24
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25
> 129% Si, cannot be hardened 130 26
machining steel, PB> 1% 110 27
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28
CuSn, Pb-free copper, electrolytic copper 100 29
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37 115 140 175 9
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39 135 165 205 9
Hardened cast iron hardened and tempered 55 HRC 40
Thermoplasts 4
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B4se

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing

Starting values for cutting speed v, [m/min]

o UMSEL UM-4RL VSM-4E
UM=R UM-4ELP UM-4RFP VSM-4R
UM-4EFP
Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling Slot milling Shoulder milling
@mm] | apmax |@[mm] | 2emax |DImm] | apmax |@[mm] | demax | @Imm] [ 3pmax | D [mm] | 2emax
O<x<3| 03xD |0<x<3 | 015xD |0<x<3| 03xD |0<x<3| 015xD | 0<x<3| 03xD | 0<x<3|015xD | 0<x<3| 03xD |0<x<3| 015xD
3=x<12] 07xD |3=x<20| 03xD [3=x<12| 07xD [3=x<20| 03xD [3=x<12| 07xD [3=x<20| 03xD |3=x<12| 07xD (3=x<20| 03xD
12=x<20| 15xD 12=x=20| 15xD 12=x<20( 15xD 12=x=20| 15xD
KMG405 KMG405 KMG405 KMG405
a./D a:/D a./D a./D
1N 12 1110 |fgroup| 1A 12 1/10 | f-group 11 12 1/10 | f-group 11 12 110 |f-group
250 300 380 9 150 180 230 2 150 180 230 9 145 180 250 10
240 285 365 9 145 175 220 2 145 175 220 2 140 175 240 10
175 210 270 9 105 130 165 2 105 130 165 2 105 130 175 10
150 180 230 9 20 110 140 2 S0 110 140 2 S0 110 150 10
140 165 210 9 85 100 130 2 B85 100 130 2 B0 100 140 10
150 235 285 9 115 135 175 9 115 135 175 2 110 135 190 10
150 180 230 9 90 110 140 9 20 110 140 2 S0 110 150 10
140 165 210 9 85 100 130 9 85 100 130 2 B0 100 140 10
130 160 200 9 80 95 120 9 80 95 120 2 B0 95 130 10
175 210 270 9 105 130 165 9 105 130 165 2 105 130 175 10
135 160 205 9 80 100 125 9 80 100 125 2 B0 100 135 10
80 100 125 9 50 60 75 9 50 60 75 2 50 60 80 10
70 B85 110 9 45 55 65 9 45 35 65 2 45 55 70 10
85 105 130 9 55 65 B0 9 55 65 80 2 50 65 85 10
70 B85 110 9 45 55 65 9 45 55 65 2 45 55 70 10
185 220 280 9 110 135 170 9 110 135 170 9
150 180 230 9 90 110 140 9 90 110 140 2
235 270 345 9 135 165 210 9 135 165 210 9
175 210 270 9 105 130 165 9 105 130 165 2
250 300 380 9 150 180 230 9 150 180 230 9
200 240 305 9 120 145 185 9 120 145 185 9
45 35 85 10
25 30 45 10
45 55 B85 10
25 30 45 10
25 30 45 10
75 S0 135 10
45 55 B85 10
115 140 175 9 70 85 110 2 70 85 110 9
135 165 205 9 85 100 130 2 B85 100 130 9
<
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SOIid Carbide mi"ing Recommended cutting data

Deburring cutters - FM series

Starting values for cutting speed vc [m/min]

5501 /5601
5501 /5601
5601
a
-]
2
Brinell <
Material group Composition / structure / heat treatment hardness £
HB £
2
=
KMG303
ae/D
11 12 1/10 | f-group
approx. 0,15% C annealed 125 1 230 1
approx. 0,45 % C annealed 190 2 220 1
Unalloyed steel approx. 0,45 % C tempered 250 £ 165 1"
approx. 0,75 % C annealed 270 4 140 1
approx. 0,75 % C tempered 300 5 130 1"
P annealed 180 6 175 1
tempered 275 7 140 1"
Low-alloyed steel
tempered 300 8 130 1
tempered 350 9 120 1"
High-alloyed steel and high-alloyed annealed 200 10 165 1
tool steel hardened and tempered 325 1 125 1
ferritic/martensitic annealed 200 12 75 1"
martensitic tempered 240 13 65 n
M Stainless steel
austenitic quench hardened 180 14 80 1"
austenitic-ferritic 230 15 65 n
perlitic/ferritic 180 16 170 1
Grey cast iron
perlitic (martensitic) 260 17 140 1
ferritic 160 18 210 1
K Cast iron with spheroidal graphite
perlitic 250 19 165 1
ferritic 130 20 230 1
Malleable cast iron
perlitic 230 21 185 1
cannot be hardened 60 22 1200 1
Aluminium wrought alloys
hardenable hardened 100 23 720 1
< 12% 5i, cannot be hardened 75 24 480 1
N Cast aluminium alloys < 12% 5i, hardenable hardened 90 25 600 1
> 129% Si, cannot be hardened 130 26 180 1
machining steel, PB> 1% 110 27 360 1
Copper and copper alloys
(bronze/brass) CuZn, CusSnZn 90 28 420 1
CuSn, Pb-free copper, electrolytic copper 100 29 360 1
annealed 200 30
Fe-based alloys
hardened 280 31
Heat-resistant alloys annealed 250 32
S Ni or Co bass hardened 350 33
cast 320 34
pure titanium Rm 400 35
Titanium alloys
aand B alloys hardened Rm 1050 36
hardened and tempered 55 HRC 37
Hardened steel
H hardened and tempered 60 HRC 38
Hard cast iron cast 400 39
Hardened cast iron hardened and tempered 55HRC 40
Thermoplasts L1l
Thermosetting plastics 42
Plastic, glass-fibre reinforced GFRP 43
x Non-metallic materials
Plastic, carbon fibre reinforced CFRP 44
Graphite 45
Wood 46

Note:

B4s8

The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Feed rate recommendations on page B460.

For examples of material for cutting tool groups view page D22.




Recommended cutting data SOIid carbide mi"ing
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SOIid Carbide mi"ing Recommended cutting data

Recommended feed rate

Solid carbide milling group 1 - Square shoulder mills PM series

Feed rate per cutting edge (fz) [mm]

i @05 | @08 | @1 @2 @3 @4 @5 06 @8 @10 | 212|914 | 916 | @18 | 020
m 0,01 | 002 | 0,02 | 002 | 002 | 002 | 0,03 | 0,03 | 005 | 0,07 | 0,08 | 0,08 | 0,09 | 0,09 | 0,10
P 1/2 001 | 0,03 | 0,03 | 003 | 0,03 | 003 | 0,04 | 0,04 | 006 | 009 | 0,10 | 0,70 | 0,92 | 0,12 | 0,13
110 002 | 0,05 | 005 | 005 | 0,05 | 005 | 007 | 0,07 | 009 | 0,14 | 0,16 | 0,16 | 0,18 | 0,18 | 0,20
mn 0,01 | 002 | 0,02 | 002 | 002 | 002 | 0,03 | 0,03 | 0,04 | 0,05 | 0,06 | 0,06 | 0,07 | 0,07 | 0,08
M 1/2 0,01 | 002 | 0,02 | 002 | 0,02 | 002 | 0,04 | 0,04 | 005 | 0,07 | 0,08 | 0,08 | 0,70 [ 0,10 | 0,11
110 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 005 ] 005 | 007 | 011 | 0,13 | 013 | 0,15 | 0,15 | 0,16
m 0,01 | 002 | 0,02 | 002 | 002 | 002 | 0,03 | 0,03 | 005 | 0,07 | 0,08 | 0,08 | 0,09 | 0,09 | 0,10
K 1/2 001 | 0,03 | 0,03 | 003 | 0,03 | 003 | 0,04 | 0,04 | 006 | 0,09 | 0,70 | 0,70 | 0,72 | 0,12 | 0,13
110 002 | 0,05 | 0,05 | 005 | 0,05 | 005 | 007 | 0,07 | 009 | 0,14 | 0,16 | 0,16 | 0,18 | 0,18 | 0,20
m 0,01 | 002 | 0,02 | 002 | 002 | 002 | 0,03 | 0,03 | 0,04 | 0,05 | 0,06 | 0,06 | 0,07 | 0,07 | 0,08
H 1/2 0,01 | 002 | 0,02 | 002 | 0,02 | 0,02 | 0,04 | 0,04 | 005 | 0,07 | 0,08 | 0,08 | 0,70 [ 0,10 | 0,11
110 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 005 005 | 007 | 011 | 0,13 | 013 | 0,15 | 0,15 | 0,16
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Solid carbide milling group 2 - Square shoulder mills GM series
2/D Feed rate per cutting edge (fz) [mm]
@05 | @08 | @1 @2 @3 o4 @5 06 @8 @10 | @12 | 0914|016 | @18 | 020
m 0,01 | 002 | 0,02 | 002 | 002 | 002 | 0,03 | 0,03 | 0,04 | 0,06 | 0,07 | 007 | 0,08 [ 0,08 | 0,09
P 1/2 0,01 | 003 | 0,03 | 003 | 0,03 | 003 | 0,04 | 0,04 | 005 | 0,08 | 0,09 | 0,09 | 0,70 | 0,10 | 0,12
110 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 006 | 0,06 | 008 | 0,12 | 0,14 | 014 | 0,16 | 0,16 | 0,18
m 0,01 | 002 | 002 | 002 | 002 | 002 | 0,02 | 0,02 | 003 | 0,05 | 0,06 | 0,06 | 0,06 | 0,06 | 0,07
M 1/2 0,01 | 002 | 002 | 002 | 0,02 | 002 | 003 | 0,03 | 0,04 | 0,06 | 0,07 | 0,07 | 0,08 | 0,08 | 0,09
110 002 | 003 | 003 | 003 | 0,03 | 003 | 005 005 | 006 | 0,10 | 0,11 | 0,11 | Q13 | 0,13 | 0,15
m 0,01 | 002 | 002 | 002 | 002 | 002 | 0,03 | 0,03 | 0,04 | 0,06 | 0,07 | 007 | 0,08 | 0,08 | 0,09
K 1/2 0,01 | 0,03 | 0,03 | 003 | 0,03 | 003 | 0,04 | 0,04 | 005 | 0,08 | 0,09 | 0,09 | 0,70 | 0,10 | 0,12
110 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 006 | 0,06 | 008 | 0,12 | 0,14 | 014 | 0,16 | 0,16 | 0,18
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Solid carbide milling group 3 - Square shoulder mills HM series
2/D Feed rate per cutting edge (fz) [mm]
@05 | @08 | @1 @2 @3 o4 @5 06 @8 @10 | @12 | 0914|016 | @18 | 020
m 0,01 | 002 | 0,02 | 002 | 002 | 002 | 0,02 | 0,02 | 0,03 | 0,05 | 0,06 | 0,06 | 0,06 | 0,06 | 0,07
H 1/2 0,01 | 002 | 0,02 | 002 | 0,02 | 002 | 003 | 0,03 | 0,04 | 0,06 | 0,07 | 0,07 | 0,08 | 0,08 | 0,09
110 002 | 0,03 | 0,03 | 003 | 0,03 | 003 | 005 | 005 | 006 | 0,10 | 0,11 | 0,11 | 0,13 | 0,13 | 0,15
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Solid carbide milling group 4 - Square shoulder mills AL/NM series
2/D Feed rate per cutting edge (f;) [mm)]
@05 | @08 | @1 @2 @3 o4 @5 @6 @8 @10 |@12| 914 | @16 | @18 | 20
m 002 | 003 | 0,03 | 003 | 0,03 | 003 | 005 0,05 | 006 | 0,09 | 0,11 | 011 | 0,92 | 0,12 | 0,14
3/4 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 006 | 0,06 | 008 | 0,72 | 0,14 | 014 | 0,16 | 0,16 | 0,18
N 110 003 | 0,06 | 0,06 | 006 | 0,06 | 006 | 0,09 | 0,09 | 012 | 0,79 | 0,22 | 0,22 | 0,25 | 0,25 | 0,28
1/20 004 | 008 | 008 | 008 | 0,08 | 008 | 0,12 | 0,12 | 016 | 0,23 | 0,27 | 0,27 | 0,31 | 031 | 035
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
<
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Recommended cutting data SOIid Carbide mi"ing

Recommended feed rate

Solid carbide milling group 5 - Ball nose cutters GM series

Feed rate per cutting edge (f;) [mm)]
e @05 | @08 | @1 @2 @3 @4 | @5 06 @8 10| 212|014 | @16 | @18 | 20
mn
P 110 002 | 0,05 | 0,05 | 005 | 005 | 005 | 007 | 0,07 | 009 | 0,74 | 0,16 | 0,6 | 0,18 | 0,18 | 0,20
1/20 003 | 006 | 0,06 | 006 | 0,06 | 006 | 0,08 [ 0,08 | 0,11 | 0,17 | 0,20 | 0,20 | 0,23 | 0,23 | 0,25
mn
M 110 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 005 [ 0,05 | 007 | 0,11 | 0,13 | 013 | 0,15 | 0,15 | 0,16
1/20 002 | 005 | 005 | 005 | 005 | 005 | 007 | 0,07 | 009 | 0,74 | 0,16 | 0,16 | 0,18 | 0,18 | 0,21
m
K 110 002 | 0,05 | 005 | 005 | 005 | 005 | 007 | 0,07 | 009 | 0,74 | 0,16 | 0,16 | 0,18 | 0,18 | 0,20
1/20 003 | 0,06 | 0,06 | 0,06 | 0,06 | 006 | 0,08 [ 0,08 | 0,11 | 0,77 | 0,20 | 0,20 | 0,23 | 0,23 | 0,25
m
H 110 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 005 [ 0,05 | 007 | 0,11 | 0,13 | 013 | 0,15 | 0,15 | 0,16
1/20 002 | 005 | 005 | 005 | 005 | 005 | 007 | 0,07 | 009 | 0,74 | 0,16 | 0,16 | 0,18 | 0,18 | 0,21
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Solid carbide milling group 6 - High feed mills PM series
2 /D Feed rate per cutting edge (f;) [mm)]
@3 24 @5 @6 28 | @10 | @12
m
P | 1o
1/20 015025 | 028 | 033 | 044 | 055 | 0,66
m
M | 1o
1/20 012 |1 022 | 0,25 | 030 | 041 | 052 | 0,63
m
K | 1o
1/20 0151025 | 028 | 033 | 044 | 055 | 0,66
m
H | o
1/20 012 | 022 | 0,25 | 030 | 041 | 052 | 0,63
Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
Solid carbide milling group 7 - Ball nose cutters HM series
2 /D Feed rate per cutting edge (fz) [mm)]
@05 | @08 | @1 @2 @3 @4 | @5 @6 @8 910 |@12| 914 | @16 | @18 | @20
m
H 1/2 002 | 0,04 | 0,04 | 004 | 0,04 | 004 | 005 [ 0,05 | 007 | 0,11 | 0,13 | 013 | 0,15 | 0,15 | 0,16
110 002 | 005 | 005 | 005 | 005 | 005 | 007 | 0,07 | 009 | 0,74 | 0,16 | 0,16 | 0,18 | 0,18 | 0,21

Note: The given cutting values are guide values, which were determined under ideal conditions.

The values have to be adapted in individual cases.

Solid carbide milling group 8 - High feed mills AL series

2./ D Feed rate per cutting edge (fz) [mm]
3 o6 | @8 [@10[012[ 014016 [018] 020
m 0,04 | 005 | 0,08 | 009 | 0,11 | 0,13 | 0,76 | 0,18
N 3/4 0,05 | 007 | 0,10 | 012 | 0,94 | 0,16 | 0,20 | 0,23
1/10 008 | 011 | 016 | 019 | 0,22 | 025 | 0,31 | 0,36
Note: The given cutting values are guide values, which were determined under ideal conditions.

The values have to be adapted in individual cases.
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SOIid Carbide mi"ing Recommended cutting data

Recommended feed rate

Solid carbide milling group 9 - Square shoulder mills UM series HSC/HPC

Feed rate per cutting edge (fz) [mm]
a:/D

@4 | @5 | 96 | @8 (@10 | @12 | @214 | O16 | @18 | B20

m 0,06 | 006 | 0,06 | 007 | 007 | 007 | 0,07 | 0,08 | 0,08 | 0,08

P 1/2 008 | 008 | 0,08 | 009 | 0,09 | 009 | 0,09 | 0,70 | 0,70 | 0,10

110 | 014 | 0,74 | 0,16 | 018 | 0,22 | 025 | 027 | O3 | 032 | 0,36

mn 0,05 | 005 | 0,05 | 005 | 005 | 005 | 0,05 | 0,06 | 0,06 | 0,06

M 1/2 0,06 | 006 | 0,06 | 007 | 0,07 | 007 | 0,07 | 0,08 | 0,08 | 0,08

110 | 010 | 0,70 | 0,70 | 012 | 0,12 | 0,14 | 0,16 | 0,16 | 0,18 | 0,18

mnm 0,06 | 006 | 0,06 | 007 | 0,07 | 007 | 0,07 | 0,08 | 0,08 | 0,08

K 1/2 008 | 008 | 0,08 | 009 | 0,09 | 009 | 0,09 | 0,70 | 0,70 | 0,70

110 | 014 | 0,74 | 0,16 | 018 | 0,22 | 025 | 027 | O3 | 032 | 0,36

1 0,045 | 0,045 | 0,045 | 0,053 | 0,053 | 0,053 | 0,053 | 0,06 | 0,06 | 0,06

H 1/2 0,06 | 006 | 0,06 | 007 | 0,07 | 007 | 0,07 | 0,08 | 0,08 | 0,08

110 | 0,0 | 0,70 | 0,70 | 012 | 0,12 | 0,14 | 0,16 | 0,76 | 0,18 | 0,18

Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Solid carbide milling group 10 - Square shoulder mills VSM series

Feed rate per cutting edge (f;) [mm)]
a./D

@4 | 5 | 96 | OB |@10| @12 | @14 | 016 | @18 | D20

mn 003 | 0,04 | 005 | 0,05 | 0,05 | 005 | 0,06 | 0,06 | 0,07 | 0,08

P 1/2 0,04 | 0,06 | 007 | 0,07 | 0,07 | 007 | 0,08 | 0,09 | 0,70 | 0,11

1/10 | 0,05 | 0,08 | 0,09 | 0,09 | 0,09 | 0,09 | 0,11 | 0,02 | 0,14 | 0,15

mn 002 | 0,03 | 004 | 0,04 | 0,04 | 004 | 0,04 | 0,05 | 0,05 | 0,06

M 1/2 0,03 | 0,05 | 005 | 005 | 0,05 | 005 | 006 | 0,07 | 0,08 | 0,08

1/10 | 0,04 | 0,06 | 0,07 | 0,07 | 0,07 | 0,07 | 0,08 | 0,09 | 0,10 | 0,11

mn 002 | 0,03 | 004 | 0,04 | 0,04 | 004 | 0,04 | 0,05 | 0,05 | 0,06

S 1/2 0,03 | 0,05 | 005 | 005 | 0,05 | 005 | 0,06 | 0,07 | 0,08 | 0,08

1/10 | 0,04 | 0,06 | 0,07 | 0,07 | 0,07 | 0,07 | 0,08 | 0,09 | 0,10 | 0,11

Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.

Solid carbide milling group 11 - Deburring cutters FM series

/D Feed rate per cutting edge (f;) [mm)]
@3 @4 | @5 | 06 | @8 | @10 | @12 | ©14 | @16 | D18 | @20
117
P 12
1/10 | 0,02 | 002 | 003 | 0,03 | 0,04 | 0,06 | 0,07 | 0,07 | 0,08 | 0,08 | 0,09
117
M| 2
1/10 | 0,02 | 002 | 002 | 0,02 | 0,03 | 0,05 | 0,06 | 0,06 | 0,06 | 0,06 | 0,07
117
K 12
1/10 | 0,02 | 002 | 003 | 0,03 | 0,04 | 0,06 | 007 | 0,07 | 0,08 | 0,08 | 0,09
117
N 12
1/10 | 0,03 | 0,03 | 005 | 0,05 | 0,06 | 0,09 | 0,11 | 0,11 | 0,12 | 0,12 | 0,14

Note: The given cutting values are guide values, which were determined under ideal conditions.
The values have to be adapted in individual cases.
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