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ISO TURNING — HEAVY ROUGHING — EXTERNAL

KHP-CBNR + DKH(RL) KHP-CBNL + DKH(RL) KHP-CLNR/L + DKH(RL)
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ISO TURNING - INTERNAL
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D/PRAMET

Q IC D1 L S

[mm] [mm] [mm] [mm]

1204 12.700 5.16 12.90 4.76

M N S H
RE
Product Ve f ap 7d f ap 7d f ap 7d f ap Ve f ap 74 f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
e, M) M B
14,5§u SF geometry with positive design for fine-finish machining of thin walls in continuous cuts.
CNGG 120402E-SF HO7 02 = - - - w105 009 10 M 165 070 10 ¥ 55 012 10 W 50 008 08 - - -
T6310 0.2 . 195 010 1.0 W 140 0.09 1.0 . 155 010 1.0 P 585 012 1.0 W 55 008 08 WM 35 015 1.0
18315 0.2 ! 205 0.0 1.0 W 120 0.09 1.0 . 190 0.10 10 P 615 012 1.0 ® 50 008 08 W 40 0.15 1.0
T8330 0.2 . 195 010 1.0 W 115 009 1.0 . 185 0.10 1.0 P 585 012 1.0 ® 45 008 08 ®m 35 015 1.0
T8430 0.2 . 240 070 1.0 W 130 0.09 1.0 u 195 010 10 P 660 012 10 ® 50 008 08 P 40 0.15 1.0
CNM A O/PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm]
1204 12.700 5.16 12.90 4.76
1606 15.875 6.35 16.10 6.35
1906 19.050 7.94 19.30 6.35

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

M N S H
Product i
Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min] ~ [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min] [mm/rev]  [mm] [m/min] ~ [mm/rev]  [mm] [m/min] ~ [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
= ©
For fine-finish to semi-rough machining, and continuous to slightly interrupted cuts.
CNMA 120404 15305 04 - - - - - - m»35010 40 - - - - - - w50 015 10
15315 04 - - - - - — m220 010 40 - - - - - - w4 015 10
CNMA 120408 75305 08 | - - - - - - mn 020 20 - - - - - - ®m 45 015 10
75315 08 - - - - - - m1190 020 40 - - - - - - ®m 4 015 10
T6310 08 @ - - - - - - mw0 020 40 - - - - - - @25 01510
CNMA 120412 75305 12 0 - - - - - - m19503 40 - - - - - — ®4 015 10
T35 12 0 - - - - - - mB0 03 40 - - - - - - w35 015 10
T6310 12 - - - - - - m 95 03 40 - - - - - - ®m20 015 10
(NMA 120416 TS305 16 - - - - - - m19 04 40 - - - - - - w40 015 10
1315 16 - - - - - - mw 04 40 - - - - - - ®m35 015 10

222



DN KN LN RN SN TN VN WN

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
- " P M N S H
roduc Ve f ap 7d f ap \7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

-3 U

For fine-finish to semi-rough machining, and continuous to slightly interrupted cuts.

C(NMA 160612 15305 1.2 - - - - - - . 190 030 5.0 - - - - - - »m 40 015 10
15315 1.2 - - - - - - . 175 030 5.0 - - - - - - ®m3 015 10
T6310 1.2 - - - - - - . 9 030 5.0 - - - - - - »m 2 015 10
CNMA 160616 T5305 1.6 - - - - - - . 185 0.40 5.0 - - - - - - »m 3 015 10
15315 1.6 = = = = = = . 165 0.40 5.0 = = = = = - 35 015 1.0
CNMA 190612 15305 1.2 - - - - - - . 190 030 6.0 - - - - - - ® 40 015 10
T5315 12 - - - - - - . 170 030 6.0 - - - - - - »m3 015 10
T6310 1.2 - - - - - - . 85 030 6.0 - - - - - - »m 20 015 10
CNMA 190616 T5305 1.6 - - - - - - . 180 0.40 6.0 - - - - - - »m 3 015 10
T5315 16 - - - - - - . 160 0.40 6.0 - - - - - - ®m 3 015 10
Ee N 0‘-
® (S
For fine-finish to semi-rough machining, and continuous to slightly interrupted cuts.
CNMA 1204085 T5305 0.8 - - - - - - . 220 020 4.0 - - - - - - ®m 45 015 10
CNMA 1204125 T5305 1.2 - - - - - - . 190 040 4.0 - - - - - - »m 40 015 10
CNMA 1606125 75305 1.2 - - - - - - . 190 030 5.0 - - - - - - »m 40 015 10
CNMA 1906165 T5305 1.6 - - - - - - . 180 0.40 6.0 - - - - - - »m 3 015 10
O/PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm]
0903 9.525 3.81 9.70 3.18
1204 12.700 5.16 12.90 4.76
1606 15.880 6.35 16.10 6.35
1906 19.050 7.94 1930 635 Q
2509 25.400 9.12 25.80 9.53
d)o" - L > > S -

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

— P M N s H
Product m 74 f ap 74 f ap Ve f ap Ve f ap 74 f ap Ve f ap
[mm] [m/min]  [mm/rey]  [mm] [m/min]  [mm/rev]  [mm)] [m/min]  [mm/rev]  [mm] [m/min]  [mm/re]  [mm] [m/min] [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
0,06
o0 g U (§
73 22" S,
=7 FF geometry with highly positive design for fine-finish machining, and continuous to slightly interrupted cuts.

CNMG 120404E-FF 7325 04 w235 012 10 m 180 011 10 B - - - - - - - - - - - -
8315 04 1220 012 10 m 130 011 10 P 205 012 10 - - - - = - =
CNMG 120408E-FF 7325 08 # 265 015 10 M 205 014 10 || - - - - - - - - - - - -
8315 08 #1245 015 10 W 145 014 10 @1 230 015 10 - - - - - - - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
— P M K N S H
Product % Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

@

FM geometry with positive design for finish to semi-rough machining, and continuous to slightly interrupted cuts.

CNMG 090304E-FM 17325 04 ® 195 020 1.4 ® 150 0.18 1.4 = = = - - - ?m6 016 11 = = =
T8330 04 M 175 020 14 P 105 0.8 1.4 M 165 020 1.4 - - - P 40 014 11 - - -
T8430 04 W 195 020 14 P 105 0.8 1.4 ® 160 020 1.4 - - - w40 014 11 - - -
T9315 04 M 265 020 14 - - - 25 020 14 - - - - - - - - -
T9325 04 M 240 020 14 P 140 018 1.4 #1225 020 14 - - - »m 5 016 11 - - -

C(NMG 090308E-FM T7325 08 # 235 020 14 ® 180 0.18 14 - - - - - - B 7 016 11 - - -
T8330 08 W 205 020 1.4 P 120 0.8 1.4 M 190 020 14 - - - w5 014 11 - - -
T8430 08 W 235 020 14 ® 125 018 1.4 ® 190 020 14 - - - »m 5 014 11 - - -
T9315 08 M 315 020 14 - - - 295 020 14 - - - - - - - - -
T9325 08 M 285 020 14 P 170 018 1.4 ® 270 020 1.4 - - - P60 016 11 - - -

CNMG 120404E-FM T7325 04 w1 185 020 21 ® 140 018 2.1 - - - - - - ® 60 016 17 - - -
T7335 04 2 180 020 2.1 2 140 018 2.1 - - - - - - »m 5 016 17 - - -
T8315 04 ® 175 020 21 2 105 0.18 2.1 M 165 020 2.1 - - - ® 4 014 17 = = =
T8330 04 M 165 020 21 P 95 018 2.1 M 155 020 2.1 - - - B 4 014 17 - - -
T8430 04 W 190 020 2.1 w1 105 018 2.1 I 155 020 2.1 - - - » 40 014 17 - - -
T9310 04 W 285 020 2.1 - - - 270 020 21 - - - - - - - - -
T9315 04 W 255 020 2.1 - - - 240 020 21 - - - - - - - - -
T9325 04 W 230 020 21 ® 135 018 21 I 215 020 2.1 - - - ®B 5 01 17 = = =
11310 04 W 260 020 2.1 w1 155 018 2.1 - - - - - - - - - - - -

CNMG 120408E-FM T7325 08 #1220 020 21 P 170 018 2.1 - - - - - - w7 016 17 - - -
T7335 08 ® 215 020 2.1 2 165 018 2.1 - - - - - - w65 016 17 - - -
T8315 08 ' 205 020 21 ® 120 0.18 2.1 M 190 020 2.1 - - - ®B 5 01 17 = = =
T8330 08 W 195 020 21 ® 115 018 2.1 W 185 020 2.1 - - - » 45 016 17 - - -
T8430 08 W 225 020 21 P 120 018 2.1 ®J 185 020 2.1 - - - w45 016 17 - - -
T9310 08 M 335 020 21 - - - 315 020 21 - - - - - - - - -
T9315 08 M 305 020 2.1 - - - P28 02 21 - - - - - - - - -
T9325 08 W 275 020 2.1 w1 165 018 2.1 ®J 260 0.20 2.1 - - - ® 60 016 17 - - -
171310 08 W 310 020 2.1 P 185 0.18 2.1 - - - - - - - - - - - -

CNMG 120412E-FM T7325 12 w2 210 027 21 2 160 024 2.1 - - - - - - »m65 019 17 - - -
T9315 12 W 285 027 21 - - - P|20 027 21 - - - - - - - - -
T9325 1.2 W 255 027 21 m 150 024 2.1 P 240 027 2.1 - - - ®B 55 019 17 = = =

%ﬂ = 8
[ 415

S - KR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

CNMG 120408E-KR T5305 08 P 255 035 40 - - - |H 240 035 40 - - - - - - ®B5 015 10
T5315 08 ® 225 035 40 - - - |m 210 035 40 - - - - - - »m 45 015 10

CNMG 120412E-KR T5305 12 P 255 040 40 - - — |H 240 040 40 - - - - - - »m5 015 10
T5315 12 P 230 040 40 - - - [H 215 040 40 - - - - - - »m 45 015 10

: Ll

/6 / 041 0’3160  J _'L @

A - ,/ 10" o M geometry for finish to semi-rough machining, and continuous to interrupted cuts.

CNMG 090308E-M T9315 08 M 230 032 18 - - - 215 032 18 - - - - - - »m 45 015 10
T9325 08 M 205 032 18 - - - 1% 032 18 - - - - - - - - -
T9335 08 M 180 032 18 - - - - - - - - - - - - - - -

CNMG 120404E-M T5315 04 2 245 020 2.1 - - - H 230 02 21 - - - - - - »m 45 015 10
T9310 04 W 260 020 2.1 - - - 245 02 21 - - - - - - »m5 015 10
T9315 04 MW 235 020 2.1 - - - 220 020 21 - - - - - - »m 45 015 10
T9325 04 M 210 020 2.1 - - - P19 020 21 - - - - - - - - -
T9335 04 W 180 020 2.1 - - - - - - - - - - - - - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
— P M K N S H
Product @ Ve f ap 7d f ap \7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
- m .
/ 0.1 16 » _'L @
/ 10° £ M geometry for finish to semi-rough machining, and continuous to interrupted cuts.
C(NMG 120408E-M 6640 08 W 165 032 21 - - - W 15 032 21 - - - - - - - - -
75305 08 » 280 032 2.1 - - - W 265 032 21 - - - - - - M55 015 10
T5315 08 » 250 032 2.1 - - - m 235 032 21 - - - - - - m5 015 10
T8330 0.8 W 155 032 2.1 - - - W 145 032 21 - - - - - - m3 015 10
T8430 0.3 W 170 032 2.1 - - - 7135 032 21 - - - - - - m25 015 10
T9310 0.8 W 245 032 2.1 - - -7 230 032 21 - - - - - - m 45 015 1.0
T9315 08 W 225 032 21 - - - 7210 032 21 - - - - - - m 45 015 1.0
T9325 08 W 200 032 21 - - - 719 032 21 - - - - - - - - -
T9335 08 W 180 032 21 - - - - - - - - - - - - - - -
CNMG 120412E-M T5305 12 » 275 040 21 - - - W20 040 21 - - - - - - m55 015 10
15315 1.2 w245 040 21 - - - ®m 230 040 21 - - - - - - m 45 015 1.0
T9310 1.2 W 235 040 21 - - - 7220 040 21 - - - - - - m 45 015 1.0
T9315 1.2 M 220 040 21 - - - P 205 040 21 - - - - - - m 40 015 10
T9325 12 W 195 040 2.1 - - - P 185 040 2.1 - - - - - - - - -
T9335 1.2 W 170 040 21 - - - - - - - - - - - - - - -
CNMG 120416E-M T9325 1.6 W 200 040 2.1 - - - P19 040 21 - - - - - - - - -
T9335 1.6 W 175 040 2.1 - - - - - - - - - - - - - - -
CNMG 160608E-M 79310 0.8 M 235 032 36 - - - P20 032 36 - - - - - - m 45 015 1.0
T9315 08 W 215 032 3.6 - - - P20 032 3.6 - - - - - - m 4 015 1.0
T9325 08 M 19 032 3.6 - - - 7 180 032 3.6 - - - - - - - - -
T9335 08 W 170 032 3.6 - - - - - - - - - - - - - - -
CNMG 160612E-M T9315 1.2 M 210 040 3.6 - - - P 195 040 3.6 - - - - - - m 4 015 1.0
T9325 1.2 M 185 040 3.6 - - - P 175 040 3.6 - - - - - - - - -
T9335 1.2 M 160 040 3.6 - - - - - - - - - - - - - - -
C(NMG 160616E-M T9325 1.6 M 190 040 36 - - - P 180 040 3.6 - - - - - - = = =
79335 16 M 165 040 36 = = = = = = = = = = = = = = =
CNMG 190608E-M T9315 08 W 210 032 42 - - - P19 032 42 - - - - - - m 4 015 1.0
T9325 08 M 190 032 42 - - - 7 180 032 42 - - - - - - - - -
T9335 08 M 165 032 42 - - - - - - - - - - - - - - -
CNMG 190612E-M 6640 1.2 M 145 040 42 - - - W 135 040 42 - - - - - - - - -
T9310 1.2 W 220 040 42 - - - P 205 040 42 - - - - - - m 4 015 1.0
T9315 1.2 W 205 040 42 - - - P19 040 42 - - - - - - m 4 015 1.0
T9325 1.2 M 185 040 42 - - - P75 040 42 - - - - - - - - -
T9335 1.2 M 160 040 4.2 - - - - - - - - - - - - - - -
CNMG 190616E-M T9310 1.6 M 230 040 42 - - - 7215 040 42 - - - - - - m 45 015 1.0
T9315 1.6 M 215 040 42 - - — P 200 040 42 - - - - - - m 4 015 1.0
T9325 1.6 M 190 040 4.2 - - - P 180 040 42 - - - - - - - - -
T9335 1.6 M 165 040 4.2 - - - - - - - - - - - - - - -
250 . 015 AL @
12 NF geometry with highly positive design for fine-finish to medium machining, and continuous cuts.
CNMG 090304E-NF T6310 04 M 190 0.17 0.8 M 135 0.15 0.8 P 150 0.17 08 ® 570 020 0.8 P 55 0.12 0.6 - - -
17335 04 7 210 018 0.8 M 160 0.6 0.8 - - - - - - m 65 016 06 - - -
T8315 04 » 200 017 08 WM 120 0.15 0.8 1 190 0.17 0.8 ® 600 020 08 P 50 0.12 06 - - -
T8430 04 W 225 0.17 08 M 120 0.15 0.8 P 185 0.17 08 P 615 020 08 P 45 0.12 0.6 - - -
T9325 04 M 25 018 08 M 155 0.6 0.8 P 250 0.18 0.8 - - - m 5 016 06 - - -
CNMG 090308E-NF T6310 0.8 M 215 0.9 1.0 M 150 0.17 1.0 ® 170 019 1.0 » 645 023 1.0 P 60 0.15 0.8 - - -
17335 08 » 240 019 1.0 W 185 0.17 1.0 - - - - - - m75 015 08 - - -
78330 0.8 M 215 0.9 1.0 W 125 0.17 1.0 P 200 019 1.0 P 645 023 1.0 W 50 0.15 0.8 - - -
T8430 0.8 M 245 0.9 1.0 W 135 0.17 1.0 P 200 019 1.0 ® 675 023 1.0 » 50 0.15 0.8 - - -
T9325 08 M 300 079 1.0 W 180 0.17 1.0 P 285 0.19 1.0 - - - m65 015 08 - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
— P M K N s H
Product % Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
250 . 015 AL @
2z NF geometry with highly positive design for fine-finish to medium machining, and continuous cuts.
CNMG 120404E-NF HF7 04 - - - 9 015 1.7 P 155 017 1.7 P 495 020 1.7 - - - - - -
T6310 04 W 180 017 1.7 M 125 015 1.7 P 145 017 1.7 2 540 020 1.7 » 50 0.14 14 - - -
17325 04 7 200 018 1.7 W 155 0.16 1.7 - - - - - - m 65 016 14 - - -
17335 04 » 195 018 1.7 M 150 0.6 1.7 - - - - - - ®m 60 016 14 - - -
18315 04 » 185 017 1.7 M 110 015 1.7 P 175 017 1.7 P 555 020 1.7 ® 45 014 14 - - -
T8330 04 W 180 017 1.7 M 105 015 1.7 ® 170 017 1.7 2 540 020 1.7 2 45 014 14 - - -
T8430 04 W 200 0.17 17 M 110 0.15 17 » 165 0.17 1.7 » 555 020 1.7 » 40 0.4 14 - - -
T9315 04 W 285 017 1.7 - - - 20 017 17 - - - - - - - - -
T9325 04 M 250 018 1.7 M 150 0.16 1.7 P 235 0.18 1.7 - - - 5 016 14 - - -
CNMG 120408E-NF HF7 0.8 - - - m110 017 1.7 » 180 019 1.7 ® 570 023 17 - - - - - -
T6310 0.8 W 200 0.9 17 M 140 0.17 17 » 160 0.19 1.7 » 600 023 1.7 » 60 0.15 14 - - -
17325 08 » 235 019 1.7 W 180 017 1.7 - - - - - - m75 015 14 - - -
17335 08 ® 225 019 1.7 W 175 017 17 - - - - - - 70 015 14 - - -
T8315 08 ® 215 019 1.7 W 125 017 1.7 #1200 019 1.7 » 645 023 1.7 ®m 50 015 14 - - -
78330 0.8 W 200 0.9 17 M 120 017 17 » 190 0.19 1.7 »m 600 023 1.7 » 50 0.5 14 - - -
T8430 0.8 M 235 0.19 17 M 125 017 17 ® 190 019 1.7 ® 645 023 1.7 ® 50 0.5 14 - - -
T9315 08 M 320 019 1.7 - - - 300 019 17 - - - - - - - - -
T9325 0.8 W 285 019 1.7 W 170 017 1.7 ® 270 0.19 1.7 - - - P 60 015 14 - - -
CNMG 120412E-NF 76310 1.2 M 185 030 2.1 W 130 027 2.1 P 145 030 21 P 555 036 21 ®m 55 021 1.7 - - -
17325 1.2 » 205 030 2.1 W 155 027 2.1 - - - - - - m 65 021 17 - - -
T7335 1.2 » 200 030 2.1 W 155 027 2.1 - - - - - - me65 021 17 - - -
T8330 1.2 M 185 030 21 M 110 027 21 P 175 030 21 P 555 036 2.1 P2 45 021 1.7 - - -
T8430 1.2 W 200 030 2.1 W 110 027 2.1 P 165 030 21 P 555 036 21 » 40 021 1.7 - - -
T9315 1.2 W 275 030 2.1 - - - 260 030 21 - - - - - - - - -
T9325 1.2 M 245 030 2.1 W 145 027 2.1 P 230 030 2.1 - - - m 5 021 17 - - -
o ¥k:U: §
10° NM geometry with highly positive design for fine-finish, medium and rough machining, with continuous cuts.
CNMG 120404E-NM T7325 04 M 195 020 2.1 = 150 0.18 2.1 - - - - - - ®m 60 016 17 - - -
17335 04 » 190 020 21 W 145 018 2.1 - - - - - - W 60 016 17 - - -
T8315 04 7 180 020 2.1 = 105 0.18 2.1 - - - »m540 024 21 ®m 45 016 1.7 - - -
78330 04 W 170 020 2.1 W 100 0.18 21 - - - »m510 024 21 »m 40 016 17 - - -
T8430 04 W 195 020 2.1 W 105 0.18 21 - - - »m540 024 21 ®m 40 016 17 - - -
T9315 04 W 270 020 2.1 - - - - - - - - - - - - - - -
T9325 04 M 240 020 21 = 140 018 2.1 - - - - - - »m5 016 17 - - -
CNMG 120408E-NM 17325 08 » 215 025 21 W 165 023 2.1 - - - - - - W 65 02 17 - - -
T7335 08 ® 210 025 2.1 W 160 023 2.1 - - - - - - W 65 02 17 - - -
18315 0.8 ® 205 025 21 M 120 023 21 - - - 615 030 21 ®m 50 020 1.7 - - -
T8330 0.8 W 195 025 21 W 115 023 21 - - - »m585 030 21 m 45 020 1.7 - - -
T8430 08 W 210 025 21 W 115 023 21 - - — »m585 030 21 ®m 45 020 1.7 - - -
T9315 08 M 290 025 2.1 - - - - - - - - - - - - - - -
T9325 08 M 260 025 21 W 155 023 2.1 - - - - - - ®m 5 02 17 - - -
CNMG 120412E-NM 17325 12 » 215 030 21 W 165 027 2.1 - - - - - - W 65 024 17 - - -
17335 1.2 » 210 030 2.1 W 160 0.27 2.1 - - - - - - W 65 024 17 - - -
T8315 1.2 » 205 030 2.1 W 120 027 2.1 - - - m615 036 21 ®m 50 024 17 - - -
T8330 1.2 M 195 030 21 W 115 027 2.1 - - - »m58 03 21 ®m 45 024 17 - - -
T8430 1.2 ® 210 030 21 W 115 027 21 - - - P 585 036 21 P 45 024 1.7 - - -
T9315 1.2 W 285 030 2.1 - - - - - - - - - - - - - - -
T9325 1.2 M 255 030 2.1 W 150 0.27 2.1 - - - - - - m 5 024 17 - - -
CNMG 160608E-NM 17325 08 » 195 030 3.6 M 150 027 3.6 - - - - - - ®m 60 027 29 - - -
17335 08 » 190 030 3.6 M 145 027 3.6 - - - - - - MW 60 027 29 - - -
T8315 08 » 18 030 3.6 M 110 027 3.6 - - - m 555 036 3.6 ®m 45 027 29 - - -
T8330 0.8 W 170 030 3.6 M 100 027 36 - - - m510 036 3.6 ®m 40 027 29 - - -
T8430 0.3 W 185 030 3.6 M 100 027 36 - - - m510 036 3.6 ®m 40 027 29 - - -
T9325 08 M 225 030 3.6 W 135 027 3.6 - - - - - - »m5 027 29 - - -
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Product

CNMG 160612E-NM

CNMG 190612E-NM

C(NMG 090308E-NMR

CNMG 120404E-NMR

CNMG 120408E-NMR

C(NMG 120412E-NMR

CNMG 120416E-NMR

CNMG 160608E-NMR

C(NMG 160612E-NMR
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

RE

[mm]

v

P

f

ap

[m/min]  [mm/rev]  [mm]

w_ o HEEU? (§

-

17325
17335
T8315
T9325
17325
17335
T8315
18330
18430
T9325

1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2

0.8
0.8
0.8
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.6
1.6
1.6
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2
1.2
1.2

NM geometry with highly positive design for fine-finish, medium

HEENNNENNN

205
200
195
240
195
180
180
170
180
220

0.30
0.30
0.30
0.30
0.35
0.35
0.35
0.35
0.35
0.35

3.6
3.6
3.6
3.6
42
42
42
42
42
42

M ®

NMR geometry with positive design for medium to rough machining, and continuous cuts.

HEH I ENNEIFEENNENNEEEENNEEEEENNEEEEENNEEXNN

175
170
200
140
155
155
140
150
215
190
150
170
160
150
155
210
190
150
170
160
150
155
215
190
170
160
190
160
150
205
185
165
155
145
150
205
185

0.35
0.35
0.35
0.25
0.25
0.25
0.25
0.25
0.25
0.25
0.35
0.35
0.35
0.35
0.35
0.35
0.35
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.45
0.45
0.45
0.35
0.35
0.35
0.35
0.40
0.40
0.40
0.40
0.40
0.40

1.6
1.6
1.6
2.7
2.7
2.0
2.0
2.7
2.0
2.0
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0

vC

[m/min]  [mm/rev]

155
155
115
140
150
140
105
100
95
130

135
130
120
100
120
120
80
80
110
105
130
120
90
85

110
105
130
120
90
85

110
130
120
110
120
15

110
125
120
85
80

110

M

f

0.27
0.27
0.27
0.27
0.32
0.32
0.32
0.32
0.32
0.32

0.32
0.32
0.32
0.23
0.23
0.23
0.23
0.23
0.23
0.32
0.32
0.32
0.32
0.32
0.32
0.36
0.36
0.36
0.36
0.36
0.36
0.41
0.41
0.41
0.32
0.32
0.32
0.36
0.36
0.36
0.36

0.36

ap

[mm]

3.6
3.6
3.6
3.6
4.2
4.2
42
42
42
4.2

1.6
1.6
1.6
2.7
2.7
2.0
2.0
2.7
2.0
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
2.7
4.0
4.0
4.0
4.0
4.0
4.0
4.0

4.0

K

e f

[m/min] ~ [mm/rev]

ap ve f ap Ve

[mm] [m/min]  [mm/rev]  [mm]

S

f

[m/min]  [mm/rev]

and rough machining, with continuous cuts.

65
65
45
50
60
55
45
40
35
45

NNNNEENNER

55
55
45
40
50
50
35
30

NNEEENEHR

40
45
55
50
35
30

NNEEEREN

40
45
55
50
35
30

I
I
I
I
NNEERERN

40
55
50
40
50
45

I
|
|
I
EENEEREN

40
50
50
35
30

I
I
I
I
NNEERN

I
I
I
I
N

40

0.27
0.27
0.27
0.27
0.32
0.32
0.32
0.32
0.32
0.32

0.25
0.25
0.25
0.20
0.20
0.20
0.20
0.20

0.20
0.25
0.25
0.25
0.25
0.25

0.25
0.28
0.28
0.28
0.28
0.28

0.28
0.32
0.32
0.32
0.25
0.25

0.25
0.28
0.28
0.28
0.28

0.28

ap

[mm]

29
2.9
2.9
29
3.4
3.4
3.4
3.4
3.4
3.4

13
13
13
2.2
2.2
1.6
1.6
2.2

1.6
2.2
2.2
2.2
2.2
2.2

2.2
2.2
2.2
2.2
2.2
2.2

2.2
2.2
2.2
2.2
3.2
3.2

3.2
3.2
3.2
3.2
3.2

3.2

H

ve f

[m/min]  [mm/rev]

ap

[mm]
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
— P M K N S H
Product % Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

s =5\ 3

22 (&1%0
NMR geometry with positive design for medium to rough machining, and continuous cuts.

CNMG 160616E-NMR T7325 16 ® 165 045 40 W 125 041 40 = = = - - - W 5 032 32 = = =
T7335 16 B 155 045 40 W 120 041 40 = = = - - - W 5 032 32 = = =
T8330 16 M 145 045 40 M 8 041 40 = = = - - - ®B 3 032 32 = = =
T8430 16 W 150 045 40 W 80 041 40 = = = - - - &3 032 32 = = =
T9315 1.6 W 200 045 4.0 = = = = = = = = = = = = = = =
T9325 16 W 180 045 40 MW 105 041 40 = = = - - - P 4 032 32 = = =
CNMG 190608E-NMR T6310 08 M 140 035 52 M 100 032 52 = = = - - - W 40 025 42 = = =
T7325 08 ® 155 035 52 W 120 032 52 = = = - - - W 5 02 42 = = =
17335 08 ® 150 035 52 W 115 032 52 = = = - - - W 4 025 42 = = =
T9315 08 M 195 035 52 > = = = = = = = = = = = = = ©
T9325 08 M 180 035 52 M 105 032 52 = = = - - - B 40 025 42 = = =
CNMG 190612E-NMR T6310 12 W 140 040 52 W 100 036 5.2 = = = - - - W 40 02 42 = = =
17325 12 ® 160 040 52 MW 120 036 5.2 = = = - - - W 5 02 42 = = =
T7335 12 ® 150 040 52 W 115 036 5.2 = = = - - - W 45 028 42 = = =
T8330 12 M 140 040 52 M 80 036 52 = = = - - - ®B 3 028 42 = = =
T8430 12 W 145 040 52 M 8 036 52 = = = - - - & 30 02 42 = = =
T9315 12 W 200 040 5.2 = = = = = = = = = = = = = = =
T9325 12 W 180 040 52 M 105 036 5.2 = = = - - - P 4 028 42 = = =
CNMG 190616E-NMR T7325 16 P 160 045 52 M 120 041 52 = = = - - - H 5 032 42 = = =
T7335 16 #1150 045 52 W 115 041 52 = = = - - - W45 032 42 = = =
79315 16 W 195 045 52 = = = = = = = = = = = = = = =
T9325 16 M 175 045 52 MW 105 041 52 = = = - - - P/ 3 032 42 = = =

?ﬁﬁ
7

NRM geometry with positive design for semi-rough to rough machining, and continuous to moderate interrupted cuts.

CNMG 120408-NRM T7325 08 ® 160 035 40 W 120 032 40 = = = - - - W 5 02 32 = = =
T7335 08 ® 150 035 40 W 115 032 40 = = = - - - W 4 028 32 = = =
T9315 08 M 205 035 40 > = = = = = = = = = = = = = =
CNMG 120412-NRM T7325 12 w165 040 40 W 125 036 40 = = = - - - W 5 02 32 = = =
17335 12 2 155 040 40 W 120 036 4.0 = = = - - - W 5 02 32 = = =
T9315 12 W 205 040 40 = = = = = = = = = = = = = = =
(NMG 120416-NRM T7325 16 P 165 045 40 W 125 041 40 = = = - - - W 5 03 32 = = o
T7335 16 » 155 045 40 W 120 041 40 = = = - - - W 5 03 32 = = =
T9315 1.6 W 200 045 4.0 = = = = = = = = = = = = = = =
(NMG 160608-NRM T7325 08 ® 155 035 60 M 120 032 6.0 = = = - - - W 5 028 48 = = =
T7335 08 # 145 035 60 M 110 032 6.0 = = = - - - W 45 028 48 = = o
T9315 08 M 195 035 6.0 = = = = = = = = = = = = = = =
CNMG 160612-NRM T7325 12 ® 155 040 60 M 120 036 6.0 = = = - - - W 5 032 48 = = =
17335 12 ® 150 040 60 M 115 036 6.0 = = = - - - W 45 032 48 = = =
T9315 12 M 200 040 6.0 > = = = = = = = = = = = = = o
(NMG 160616-NRM T7325 16 P 155 045 60 M 120 041 6.0 = = = - - - W 5 036 48 = = =
T7335 16 2 150 045 60 W 115 041 6.0 = = = - - - W 45 036 48 = = =
T9315 16 MW 195 045 6.0 = = = = = = = = = = = = = = =
(NMG 190608-NRM T7325 08 #1150 035 80 W 115 032 8.0 = = = - - - W 45 028 64 = = ©
T7335 08 » 140 035 80 M 105 032 8.0 = = = - - - W 45 028 64 = = =
T9315 08 M 190 035 80 = = = = = = = = = = = = = = =
CNMG 190612-NRM 17325 12 ® 155 040 80 M 120 036 8.0 = = = - - - W 5 032 64 = = =
T7335 12 ® 145 040 80 M 110 036 80 = = = - - - W 45 032 64 = = ©
T9315 12 M 190 040 80 = = 2= = = = = = = = = = = = =
C(NMG 190616-NRM T7325 16 ® 150 045 80 M 115 041 80 = = = - - - W 45 036 64 = = =
T7335 16 ® 145 045 80 M 110 041 80 = = = - - - W 45 036 64 = = =
T9315 16 M 190 045 80 > = = = = = = = = = = = = = ©
CNMG 250924-NRM T7325 24 w95 070 100 WM 70 0.63 100 = = = - - - | 30 049 80 > = =
T7335 24 w1 90 070 100 W 70 0.63 10.0 = = = - - - |25 049 80 = = =
T9315 24 W 115 070 10.0 - - - ®m 105 070 10.0 = = = = = = = = =
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Product

CNMG 120408E-R

C(NMG 120412E-R

CNMG 120416E-R

(NMG 160608E-R
C(NMG 160612E-R

(NMG 160616E-R
C(NMG 190608E-R
CNMG 190612E-R

(NMG 190616E-R

C(NMG 120408E-RM

DN

6640

15305
15315
T9310
T9315
T9325
T9335
15305
15315
T9315
T9325
T9335
15315
T9335
15315
15305
15315
17335
T9310
T9315
T9325
15305
15315
6640

15305
15315
T9315
T9325
T9335
6640

15305
15315
19310
T9315
T9325
T9335

15305
15315
16310
17325
17335
T8315
18330
T8430
T9310
T9315
T9325
T9335
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2
1.2
1.6
1.6
0.8
1.2
1.2
1.2
1.2
1.2
1.2
1.6
0.8
1.2
1.2
1.2
1.2
1.2
1.2
1.6
1.6
1.6
1.6
1.6
1.6
1.6

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8

v

P

f

ap

[m/min]  [mm/rev]  [mm]

-_3.—‘:1‘@

R geometry for semi-rough to rough machining, and continuous to interrupted cuts.

HEHEEENNEFE SR ENNENNEEENNNNENEEENNEEEENNEHE

140
240
215
205
190
175
150
245
220
195
175
155
225
150
210
235
215
145
205
190
170
240
205
135
230
210
185
165
145
130
235
210
195
180
165
145

0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.45
0.45
0.45
0.45
0.45
0.50
0.50
0.40
0.45
0.45
0.45
0.45
0.45
0.45
0.50
0.40
0.45
0.45
0.45
0.45
0.45
0.45
0.50
0.50
0.50
0.50
0.50
0.50
0.50

4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
55
55
55
55
55
55
55
55
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0

@

RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

EEEEEENNNENN

275
250
155
180
165
165
155
165
240
220
200
170

0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40
0.40

4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0

NNNNNN

NN

vC

110
140
125
95
90
90

120
100

M

f

[m/min]  [mm/rev]

0.36
0.36
0.36
0.36
0.36
0.36

0.36
0.36

ap

[mm]

4.0
4.0
4.0
4.0
4.0
4.0

4.0
4.0

| NNEE NNNEERE

NNNEEE NNEEEERERENNN

NN

NN NN NNN

Ve

130
225
200
190
180
165

230
205
185
165

210

195
220
200

190
180
160
225
190
125
215
195
175
155

120
220
195
185
170
155

260
235
125

155
145
135
225
205
190

K

f

[m/min] ~ [mm/rev]

0.40
0.40
0.40
0.40
0.40
0.40
0.45
0.45
0.45
0.45

0.50
0.40
0.45
0.45
0.45
0.45
0.45
0.50
0.40
0.45
0.45
0.45
0.45
0.45
0.50
0.50
0.50
0.50
0.50
0.50

0.40
0.40
0.40

0.40
0.40
0.40
0.40
0.40
0.40

ap

[mm]

4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
55
55
55
55
55
55
55
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0
7.0

4.0
4.0
4.0

4.0
4.0
4.0
4.0
4.0
4.0

Ve

[m/min] ~ [mm/rev]

ap

[mm]

f

[m/min]  [mm/rev]

NN

NN

NN N

NN

NNNN

vC

H

f

[m/min]  [mm/rev]

45
40
40
35

45
40
35

45

40
45
40

40
35

45
40

45
40
35

45
40
35
35

0.15
0.15
0.15
0.15

0.15
0.15
0.15

0.15

0.15
0.15
0.15

0.15
0.15

0.15
0.15

0.15
0.15
0.15

0.15
0.15
0.15
0.15

ap

[mm]

1.0
1.0
1.0
1.0

1.0
1.0
1.0

1.0

1.0
1.0
1.0

1.0
1.0

1.0
1.0

1.0
1.0
1.0

1.0
1.0
1.0
1.0
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

— P M K N s H
Product % ve f ap Ve f ap Ve f ap ve f ap ve f ap e f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min] [mm/rev]  [mm] [m/min] [mm/re]  [mm] [m/min]  [mm/rev]  [mm] [m/min] [mm/rev]  [mm] [m/min] [mm/rev]  [mm]

I 1 SV 3
(=)
7190 RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

C(NMG 120412E-RM 15305 12 2 280 045 40 - - - 25 045 40 = = o - - - - -
T5315 12 P 250 045 40 - - - 235 045 40 - - - = o o - - _
T6310 1.2 W 160 045 40 » 115 041 40 P 125 045 40 - - - = = o= - - _
T7325 12 w2 180 045 40 ® 140 041 40 = = = - - - - _ - - _
T7335 12 ®2 170 045 40 ® 130 041 40 = = = - - - - = - -
T8315 12 ® 170 045 40 P 100 041 40 P 160 045 4.0 - - - = o o - - _
T8330 1.2 M 160 045 40 » 95 041 40 P 150 045 4.0 - - - = = o= - - _
T8430 12 W 170 045 40 ® 90 041 40 ® 135 045 40 = = = - - - - - _
T9310 1.2 M 240 045 40 - - - 225 045 40 - - - = = = - - -
T9315 12 M 220 045 40 - - - 205 045 40 - - - s o o - - _
T9325 1.2 W 200 045 40 » 120 041 40 » 190 045 4.0 - - - - o o= - - _
T9335 12 M 175 045 40 ® 105 041 40 = = = - - - - _ - - _
C(NMG 120416E-RM 15305 1.6 1 280 050 4.0 - - - 265 050 40 = = = - - - - -
T5315 1.6 P 255 050 4.0 - - - P 240 050 40 - - - s o o - - _
T7325 16 » 185 050 40 » 140 045 4.0 = = = - - - - - _ - - _
17335 1.6 ® 175 050 40 ® 135 045 40 = = = - - - - _ - - _
T8330 1.6 M 160 0.50 4.0 P 95 045 40 ® 150 0.50 4.0 - = = - - - - -
T8430 1.6 M 170 050 40 P 90 045 40 P 135 050 4.0 - - - - - - = = =
T9310 1.6 W 240 050 4.0 - - - P 225 050 40 - - - > o o - - _
T9315 16 W 220 050 4.0 - — - P 205 050 4.0 - - - = = = - - _
T9325 16 M 205 050 4.0 P 120 045 40 ® 190 050 4.0 - = = - - - - - _
T9335 16 W 175 050 40 P 105 045 4.0 - - = = = = = - - - - —
CNMG 160608E-RM 15305 08 #1265 040 6.0 - - - m 250 040 60 = = = - - - - -
T5315 08 P 240 040 6.0 - — - P 225 040 6.0 - - - = = = - - _
T8330 08 M 150 040 60 P 90 036 6.0 P 140 040 6.0 - = = - - - - - _
T8430 08 M 155 040 60 P 85 036 6.0 P 130 040 6.0 - - - = o o - - =
T9315 08 M 215 040 6.0 - - - 200 040 6.0 - - - > o o - - _
T9325 08 W 190 040 60 » 110 036 6.0 P 180 040 6.0 - - - = = = - - _
T9335 08 M 165 040 60 ® 95 036 6.0 = = = - - - - - - -
CNMG 160612E-RM T5305 12 P 270 045 6.0 - - - 255 045 6.0 - - - = = = - - -
T5315 12 P 245 045 6.0 - - - 230 045 6.0 - - - - - - = = =
T6310 1.2 MW 155 045 60 » 110 041 6.0 P 125 045 6.0 - - - = = = - - _
T7325 12 » 170 045 60 P 130 041 6.0 = = = - - - - _ - -
T7335 12 ® 165 045 60 P 125 041 6.0 = = = - - _ - - = - -
T8330 12 W 155 045 60 PI 90 041 6.0 P 145 045 6.0 - - - > o o - - _
T8430 1.2 MW 155 045 60 » 85 041 60 P 130 045 6.0 - - - = = = - - _
T9310 12 M 230 045 6.0 - - - 215 045 6.0 = = = - - - - - _
T9315 12 M 215 045 6.0 - - - 200 045 6.0 = = = - - - - -
T9325 12 M 195 045 60 P 115 041 6.0 P 185 045 6.0 - - - - - - = = =
T9335 1.2 M 165 045 60 ® 95 041 6.0 = = = - - - - - _ - - _
CNMG 160616E-RM T5305 1.6 P 270 050 6.0 - - - [ 255 050 6.0 = = = - - - - -
T5315 1.6 P 245 050 6.0 - - - [ 230 050 6.0 = = = - - - - -
T7325 16 P 175 050 60 P 135 045 6.0 - = = - - - - - - - - _
T7335 16 » 165 050 6.0 P 125 045 6.0 = = = - - - - - _ - - _
T9310 16 M 225 050 6.0 - - - 210 050 6.0 = = = - - - - -
T9315 16 M 215 050 6.0 - - - [P 200 050 6.0 = = = - - - - -
T9325 16 MW 190 050 60 P 110 045 6.0 P 180 0.50 6.0 - - - - - - = = =
T9335 1.6 M 165 050 60 ® 95 045 6.0 = = = - - - - - _ - - _
CNMG 190608E-RM T5305 08 P 260 040 7.5 - - - ;245 040 75 - - - - - - = = =
15315 08 ® 230 040 7.5 - - - P 215 040 75 - - - = = - - — -
T7335 08 P 155 040 75 P 120 036 7.5 S - - - - - _ - - _
T9315 08 W 210 040 75 - - - P 195 040 75 - - - - o o= - - _
T9325 08 M 190 040 7.5 ® 110 036 7.5 P 180 040 75 = = = - - - - - _
T9335 08 M 160 040 75 ® 95 036 75 = = = - - - - - - -
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44
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

— P M K N S H
Product @ Ve f ap Ve f ap ve f ap 74 f ap Ve f ap Ve f ap
[mm] [m/min] _ [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min] [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
CNMG 190612E-RM 15305 1.2 P 260 045 75 - - - m 45 045 75 = = = = o= < - - -
15315 1.2 P 240 045 75 - - - P25 045 75 - - - - - - - -
T6310 1.2 M 155 045 75 ® 110 041 75 P 125 045 7.5 - = = - - - -
17325 12 ® 170 045 75 ® 130 041 75 = = = - - - - _ - -
17335 1.2 » 160 045 7.5 ® 120 041 75 = = = - - - - - = - -
T8330 1.2 M 155 045 75 ® 90 041 75 ) 145 045 75 - - - - - - - -
T8430 1.2 M 150 045 75 w0 80 041 75 P 125 045 7.5 - = = - - - -
T9310 1.2 W 220 045 75 - - — P 205 045 75 = = = - - - -
T9315 1.2 W 210 045 75 - - - P 195 045 7.5 - - - - - = = = =
T9325 1.2 M 185 045 7.5 ® 110 041 75 P 175 045 75 - - - - - - - -
T9335 1.2 M 165 045 75 ® 95 041 75 = = = - - - - - _ - -
CNMG 190616E-RM T5305 1.6 P 265 0.50 7.5 - - — P 250 050 7.5 - - - = = = - - -
T5315 16 P 240 050 7.5 - - - P 225 050 7.5 - - = = = - - — _
T6310 1.6 M 155 050 75 P 110 045 75 P 125 050 7.5 - - - = = = > o o
17325 1.6 ® 175 050 7.5 » 135 045 75 = = = - - - - - _ - -
17335 16 ® 160 0.50 7.5 ® 120 045 75 = = = - - - - _ - -
T9310 16 W 225 050 75 - - - P 210 050 7.5 - - = = = - - — _
T9315 1.6 M 210 050 75 - - - P 195 050 75 - - - = = = > o o
T9325 16 M 190 050 7.5 ®1 110 045 7.5 P 180 0.50 7.5 - - - - - - - -
T9335 16 M 160 050 7.5 ® 95 045 75 = = = - - - - _ - -
CNMG 250924E-RM 17325 24 ® 105 080 120 ®m 80 072 120 - - - - - = - -~
T7335 24 w100 080 120 # 75 072 120 - = = - - - - - _ - -
79226 24 W 90 0.80 120 » 50 072 120 P 85 080 120 - - - - - - - -
T9315 24 W 120 0.80 120 - - - P 110 080 12.0 - - - = = o= - - -
T9325 24 W 105 0.80 120 P 60 072 120 P 95 080 120 - - - = = = - - -

T9335 24 M 8 080 120 m 50 072 120 = = = = = = > = = > = =

1,94 :DE AL ﬁ

14,5; SF geometry with positive design for fine-finish machining of thin walls and continuous cuts.

CNMG 120404E-SF Ho7 0.4 - - - ®m 9 014 10 m 145 015 1.0 » 470 018 1.0 W 45 012 08 = = =
T6310 04 W 180 0.15 1.0 W 125 014 10 M 145 015 10 2 540 018 10 WM 50 012 08 W 35 015 1.0
17325 04 ® 205 017 10 W 15 015 1.0 = = = - - - W65 015 08 = = =
T7335 04 #1200 017 1.0 M 155 015 1.0 = = = - - — W65 015 08 = = =
T8315 04 P 195 015 1.0 M 115 014 1.0 M 18 015 1.0 P 585 018 1.0 ® 45 012 08 W 35 015 1.0
78330 04 W 180 0.15 1.0 M 105 0.14 10 M 170 015 10 2 540 018 1.0 ®m 45 012 08 ®m 35 015 1.0
T8430 04 W 220 015 10 W 120 0.14 1.0 ® 180 0.15 10 P 600 018 1.0 P 45 012 08 P 35 015 1.0
T9315 04 M 300 015 1.0 - - - ®285 015 1.0 = = = - - - 6 015 10
T9325 04 M 255 0.17 1.0 M 150 015 1.0 P 240 0.17 1.0 - - - m 5 015 08 = = =
CNMG 120408E-SF HO7 0.8 - - - ®m 9% 018 1.0 M 15 020 1.0 # 495 024 1.0 WM 50 0.14 08 = = =
T6310 08 W 200 020 10 M 140 0.18 1.0 M 160 020 10 P 600 024 10 M 60 014 08 WM 40 015 1.0
T7325 08 # 230 020 1.0 W 175 018 1.0 = = = - - - m 7 01 08 = = =
T7335 08 # 220 020 1.0 W 170 0.18 1.0 = = = - - - m 7 01 08 = = =
T8315 08 #1210 020 1.0 W 125 018 1.0 M 195 020 1.0 P 630 024 10 ® 50 014 08 W 40 0.15 1.0
78330 08 W 200 020 10 M 120 0.18 1.0 M 190 020 10 P 600 024 10 P 50 014 08 P 40 0.15 1.0
T8430 08 W 230 020 1.0 M 125 018 1.0 P 18 020 1.0 P 630 024 1.0 ® 45 014 08 ® 35 015 1.0
T9315 08 M 315 020 1.0 - - - 295 020 1.0 = = = - - - 60 015 10
T9325 08 M 280 020 1.0 M 165 0.18 1.0 ® 265 020 1.0 - - - 6 016 08 = = =
CNMG 120412E-SF 76310 12 W 190 025 15 W 135 023 15 M 150 025 15 ® 570 030 15 M 55 018 12 W 35 015 1.0
T7325 12 ® 220 025 15 W 170 023 15 = = = - - - m7 018 12 = = =
T8315 12 w1 200 025 15 M 120 023 1.5 M 190 025 15 P 600 030 1.5 ® 50 018 12 MW 40 015 1.0
T8430 12 W 210 025 15 M 115 023 15 E 175 025 15 B 585 030 1.5 ® 45 018 12 ® 35 015 1.0
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
— P M K N S H
Product % Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

132 _ 0,25 AL @

5° SM geometry with positive design for medium machining, and continuous to interrupted cuts.

CNMG 120404E-SM T6310 04 W 155 022 20 W 110 020 2.0 M 125 022 20 P 465 026 20 WM 45 020 1.6 » 30 0.15 1.0
T7325 04 P2 175 022 20 W 135 020 20 - - - - - - MW 5 020 16 - - -
T7335 04 » 170 022 20 W 130 020 20 - - - - - - MW 5 020 16 - - -
78330 04 W 155 022 20 W 90 020 2.0 W 145 022 20 P 465 026 20 » 35 020 1.6 » 30 0.15 1.0
T8430 04 M 170 022 20 W 90 020 2.0 P 135 022 20 P 465 026 20 » 35 020 1.6 » 25 0.15 1.0
T9315 04 M 245 020 20 - - - 230 020 20 - - - - - - B 45 015 10
T9325 04 W 210 022 20 W 125 020 2.0 P 195 022 20 - - - »m 45 020 16 - - -

CNMG 120408E-SM T6310 08 W 175 025 20 W 125 023 2.0 W 140 025 20 ® 525 030 20 W 50 020 1.6 » 35 0.15 1.0
T7325 08 # 200 025 2.0 W 155 023 20 - - - - - - MW 65 020 16 - - -
T7335 08 190 025 20 W 145 023 20 - - - - - - W60 020 16 - - -
T8330 08 W 175 025 20 W 105 023 2.0 WM 165 025 2.0 P 525 030 20 ® 40 020 16 ®» 35 0.15 1.0
T8430 08 W 195 025 2.0 W 105 023 2.0 P 160 025 2.0 P 540 030 20 ® 40 020 1.6 » 30 0.15 1.0
T9315 08 M 265 025 20 - - - 25 025 20 - - - - - - »m5 015 10
T9325 08 M 235 025 20 M 140 023 2.0 ® 220 025 20 - - - B 5 02 16 - - -

CNMG 120412E-SM T6310 12 W 175 030 20 W 125 027 2.0 W 140 030 2.0 P 525 036 20 W 50 024 16 » 35 0.15 1.0
T7325 12 2 195 030 2.0 W 150 027 20 - - - - - - MW 60 024 16 - - -
T7335 12 2 190 030 2.0 W 145 027 20 - - - - - - MW 60 024 16 - - -
T8330 12 M 175 030 20 M 105 027 2.0 M 165 030 2.0 P 525 036 20 ® 40 024 16 ® 35 0.15 1.0
T8430 12 W 190 030 2.0 W 105 027 2.0 P 155 030 2.0 P 525 036 20 ® 40 024 16 » 30 015 1.0
T9315 12 M 260 030 20 - - - 245 030 20 - - - - - - »m5 015 10
T9325 12 M 235 030 2.0 W 140 027 2.0 P 220 030 20 - - - »m 5 024 16 - - -

CNMG 160608E-SM T7325 08 #1185 026 3.0 M 140 023 3.0 - - - - - - W60 023 24 - - -
T7335 08 » 180 026 3.0 WM 140 023 3.0 - - - - - - W 5 023 24 - - -
T8330 08 M 165 026 3.0 W 95 023 3.0 M 155 026 3.0 P 495 031 30 ® 40 023 24 » 30 015 1.0
T8430 08 W 180 026 3.0 M 95 023 3.0 P 145 026 3.0 P 495 031 30 ® 35 023 24 » 30 015 1.0
T9325 08 M 225 026 3.0 W 135 023 3.0 P 210 026 3.0 - - - ?/ 5 023 24 = = =

CNMG 160612E-SM T6310 12 W 170 030 3.0 W 120 027 3.0 M 135 030 3.0 P 510 036 3.0 W 50 027 24 » 30 015 1.0
T7325 12 #2190 030 3.0 W 145 027 3.0 - - - - - - MW 60 027 24 - - -
T7335 12 # 180 030 3.0 W 140 027 3.0 - - - - - - W 5 027 24 - - -
T9315 12 W 250 030 3.0 - - - P 235 030 30 - - - - - - ®m5 015 10
T9325 12 W 225 030 3.0 W 135 027 3.0 ® 210 030 3.0 - - - »m 5 027 24 - - -

CNMG 190612E-SM T6310 12 W 165 030 40 W 115 027 40 M 130 030 40 P 495 036 40 WM 45 027 32 » 30 015 1.0
T7325 12 2 185 030 40 W 140 027 40 - - - - - - MW 60 027 32 - - -
17335 1.2 2 175 030 4.0 W 135 027 40 - - - - - - W 5 027 32 - - -
T9315 12 W 245 030 40 - - - ;230 030 40 - - - - - - »m 45 015 10
T9325 12 W 220 030 40 W 130 027 40 P 205 030 4.0 - - - ¢ 45 027 32 - - -

2 ' B
- D * \E
’ 15182 ER-SI geometry with positive right-handed design for fine-finish to semi-rough machining, and continuous cuts.

CNMG 120404ER-SI 17325 04 ®» 220 020 1.7 W 170 018 1.7 = = = - - - B 70 018 14 = = =
T7335 04 » 215 020 1.7 m 165 018 17 - - - - - - P65 018 14 - - -
78330 04 W 195 020 17 W 115 018 17 - - - »585 024 17 ®m 45 018 14 - - -
T8430 04 M 225 020 1.7 W 120 018 1.7 - - - P 615 024 17 ® 45 018 14 - - -
T9325 04 ®W 270 020 17 m 160 0.18 1.7 - - - - - - ®m 60 018 14 - - -

CNMG 120408ER-SI T7325 08 ® 215 035 1.7 W 165 032 17 - - - - - - P65 025 14 - - -
T7335 08 ® 205 035 17 W 155 032 17 - - - - - - »m65 025 14 - - -
T8315 08 ® 205 035 1.7 W 120 032 1.7 - - - P 615 042 17 ® 50 025 14 - - -
T8330 08 M 195 035 1.7 W 115 032 17 - - - ?m585 042 1.7 ¢ 45 025 14 - - -
T8430 08 W 210 035 1.7 m 115 032 17 - - - P 585 042 17 ®m 45 025 14 - - -
T9325 08 W 255 035 17 W 150 032 17 - - - - - - »m 5 025 14 - - -

CNMG 120412ER-SI T8430 1.2 W 225 035 1.7 W 120 032 17 - - - P 615 042 17 ® 45 025 14 - - -
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Product

p ‘§

CNMG 120404EL-SI

CNMG 120408EL-SI

CNMG 120412EL-SI
,—-"‘4-'3

o

_.W
\ Dy

CNMG 120408W-F

o

CNMG 120408W-M

(NMG 120412W-M

¢

C(NMG 120404W-MR

CNMG 120408W-MR

CNMG 120412W-MR

C(NMG 120404W-NM

DN

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
Ve f ap 7d f ap \7d f ap Ve f ap Ve f ap
[m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

RE
[mm]
15182
17325 0.4
17335 0.4
T8330 0.4
T8430 0.4
T9325 0.4
17325 0.8
17335 0.8
18315 0.8
T8330 0.8
T8430 0.8
T9325 0.8
T8430 1.2
1,16
0,71
23°
19°
T9315 0.8
T9325 0.8
0,3
01]1\5°
202
15315 0.8
T9315 0.8
T9325 0.8
15315 1.2
T9315 1.2
T9325 1.2

19°6°

T9315 04
T9325 04
15315 038
T9310 08
T9315 08
T9325 08
5315 1.2
T9310 1.2
T9315 12
T9325 12
0,19

17325
17335
19315
T9325

0.4
0.4
0.4
0.4

KN LN RN SN TN VN

11§

EL-SI geometry with positive left-handed design for fine-finish to semi-rough machining, and continuous cuts.

¥ 220 020 17 W 170 018 17 . = = = - - - m7 018 14
» 215 020 1.7 M 165 018 1.7 . = = = - - - |65 018 14
|19 020 1.7 m 15 018 17 . - - - ®m585 024 17 m 45 018 14
W 225 020 17 W 120 018 17 . - - - me6l5 024 1.7 m 45 018 14
W 270 020 17 MW 160 0.18 17 . = = = - - - 60 018 14
» 215 035 1.7 W 165 032 1.7 . = = = - - - |65 025 14
Z 205 035 17 W 15 032 17 . = = = - - - e 025 14
7 205 035 17 W 120 032 17 . - - - me6l5 042 1.7 m 50 025 14
H 19 03 17 ® 15 032 17 . - - - ;585 042 17 M 45 025 14
W 210 035 1.7 W 115 032 17 . - - - P58 042 1.7 ®m 45 025 14
W 255 035 17 W 150 032 17 . = = = - - - |5 025 14
W 225 035 17 W 120 032 17 . - - - mel5 042 1.7 @ 45 025 14

7
w \E
W-F wiper geometry for fine to finish machining with increased feed rates and improved surface finish.

| 215 045 08 = = = ! 200 045 08 = = = = = =
H 190 045 08 = = = u 180 045 0.8 = = = = = =

W ©

W-M wiper geometry for semi-rough to rough machining with increased feed rates and improved surface finish.

w230 045 15 - - - s 045 15 - - -
H 200 045 15 - - - P19 045 15 - - -
W 185 045 15 - - - #5045 15 - - - -
» 230 055 15 - - - E 25 055 15 - - -
W 200 055 15 - - - w10 05 15 - - - -
H 180 055 15 - - - #1170 055 15 - - o

W ©

W-MR wiper geometry for finish to rough machining with increased feed rates and improved surface finish.

200 030 15 - - - @003 15 - - - - - -
W 180 030 15 w105 027 15 @170 030 15 - - - - - -
P 230 045 15 - - - E x5 045 15 - - -
W25 045 15 - - - P20 045 15 - - - - - -
200 045 15 - - - @19 045 15 - - - - - -
W o185 045 15 W10 041 15 @175 045 15 - - - - - -
® 230 055 15 - - - #5055 15 - - -
W20 o055 15 - - - P15 055 15 - - - - - -
W 200 055 15 - - - Pl - - - N - - -
W 180 055 15 #1105 050 15 @170 055 15 - - - - - -

wi‘!rigﬂ_

W-NM wiper geometry for finish to rough machining with increased feed rates and improved surface finish.

7 195 020 21 ® 150 018 2.1 . = = = - - - B 60 016 17
7 190 020 21 ® 145 018 2.1 . = = - - - B 60 016 17
H 270 020 21 = = u 255 020 21 = = = = = =
W 240 020 21 P 140 0.18 2.1 u 225 020 21 - - - B 5 01 17

WN

H

ve f

[m/min]  [mm/rev]

ap

[mm]
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
- " P M N S H
roduc Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

cor EEAE @

W-NM wiper geometry for finish to rough machining with increased feed rates and improved surface finish.

C(NMG 120408W-NM 17325 08 215 025 21 ? 165 023 2.1 . - - - - - - P 65 020 1.7 - - -
17335 08 2 210 025 21 ? 160 023 2.1 . = = = = = - P 65 020 17 - - -
T9315 08 W 290 025 2.1 = = = ! 275 025 2.1 - - - - - - - - -
T9325 08 W 260 025 21 P 155 023 21 u 245 025 2.1 = = - 5 020 17 = = =
C(NMG 120412W-NM 17325 12 7 215 030 21 P 165 027 21 . - - - - - - P65 024 17 - - -
17335 1.2 » 210 030 2.1 m 160 027 2.1 . - - - - - - 65 024 17 - - -
T9315 1.2 W 285 030 21 = = = ! 270 030 2.1 - - - - - - - - -
T9325 1.2 W 255 030 21 150 0.27 21 u 240 030 2.1 = = - 5 024 17 = = =
2/PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm]
1204 12.700 5.16 12.90 4.76
1606 15.875 6.35 16.10 6.35 |
1906 19.050 7.94 19.30 6.35
2509 25.400 9.12 25.80 9.53 o
Y _A
ol L s,

- P M N s H
Product Ve f ap e f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min] ~ [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

0,35 % | S
DR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

CNMM 160612E-DR T9315 12 W25 045 60 - - - P20 045 60 - - - - - - - - -
T9325 12 M 200 045 60 W 120 041 60 P 19 045 60 - - - - = - - - -
T9335 12 M 170 045 60 W 100 041 60 || - - - - - - - - - - - -
CNMM 190608E-DR T9315 08 M 215 040 80 - — — PI200 040 80 - - - - - - - - -
T9325 08 M 190 040 80 W 110 036 80 P 180 040 80 - - - - - - - - -
CNMM 190612E-DR T9315 12 M 220 045 80 - - - Pl 205 045 80 - - - - = - - - -
T9325 12 M 195 045 80 W 115 041 80 P 185 045 80 - - - o= - - -
T9335 12 M 170 045 80 W 100 041 80 || - - - - - - - - - - -
CNMM 190616E-DR T9325 16 M 195 050 9.0 W 115 045 90 Pl 185 050 90 - - - - - - - - -
T9335 16 M 170 050 90 ® 100 045 90 || - - - - - - - - - - -
LN |
04 2007 b P
125 @
%3;0 HR geometry for rough to heavy-rough machining, and continuous to interrupted cuts.
CNMM 190616E-HR 6640 16 M 75 060 100 45 054 100 M 70 060 100 - - - - - - - - -
78345 16 M 55 060 100 ® 30 054 100 # 5 060 100 - - - - = - - - -
T9325 16 M 105 060 100 ® 60 054 100 # 9% 060 100 - - - o= - - -
T9335 16 M 80 060 100 45 054 100 - - - - - - - - - - -
CNMM 190624E-HR T8345 24 M 60 065 100 35 059 100 ® 55 065 100 - - - - - - - - -
T9315 24 M 115 065 100 - - - P05 065 100 - - - - = - - - -
T9325 24 M 100 065 100 ® 60 059 100 # 95 065 100 - - - - = = - - -
T9335 24 M 85 065 100®m 50 059 100 - - - - - - - - - - -
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Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
P M N
Ve f ap 7d f ap \7d f ap ve f
[m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]

Product il
[mm]
04,2 0,07
i
34°
CNMM 250924E-HR 6640 24
T8345 24
T9315 24
T9325 24
T9335 24
0,72
CNMM 190616-HR2 T9226 1.6
T9315 1.6
T9335 1.6
CNMM 190624-HR2 T9226 24
T9315 24
T9335 24
CNMM 250924-HR2 T9315 24
T9335 24
0,25
CNMM 120408E-NR 6640 0.8
17325 0.8
17335 0.8
18330 0.8
T8430 0.8
T9315 0.8
T9325 0.8
CNMM 120412E-NR 17325 1.2
17335 1.2
T8330 1.2
T8430 1.2
T9325 1.2
L.041
0.13
15
CNMM 120408E-NR2 17325 0.8
17335 0.8
T8330 0.8
T8430 0.8
T9315 0.8
T9325 0.8
CNMM 120412E-NR2 17335 1.2
T8330 1.2
T8430 1.2
T9315 1.2
T9325 1.2
CNMM 160608E-NR2 18330 0.8
T8430 0.8
T9325 0.8

% (P

HR geometry for rough to heavy-rough machining, and continuous to interrupted cuts.

75 0.65
55 0.65
110 0.65
100 0.65

80 0.65
LN

% \S

HR2 geometry for rough to heavy-rough machining, and continuous to interrupted cuts.

0.65
0.65

14.0
14.0

140 ®m 45 059 140 W 70
140 w1 30 059 140 1 50
1“0 - - - #1100 065 140
140 W 60 059 140 ¥ 95 065 140 - -
“owm 45 059 1400 - - - - -

00P 80 065 100 - -
- P00 065 100 - -
wofll - - - -
002 75 08 100 - -

w95 085 100 - -

ol - - - - -

- w9 08 120 - -

2wl - - - = =

85 0.65
110 0.65
80 0.65
80 0.85
100 0.85
75 085
100 0.85
75 085

100 @ 50 0.59
10.0 > o©
10.0 & 45 059
100 45 0.77
10.0 = =
100 & 45 0.77
12.0 = ©
120 ;m 45 077

L
@

NR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

W55 040 30 W 90 036 30 P 145 040 30 - -
¥ 175 040 30 W 135 036 30 | - - - - -
Y 165 040 30 M 125 036 30 | - - - 0=
W 155 040 30 M 9 036 30 P 145 040 30 - -
W 165 040 30 W 90 036 30 P 135 040 30 - -
W25 040 30 - - - pI200 040 30 - -
W 195 040 30 M 115 036 30 ) 185 040 30 - -
Y 185 040 30 M 140 036 30 || - - - - -
¥ 175 040 30 M 135 036 30 | - - - - -
W 165 040 30 W 95 036 30 Wl 155 040 30 - -
W 170 040 30 M 9 036 30 P 135 040 30 - -
W 205 040 30 M 120 036 30 # 19 040 30 - -

% P

NR2 geometry for semi-rough to rough machining, and continuous to interrupted cuts.

¥ 165 040 50 m 125 036 50 M - - - - -
¥ 155 040 50 M 120 036 50 || - - - - -
W 150 040 50 W 9 036 50 Pl 140 040 50 - -
W 150 040 50 W 80 036 50 Pl 125 040 50 - -
W 205 040 50 - - - P19 040 50 - -
W 185 040 50 M 110 036 50 P 175 040 50 - -
¥ 155 045 50 W 120 041 50 || - - - - -
W 150 045 50 M 90 041 50 P 140 045 50 - -
W 150 045 50 M 80 041 50 Pl 125 045 50 - -
W 205 045 50 - - - @19 045 50 - -
W 185 045 50 M 110 041 50 P 175 045 50 - -
W 145 040 60 W 85 036 60 P 135 040 60 - -
W 150 040 60 M 80 036 60 P 125 040 60 - -
W 180 040 60 M 105 036 60 P 170 040 60 - -

TN

ap

[mm]

NNNN

NNNNNN

NN NNNN

NN

vC

VN

S

f

[m/min]  [mm/rev]

55
50
35
35

40
60
55
40
35
45

50
50
35
30

40
50
35
30

40
35
30
40

0.28
0.28
0.28
0.28

0.28
0.28
0.28
0.28
0.28
0.28

0.28
0.28
0.28
0.28

0.28
0.32
0.32
0.32

0.32
0.32
0.32
0.32

ap

[mm]

24
24
24
24

24
24
24
2.4
24
24

4.0
4.0
4.0
4.0

4.0
4.0
4.0
4.0

4.0
48
48
48

WN

H

ve f

[m/min]  [mm/rev]

ap

[mm]

235



DN KN LN RN SN TN VN WN

44

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

— P M K N s H
Product % Ve f ap 7d f ap 7d f ap Ve f ap Ve f ap Ve f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
LN
_..041 (
0,13 t 3 P

15 NR2 geometry for semi-rough to rough machining, and continuous to interrupted cuts.

CNMM 160612E-NR2 T7325 12 » 165 045 60 M 125 041 6.0 - - - - - - 2 5 036 48 - - -
T7335 12 2 155 045 60 M 120 041 6.0 - - - - - - P 5 036 48 - - -
T8330 12 W 145 045 60 W 8 041 6.0 P 135 045 6.0 - - - »m 35 03 48 - - -
T8430 12 W 150 045 60 M 80 041 6.0 P 125 045 6.0 - - - » 30 03 48 - - -
T9315 12 M 205 045 6.0 - - - 1% 045 6.0 - - - - - - - - -
T9325 12 M 185 045 60 M 110 041 6.0 ® 175 045 6.0 - - - P 40 036 48 - - -
CNMM 160616E-NR2 T7325 16 ® 165 050 6.0 WM 125 045 6.0 - - - - - - »m 5 040 438 - - -
T7335 16 ® 160 050 6.0 M 120 045 6.0 - - - - - - »m 5 040 438 - - -
T9325 16 M 180 050 60 M 105 045 6.0 P 170 0.50 6.0 - - - 2 40 040 438 - - -
CNMM 190612E-NR2 T7325 12 2 155 045 9.0 W 120 041 90 - - - - - - B 5 036 72 = = =
T7335 12 w2 145 045 9.0 m 110 041 90 - - - - - - » 45 036 72 - - -
T8330 12 W 140 045 9.0 WM 80 041 9.0 P 130 045 9.0 - - - »m 35 036 72 - - -
T8430 12 W 140 045 9.0 W 75 041 9.0 ® 115 045 9.0 - - - 2 3 036 7.2 - - -
T9325 12 M 175 045 9.0 M 105 041 9.0 ® 165 045 9.0 - - - B 35 036 72 - - -
CNMM 190616E-NR2 T7325 16 ® 160 050 9.0 m 120 045 9.0 - - - - - - » 5 040 72 = = =
T7335 1.6 ® 150 050 9.0 W 115 045 9.0 - - - - - - ¢ 45 040 72 - - -
T8330 1.6 M 140 050 9.0 W 80 045 9.0 P 130 0.50 9.0 - - - w35 040 72 - - -
T8430 1.6 M 140 050 90 M 75 045 9.0 ® 115 050 9.0 - - - ¥ 3 040 72 - - -
T9315 16 M 195 050 9.0 - - - 185 050 9.0 - - - - - - - - -
T9325 16 M 175 050 9.0 W 105 045 9.0 P 165 0.50 9.0 - - - w35 040 72 - - -
CNMM 190624E-NR2 T7335 24 » 130 0.80 9.0 W 100 072 9.0 - - - - - - W 40 056 7.2 - - -
T9325 24 M 150 080 9.0 M 90 072 9.0 ® 140 0.80 9.0 - - - B 3 05 72 - - -
CNMM 250924E-NR2 T7325 24 w1 100 080 120 m 75 072 120 - - - - - - ®» 3 05 96 - - -
T7335 24 w1 95 080 120 m 70 072 120 - - - - - - » 30 05 96 - - -
T8430 24 W 80 080 120 W 45 072 120 P 65 080 12.0 - - - »m 15 05 96 - - -
T9315 24 M 110 080 120 - - - 100 080 120 - - - - - - - - -
T9325 24 W 100 0.80 120 m 60 0.72 12.0 ® 95 0380 12.0 - - - ®m 2 05 96 - - -
or7 034 AL @
LA
zo{j 0 NRM geometry with positive design for semi-rough to rough machining, and continuous to interrupted cuts.
CNMM 250924-NRM T7325 24 w2 95 070 100 W 70 0.63 10.0 - - - - - - W 3 049 80 - - -
T7335 24 w# 90 070 100 m 70 0.63 10.0 - - - - - - W 25 049 80 - - -
T9315 24 MW 115 070 10.0 - - - 105 070 10.0 - - - - - - - - -
Tores W8 \B
e OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.
CNMM 120408E-OR T8330 08 M 150 040 50 P 90 036 50 M 140 040 50 - - - B 35 028 40 - - -
T8430 08 W 150 040 50 P 80 036 50 P 125 040 50 - - - » 3 028 40 - - -
T9315 08 M 205 040 5.0 - - - 1% 040 5.0 - - - - - - - - -
T9325 08 M 185 040 50 P 110 036 50 P 175 040 50 - - - 2 40 028 40 - - -
T9335 08 M 160 040 50 P 95 036 50 - - - - - - B 35 028 40 - - -
CNMM 120412E-0R T9315 12 W 205 045 5.0 - - - ;1% 045 5.0 - - - - - - - - -
T9325 12 W 185 045 50 P 110 041 50 P 175 045 50 - - - 2 40 036 40 - - -
T9335 12 M 165 045 50 P 95 041 50 - - - - - - »m 35 036 40 - - -
CNMM 120416E-OR T9325 16 M 190 050 5.0 P 110 045 5.0 ® 180 0.50 5.0 - - - B 40 040 40 - - -
T9335 1.6 M 165 050 50 P 95 045 50 - - - - - - »m 35 040 40 - - -
CNMM 160608E-OR T9315 08 M 205 040 6.0 - - - 1% 040 6.0 - - - - - - - - -
T9325 08 M 180 040 6.0 P 105 036 6.0 P 170 040 6.0 - - - 2 40 032 438 - - -
T9335 08 M 160 040 60 P 95 036 6.0 - - - - - - B 35 032 48 - - -
CNMM 160612E-OR T8430 12 W 150 045 60 P 80 041 6.0 P 125 045 6.0 - - - » 3 03 48 - - -
T9315 12 M 205 045 6.0 - - - 1% 045 6.0 - - - - - - - - -
T9325 12 W 185 045 60 P 110 041 6.0 P 175 045 6.0 - - - 2 40 036 48 - - -
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Product

CNMM 160616E-OR

CNMM 190612E-OR

CNMM 190616E-OR

C(NMM 190624E-OR

CNMM 250924E-0R

CNMM 190616E-OR1

CNMM 2509245-923

DN

RE
[mm]

7 8 12 2o ?545
5 18°
T9315 1.6
T9325 1.6
T8330 1.2
T8430 1.2
T9315 1.2
T9325 1.2
T9335 1.2
T8330 1.6
T8345 1.6
T8430 1.6
T9315 1.6
T9325 1.6
T9335 1.6
T9315 24
T9325 24
T8330 24
T8430 24
T9315 24
T9325 24
T9335 24

-

T9325
T9335

-

18330
18430
T9335

KN LN RN SN TN

vC

VN

S

f

ap

WN

H

ve f

ap

<
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
P M N
Ve f ap 7d f ap \7d f ap ve f ap
[m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]

0,38

iz

1.6
1.6

24
JTos g
20° o
8°$

24
24
24

bl

OR geometry for semi-rough to rough machining, and continuous to interrupted cuts.

W 205 050 60 - - - 190 050 60 - - -
W 180 050 60 P 105 045 60 Pl 170 050 60 - - -
W 140 045 90 ® 80 041 90 M 130 045 90 - - -
W40 045 90 ®I 75 041 90 W 115 045 90 - - -
W19 045 90 - - - @85 045 90 - - -
W 175 045 90 W 105 041 90 Pl 165 045 90 - - -
W50 045 90 W 90 041 90 | - - - - = =
W 140 050 90 ® 80 045 00 M 130 050 90 - - -
W 120 050 90 ® 70 045 90 W1 110 050 90 - - -
W 140 050 90 W 75 045 90 P 115 050 90 - - -
1% 05 90 - - - P18 050 90 - - -
W 175 050 90 ®I 105 045 90 W) 165 050 90 - - -
W55 050 90 W 90 045 90 | - - - o0
W65 080 90 - - - P15 080 90 - - -
W 150 080 90 I 90 072 90 #1140 080 90 - - -
W75 100 120% 45 090 120 M 70 100 120 - - -
W75 100 120% 40 09 120 60 100 120 - - -
W00 100 20 - - - P95 100 120 - - -
W 95 100 120® 55 090 120 % 100 120 - - -
W75 100 120®m 45 090 1200 - - - - = =
Tl

% \S

OR1 geometry for semi-rough to heavy-rough machining, and continuous to interrupted cuts.

| 175 050 9.0 ® 105 045 9.0 u165 0.50 9.0 = = =
15 050 9.0 ®m 9 045 90.— = = = =

W @

NNNNN NN

NN

NN

[m/min]  [mm/rev]

40
35
30

35
30
35
30
30

35
30

30
15

20
15

35
30

Geometry 923 for semi-rough to heavy-rough machining, and continuous to heavy interrupted cuts.

H 75 08 120 W 45 077 120 u 70 085 120 = = =
H 75 08 120 ®m 40 077 120 u 60 0.85 12.0 = = =
W 75 085 120 W 45 077 120 . = = = = = =

0.40
0.36
0.36

0.36
0.36
0.40
0.40
0.40

0.40
0.40

0.56
0.70
0.70

0.70
0.70

0.35
0.35

0.60
0.60
0.60

[mm]

48
7.2
7.2

7.2
7.2
7.2
7.2
7.2

7.2
7.2

7.2
9.6
9.6

9.6
9.6

7.2
7.2

9.6
9.6
9.6

[m/min]  [mm/rev]

[mm]
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CNGA CER 2 PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm] Qg/
1204 12.700 5.16 12.90 4.76 : /
© 5 |
Y
o . L
Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.
M N S H
Prod RE
roduct Ve f ap 7d f ap 7d f ap 7d f ap Ve f ap 74 f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
Gl m
For machining with high speeds and continuous cuts.
CNGA 120404 702020 TC(100 04 . - - - - - - u590 0.10 2.0 - - - - - - - - -
(NGA120408T01020  TCl00 08 = - - - - - - mss0 020 20 - - - - = - - = -
(NGA120412T01020  TC100 12 = - - - - - - mEs005 20 - - - - = - - = -
O/PRAMET

g IC L S
[mm] [mm] [mm]
1204 12.700 12.90 4.76 .
1207 12.700 12.90 7.94 ]
S
A
®.

Suitability and starting values for cutting speed (vc), feed (f) and depth of cut (ap). Refer to our Machining Calculator app for further calculations.

i M N s H
Product
Ve f ap 74 f ap Ve f ap Ve f ap Ve f ap 74 f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
Cud ®
For machining with high speeds and continuous cuts.
(NGN 120408707020  Tcl00 08 & - - - - - - P50 020 20 - - - - - - - - -
(NGN 120708101020  TC100 08 = - - - - - - 55 02 20 = = = - - - - - -
(NGN 120712701020  Tc100 12 = - - - - - - B> 05 20 - - - _ - - -
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O PRAMET

CNGA CBN

Q IC D1 L S
[mm] [mm] [mm] Q/

[mm]

1204 12.700 5.16 12.90 4.76

IC
D1
L

M N S H
Prod RE
roduct Ve f ap 7d f ap \7d f ap Ve f ap 74 f ap 74 f ap
[mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm] [m/min]  [mm/rev]  [mm]
Cd®
For finish machining and continuous cuts.
(NGA 120404501020B  TB310 0.4 . = = = = = = u510 0.10 04 - - - ®m135 007 03 W 105 015 1.0
(NGA 120408501020B  TB310 038 . = = = = = = ! 530 015 06 - - - & 140 011 05 W 110 015 1.0
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