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M4

D/PRAMET

Q IC D1 L S .

[mm] [mm] [mm] [mm]
0702 6.350 2.80 7.80 2.38 _ Q/
0702-SF3 6.350 2.80 7.80 258 ! 7
113 9.525 4.40 11.60 3.97 / \\‘
1173-SF3 9.525 4.40 11.60 4.22 o | ) 5‘
Y ?\7%
[$))
v | 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 K N S H
Product % 74 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]
MW
[ W
AL geometry with highly positive design for fine-finish to rough machining, and continuous to slightly interrupted cuts.
DCGT 070202F-AL HF7 0.2 - - - - - - - - - m3%0 012 10 - - - - - -
T0315 02 - - - - - - - - -m50 012 10 - - - - = -
DCGT 070204F-AL HF7 0.4 - = = - = = - - - m %5024 10 - - - - - -
T0315 04 e = - - - m40 04 10 - - - =0
DCGT 117302F-AL HF7 02 - - - - - - - - -—muOMM15 - - - - - -
10315 02 - - - - - - - - - m45 01 15 - - - - - -
DCGT 11T304F-AL HF7 0.4 - = = - = = - - - E0 024 15 - = = - - -
T0315 04 e = - - - E30 04 15 - - - =0
DCGT 11T308F-AL HF7 08 - - - - - - - - - W 255 048 15 - - - - - -
T0315 038 - - - - - - - W 360 048 15 > = = = = =

o W B

i FF2 geometry with positive design for fine-finish to finish machining, and continuous to slightly interrupted cuts.

DCGT 11T302E-FF2 17325 02 P 190 005 08 - - _ - - _ - - o _ _
18330 02 M 165 005 038 - - - m 155 005 08 = = o - - = - - _
T8430 02 MW 225 005 038 - - - 185 005 08 = = = - - = - - _
T9325 02 M 280 005 038 - - - 265 005 08 = = = - - -~ _
11010 02 M 275 005 05 - - - - - - - - - - - _

mi@?lﬁ

NF1 geometry with positive design for fine-finish to medium machining, and continuous cuts.

DCGT 11T304E-NF1 T6310 04 W 145 010 0.8 W 100 0.09 08 - - — w435 012 08 W 40 007 06 P 25 015 1.0
T7325 04 ® 165 010 08 W 125 0.09 038 - - - - - — MW 5 007 06 - - -
DCGT 11T308E-NF1 T6310 08 W 155 014 08 W 110 0.13 038 - - — P 465 017 08 W 45 013 06 P 30 015 1.0
¥ 18 014 0.8 m 140 0.13 0.8 - - - - - - W 55 013 06 - - -
Tl
SF3 geometry with highly positive design for fine to finish machining, and continuous cuts.
DCGT 070201E-SF3 T6310 0.1 ® 160 0.05 05 M 115 005 0.5 P 125 0.05 0.5 M 480 006 05 M 45 004 04 ® 30 0.15 1.0
DCGT 070202E-SF3 Ho7 0.2 - - - ®» 9 005 08 P 150 0.05 08 W 485 006 08 M 45 0.04 06 - - -
T6310 02 » 165 0.05 08 W 115 0.05 0.8 P 130 0.05 08 M 495 0.06 08 M 45 004 06 ® 30 0.15 1.0
T8315 02 ® 175 005 08 W 105 0.05 0.8 P 165 0.05 0.8 M 525 006 08 ® 40 004 06 ® 35 0.15 1.0
DCGT 070204E-SF3 Ho7 0.4 - - - ®|m 75 009 08 120 0.10 0.8 M 390 012 08 M 35 0.07 06 - - -
T6310 04 » 145 0.0 0.8 W 100 0.09 08 P 115 0.10 0.8 M 435 072 08 W 40 007 06 ®» 25 0.15 1.0
T8315 04 ® 155 0.0 08 W 90 0.09 08 P 145 0.0 08 M 465 0.12 08 ® 35 007 06 ® 30 0.15 1.0
DCGT 11T301E-SF3 T6310 0.1 ® 160 0.05 05 W 115 0.05 0.5 P 125 0.05 0.5 MW 480 006 0.5 M 45 004 04 »m 30 0.15 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 N S H
Prod RE
roduct 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]
‘o]
& Fi] 2L \E
Py20
SF3 geometry with highly positive design for fine to finish machining, and continuous cuts.
DCGT 11T302E-SF3 Ho7 0.2 - - - m 9 005 08 u 150 0.05 0.8 M 485 006 08 M 45 004 06 - - -
T6310 0.2 ®™ 165 0.05 0.8 M 115 005 08 u 130 0.05 08 M 495 006 08 M 45 004 06 ® 30 015 1.0
DCGT 11T304E-SF3 Ho7 0.4 - - - m75 009 08 ! 120 0.10 0.8 M 390 0.12 08 M 35 007 06 - - -
T6310 04 ® 145 0.0 0.8 W 100 0.09 038 u 15 0.0 0.8 M 435 012 08 M 40 007 06 ®m 25 0.15 1.0
T8315 04 W™ 155 0.0 0.8 M 90 0.09 038 u 145 0.0 0.8 M 465 012 08 ® 35 007 06 ®m 30 015 1.0
DCGT 11T308E-SF3 Ho7 0.8 - - - m 9 009 08 u 145 0.0 0.8 M 455 012 08 M 45 008 06 - - -
T6310 08 ®™ 170 0.0 0.8 W 120 0.09 08 ! 135 0.10 08 W 510 012 08 W 50 008 06 »m 30 0.15 1.0
T8315 08 ® 180 0.0 0.8 W 105 0.09 038 u 170 0.10 0.8 M 540 0.12 08 ® 45 008 06 ®» 35 0.15 1.0
-
= 31 E
A
% ER-SI geometry with positive right-handed design for fine-finish machining, and continuous cuts.
DCGT 11T304ER-SI 78330 04 W 170 0.2 0.8 W 100 0.11 08 ! 160 0.12 0.8 - - - m 40 010 06 - - -
T8430 04 W 205 0.2 08 W 110 011 08 u 170 0.12 038 - - - m 45 010 06 - - -
DCGT 11T308ER-SI T8330 0.3 W 170 022 1.0 W 100 020 1.0 u 160 0.22 1.0 - - - m 40 018 08 - - -
T8430 0.8 W 190 022 1.0 W 105 020 1.0 u 155 022 1.0 - - - m 40 018 08 - - -
¥
2 il -
20°
EL-SI geometry with positive left-handed design for fine-finish machining, and continuous cuts.
DCGT 11T304EL-SI 78330 04 W 170 0.2 0.8 M 100 0.11 08 u 160 0.12 0.8 - - - m 4 010 06 - - -
T8430 04 W 205 0.2 08 W 110 011 08 ! 170 0.12 038 - - - m 45 010 06 - - -
DCGT 11T308EL-SI T8430 0.8 W 190 022 1.0 W 105 020 1.0 u 155 022 1.0 - - - m 40 018 08 - - -
2/PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm] Qg/
0702 6.350 2.80 7.80 2.38 \ /
113 9.525 4.40 11.60 3.97 1 - 337
N A

1504 12.700 5.50 15.50 4.76

IC

X

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

S P M N s H
Product % ve f ap ve f ap ve 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]
087 _40° il:]} ';ij f E
1500[ : FF geometry with positive design for fine-finish to finish machining, and continuous to slightly interrupted cuts.
DCMT 11T302E-FF T8315 02 ® 160 010 08 ® 95 0.09 0.8 . = = = = = = = = = > = =

78330 02 MW 150 0.0 08 ® 90 0.09 08 .
T8430 02 W 18 010 08 P 100 0.09 08 .
T9315 02 W 255 0.10 08 = = 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 N S H
Prod RE
roduct 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]
087 40 il;]} 'Fij { E
1006 [ : FF geometry with positive design for fine-finish to finish machining, and continuous to slightly interrupted cuts.
DCMT 11T304E-FF T8315 04 W™ 160 012 08 P 95 0.11 08 . - - - - - - - - - - - -
T8330 04 W 150 0.2 08 P 90 0.11 08 . - - - - - - - - - - - -
T8430 04 W 185 0.2 08 P 100 0.11 08 . - - - - - - - - - - - -
T9315 04 W 255 0.2 038 - - - . - - - - - - - - - - - -
DCMT 11T308E-FF T8315 08 ® 180 0.5 0.8 P 105 0.14 08 . - - - - - - - - - - - -
T8330 0.8 W 170 0.15 0.8 P 100 0.14 08 . - - - - - - - - - - - -
T8430 0.8 W 200 0.5 08 P 110 0.14 08 . - - - - - - - - - - - -
T9315 08 W 270 015 038 - - - . - - - - - - - - - - - -

n . FUFF] (B

7
i % FF2 geometry with positive design for fine-finish to finish machining, and continuous to slightly interrupted cuts.

DCMT 070202E-FF2 7325 02 w19 005 08 - - - - - - - - - - - - -
8330 02 M 165 005 08 - - - W15 005 08 - - - - - - - - -
T8430 02 M 225 005 08 - - - K185 005 08 - - - - - - - - -
T9325 02 M 280 005 08 - - - PI265 005 08 - - - - - - - -
010 02 M 275 005 05 - - - Bl - - - - - -B- - - - - -
DCMT 070204E-FF2 17325 04 ® 160 0.12 08 - - -B- - - - - - - - - - -
8330 04 MW 135 012 08 - - - W15 012 08 - - - - = - - - -
T8430 04 W70 012 08 - - - K115 012 08 - - - - - - - -
T9315 04 M 230 012 08 - - - P25 012 08 - - - - - - - - -
T9325 04 M 205 012 08 - - - P19 012 08 - - - - - - - - -
DCMT 070208E-FF2 7325 08 W70 017 08 - - - o - - - - - - - = - - -
T8330 08 M50 017 08 - - - M40 017 08 - - - - - - - -
T8430 08 M 175 017 08 - - - P 140 017 08 - - - - - - - - -
T9315 08 M 235 017 08 - - - ®20 017 08 - - - - - - - - -
T9325 08 M 215 017 08 - - - K200 017 08 - - - - = - - - -
DCMT 11T304E-FF2 7325 04 W 160 012 08 - - - o - - - - - - - = -
T8330 04 M 135 012 08 - - - W15 012 08 - - - - - - - - -
T8430 04 MW 170 012 08 - - - B35 012 08 - - - - - - - - -
T9315 04 M 230 012 08 - - - ®215 012 08 - - - - - - - - -
T9325 04 M205 012 08 - - - P19 012 08 - - - - - - S
T935 04 M5 012 08 - - - B - - - - - -B- - - - - -
010 04 M 280 006 05 - - - o - - - - - - - - - - - -
DCMT 11T308E-FF2 7325 08 W70 017 08 - - - o - - - - - - - - - - -
T8330 08 M 150 017 08 - - - M40 017 08 - - - - - - S
T8430 08 M 175 017 08 - - - PI140 017 08 - - - - - - - - -
T9315 08 M 235 017 08 - - - K20 017 08 - - - - - - - - -
T9325 08 M 215 017 08 - - - P20 017 08 - - - - - - - - -
010 08 M 280 010 08 - - - o - - - - - - - - - - - =

0 E

15°Ja>_/
FM geometry for finish to semi-rough machining, and continuous to slightly interrupted cuts.

DCMT 070202E-FM 7325 02 ® 175 010 08 m 135 009 08 B - - - - - - - - = - -
8315 02 ® 160 0.0 0.8 M 95 009 08 P 150 0.10 08 P 480 0.12 08 - - - - - -
78330 02 M 150 010 08 WM 9 009 08 Pl 140 010 08 ¥ 450 0.12 08 - - - - - -
T8430 02 M 185 010 0.8 M 100 009 08 P 150 0.10 08 P 510 012 08 - - - - -
79315 02 M 255 010 038 - - - 7l 20 010 08 - - - - - - - -
T9325 02 M 230 010 08 M 135 009 08 P 215 0.10 038 - - - - - - - -
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Product

DCMT 070204E-FM

DCMT 11T302E-FM

DCMT 11T304E-FM

DCMT 11T308E-FM

DCMT 11T312E-FM

DCMT 070204E-FM2

DCMT 11T304E-FM2

7

17325
17335
T8315
T8330
T8430
T9315
T9325
17325
18315
18330
T8430
T9315
T9325
17325
17335
18315
18330
T8430
T9310
T9315
T9325
17325
17335
T8315
T8330
T8430
T9310
T9315
T9325
T8330
18430
T9315
T9325

0,75

16310
17325
18330
T8430
19315
T9325
16310
17325
18330
T8430
T9315
T9325
T9335

EC

EP

RC

SC

44

SP

TC

TP

VB

VC

wc

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]

0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.2
0.2
0.2
0.2
0.2
0.2
0.4
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
0.8
1.2
1.2
1.2
1.2

0.1
18°

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

v

P

f

ap

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

0 E

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

155
155
160
150
185
255
190
175
160
150
185
255
230
155
155
160
135
155
285
255
190
185
180
170
165
190
285
260
235
150
175
235
210

HEEEE N EEEE N NNEEEEENNNEEEENNEEEE YNN

0.17
0.17
0.12
0.12
0.12
0.12
0.18
0.10
0.10
0.10
0.10
0.10
0.10
0.17
0.17
0.12
0.17
0.17
0.12
0.12
0.18
0.17
0.17
0.17
0.17
0.17
0.17
0.17
0.17
0.22
0.22
0.22
0.22

U 8

FM2 geometry for finish to medium machining, and continuous to interrupted cuts.

135
160
135
170
230
205
135
160
135
170
230
205
175

EEEEENEEEEENE

0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2

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

NNNNN NNNN

NN

vC

120
120
95
90
100

110
135
95
90
100

135
120
120
95
80
85

110
140
140
100
95
105

140
90
95

125

120
80
90

120
105

M

f

[m/min]  [mm/rev]

0.15
0.15
0.11
0.11
0.11
0.16
0.09
0.09
0.09
0.09
0.09
0.15
0.15
0.11
0.15
0.15

0.16
0.15
0.15
0.15
0.15
0.15

0.15
0.22
0.22

0.22

0.11
0.11
0.1
0.11
0.11
0.1
0.11
0.11
0.11
0.11
0.11

ap

[mm]

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

0.8
0.8
0.8
0.8
0.8
0.8

0.8
1.2
1.2

1.2

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8

NNNNN NNNNN

NN NN NNN

NN N NN NN~

ENNNE

NNNE

Ve

150
140
150
240
180

150
140
150
240
215

150
125
130
270
240
180

160
155
155
270
245
220
140
140
220
195

105
125
135
215
190
105
125
135
215
190

K

f

[m/min] ~ [mm/rev]

0.12
0.12
0.12
0.12
0.18

0.10
0.10
0.10
0.10
0.10

0.12
0.17
0.17
0.12
0.12
0.18

0.17
0.17
0.17
0.17
0.17
0.17
0.22
0.22
0.22
0.22

0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12
0.12

ap

[mm]

0.8
0.8
0.8
0.8
0.8

0.8
0.8
0.8
0.8
0.8

0.8
0.8
0.8
0.8
0.8
0.8

0.8
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2

0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8

Ve

[m/min] ~ [mm/rev]

480
450
510

480
450
510

f

ap

[mm]

S

e f

[m/min]  [mm/rev]

ap

[mm]

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]

A

18" EM2 geometry for finish to medium machining, and continuous to interrupted cuts.

DCMT 11T308E-FM2 T6310 08 W 150 0.17 08 P 105 0.5 08 M 120 0.17 08 - - - - - - - - -
17325 08 ® 170 0.17 0.8 P 130 0.15 0.8 - - - - - - - - - - - -
T8330 08 W 150 017 08 P 90 0.15 0.8 M 140 0.17 038 - - - - - - - - -
T8430 08 W 175 017 08 P 95 015 08 P 140 0.17 08 - - - - - - - - -
T9315 08 M 235 0.17 08 - - - 220 017 08 - - - - - - - - -
T9325 08 M 215 017 08 P 125 015 0.8 | 200 0.17 0.8 - - - - - - - - -
T9335 08 W 180 0.17 08 P 105 0.15 0.8 - - - - - - - - - - - -

DCMT 11T312E-FM2 T8430 12 W 155 022 12 ® 8 020 12 ® 130 022 1.2 - - - - - - - - -
T9325 12 W 190 022 12 P 110 020 1.2 P 180 022 1.2 - - - - - - - - -

DCMT 150408E-FM2 T9315 08 M 205 020 15 - - - P19 020 15 - - - - - - - - -
T9325 08 W 185 020 15 P 110 018 1.5 P 175 020 15 - - - - - - - - -
T9335 08 M 160 020 15 P 95 018 15 - - - - - - = = = = = =

ﬁ 01 R15 51’? @

/ -Ev RF geometry for semi-rough to rough machining, and continuous to interrupted cuts.

DCMT 11T304E-RF 15315 04 ® 175 020 08 - - - [m165 020 08 - - - - - - »m 3 015 10
17335 04 ® 115 020 08 ® 8 018 038 - - - - - - - - - - - -
T9325 04 W 150 020 08 P 90 0.8 0.8 P 140 020 0.8 - - - - - - - - -

DCMT 11T308E-RF T5315 08 1 205 020 038 - - - m19% 020 08 - - - - - - »m 40 015 10
17335 08 ® 140 020 08 P 105 0.18 038 - - - - - - - - - - -
T9325 08 W 175 020 08 P 105 0.18 0.8 P 165 0.20 0.8 - - - - - - - - -

0,27§ ﬂ' AL g

o8 RM geometry for semi-rough to rough machining, and continuous to interrupted cuts.

DCMT 11T304E-RM T5305 04 w1 225 027 08 - - - m 210 027 08 = = = - - - ;4 015 10
15315 04 ® 205 027 08 - - - & 19 027 08 = = = - - - 4 015 10
T7335 04 ® 135 027 08 MW 105 024 08 = = = - - - P 4 019 06 = = =
T8330 04 W 125 027 08 M 75 024 08 M 115 027 038 - - - ® 3 019 06 m 25 015 1.0
T8430 04 W 135 027 08 M 75 024 08 ® 110 027 038 - - - ®m 25 019 06 mm 20 015 1.0
T9315 04 W 185 027 08 - - - |15 027 08 = = = - - - m35 015 10
T9325 04 MW 165 027 08 M 95 024 08 ® 15 027 08 - - - m 3 019 06 = = =
DCMT 11T308E-RM T5305 08 P 270 027 08 - - - 255 027 08 = = = - - - |5 015 10
T5315 08 P 240 027 08 - - - W25 027 08 = = = - - - 4 015 10
T7335 08 ® 165 027 08 M 125 024 038 = = = - - - 5 019 06 = = =
78330 08 W 150 027 08 M 90 024 08 M 140 027 08 - - - ®m 3 019 06 & 30 015 1.0
T8430 08 M 165 027 08 M 90 024 08 P 135 027 038 - - - ® 3 019 06 & 25 015 1.0
T9315 08 M 220 027 08 - - - 25 027 08 = = = - - - 4 015 10
T9325 08 W 200 027 08 MW 120 024 08 ® 190 027 08 - - - 45 019 06 = = =
DCMT 11T312E-RM 17335 12 ® 165 027 12 W 125 024 1.2 = = = - - - ®B 5 019 12 = = =
T8330 12 W 150 027 12 W 90 024 12 W 140 027 12 - - - ® 3 019 12, 30 015 1.0
T8430 12 W 170 027 12 M 90 024 12 P 135 027 12 - - - ®m 3 019 12 m 25 015 1.0
T9315 12 W 225 027 12 - - - P®210 027 12 = = = - - - 4 015 10
T9325 12 W 200 027 12 M 120 024 12 ® 190 027 12 - - - B4 019 12 = = =
DCMT 150408E-RM T8330 08 M 135 027 19 M 8 024 19 M 125 027 19 - - - ® 3 02 15 m 25 015 10
T8430 08 W 150 027 19 M 80 024 19 ® 125 027 19 - - - ® 3 02 15 m 25 015 1.0
T9315 08 M 200 027 19 - - - P19 027 19 = = = - - - 4 015 10
T9325 08 W 180 027 19 M 105 024 19 ® 170 027 19 - - - B 4 022 15 = = =
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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]

1t E

1,0
L 30 UR geometry for fine to finish machining, and continuous to slightly interrupted cuts.
DCMT 070202E-UR 17325 02 P 150 010 08 ® 115 0.09 0.8 - = = = = = = = = - - -
T8315 02 ® 135 070 08 P 8 0.09 08 M 125 0.10 0.8 - - - - - - - - -
T8330 02 W 130 070 08 P 75 0.09 08 M 120 0.10 0.8 - - - - - - - - -
T8430 02 M 155 010 08 ® 8 0.09 08 P 130 0.10 0.8 - - - - - - - - -
T9315 02 M 220 010 08 - - - P25 010 08 - - - - - - - - -
T9325 02 W 200 0.0 08 P 120 0.09 0.8 ® 190 0.10 0.8 - - - - - - - - -
DCMT 070204E-UR 17325 04 w135 017 08 ® 105 0.15 038 - = = = = = = = o = = =
18315 04 ® 135 012 08 ® 8 0.11 08 M 125 0.12 0.8 - - - - - - - - -
T8330 04 M 130 012 08 ®m 75 0.11 0.8 M 120 0.12 0.8 - - - - - - - - -
T8430 04 M 155 012 08 ®m 8 011 08 ® 130 0.12 0.8 - - - - - - - - -
T9315 04 M 220 012 08 - - - P25 012 08 - - - - - - - - -
T9325 04 M 165 018 08 ® 95 0.16 0.8 P 155 0.18 0.8 - - - - - - - - -
11310 04 H 210 012 08 P 125 0.11 0.8 - - = - - - = = o = = =
DCMT 11T302E-UR 17325 02 ® 150 010 08 P 115 0.09 08 = = = = = o = = o = = =
T8330 02 W 130 070 08 P 75 0.09 08 M 120 0.10 0.8 - - - - - - - - -
T8430 02 M 155 010 08 m 8 0.09 08 P 130 0.10 0.8 - - - - - - - - -
T9315 02 M 220 010 08 - - - P25 010 08 - - - - - - - - -
T9325 02 W 200 0.0 08 P 120 0.09 0.8 ® 190 0.10 0.8 - - - - - - - - -
T1310 02 W 210 010 0.8 P 125 0.09 08 - - - - - - - - - - = =
DCMT 11T304E-UR 15315 04 ® 220 012 08 - - — [ 205 012 08 - - - - - - - - -
17325 04 2 135 0.17 08 2 105 0.15 0.8 - - - - - - - = = = = =
17335 04 2 130 017 0.8 P 100 0.15 0.8 - - - - - - - - - = = =
T8315 04 ® 135 012 08 P 8 011 0.8 M 125 0.12 0.8 - - - - - - - - -
18330 04 M 130 012 08 ® 75 0.11 0.8 M 120 0.12 0.8 - - - - - - - - -
T8430 04 M 155 012 08 ® 8 0.11 08 P 130 0.12 0.8 - - - - - - - - -
T9315 04 M 220 012 08 = = - 7 205 0.12 0.8 = = - - - - - - -
T9325 04 M 165 018 08 ®m 95 0.6 0.8 P 155 0.18 0.8 - - - - - - - - -
T1310 04 MW 210 012 08 P2 125 011 08 - - - - - - - — — — = =
DCMT 11T308E-UR 15315 08 ® 230 0.17 0.8 - - - 215 017 08 - - - - - - - - =
17325 08 ® 160 0.17 0.8 2 120 0.15 0.8 - - - - - - - = = = = =
17335 08 ® 155 017 08 P2 120 0.15 0.8 - - - - - - - - - = = =
18315 08 ® 145 017 08 ® 8 0.15 0.8 M 135 0.17 0.8 - - - - - - - - -
T8330 08 M 140 017 08 P 8 0.15 0.8 M 130 0.17 0.8 - - - - - - - - -
T8430 08 M 165 017 08 ® 90 0.15 0.8 P 135 0.17 0.8 - - - - - = - - -
T9315 08 MW 225 017 0.8 - - - 7210 017 08 - - - - - - - - -
T9325 08 W 200 017 08 P 120 0.15 0.8 P 190 0.17 0.8 - - - - - - - - -
11310 08 W 225 017 08 2 135 0.15 08 - - - - - - - = = = = =
DCMT 11T312E-UR T9315 1.2 W 205 022 12 - - - P19 022 12 - - - - - = - - -
T9325 1.2 W 180 022 1.2 P 105 020 1.2 P 170 022 1.2 = - - - - - - - -
0,08 7a @

A e
/ (/ 12 W-FM wiper geometry for fine to finish machining with increased feed rates and improved surface finish.

DCMX 11T304W-FM T7325 04 ® 130 030 08 W 100 027 08 = = = - - - - - - - - -
18330 04 M 115 030 08 M 65 027 08 M 105 030 038 = = = - - - o
T8430 04 M 130 030 08 W 70 027 08 ® 105 030 0.8 = = = - - = -
T9315 04 M 170 030 08 - - - 160 030 08 = = = - - = -
T9325 04 M 155 030 08 WM 90 027 08 P 145 030 0.8 = = = - - = - - -
DCMX 11T308W-FM T7325 08 P 140 040 1.0 M 105 036 1.0 = = = - - - - - - - - _
T8430 08 M 130 040 10 W 70 036 1.0 ® 105 040 1.0 = = = - - = -
T9315 08 M 175 040 1.0 - - - 165 040 1.0 = = = - - = -
79325 08 M 160 040 10 M 95 036 1.0 ® 150 040 1.0 = = = - - = - - -
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<
2/PRAMET
Q IC D1 L S
[mm] [mm] [mm] [mm] Qg/
0702 6.350 2.80 7.80 238 B
113 9.525 440 11.60 3.97 A
© a)
) R~
& 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.
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]
=4 E
For fine-finish to semi-rough machining, and continuous to slightly interrupted cuts.
DCMW 070202 75305 02 | - - - - - - W20 008 08 - - - - - - B4 015 10
T6310 02 - - - - - - m s 008 08 - - - - - - ®m20 015 10
DCMW 070204 T5305 0.4 . = = = = = = . 195 0.10 0.8 = = = - - - P 40 015 10
315 04 - - - - - — m15 010 08 - - - - - - ®m35 015 10
T6310 04 = - - - - - - ms 010 08 - - - - - - ®m20 015 10
DCMW 117304 15305 04 . - - - - - - .190 010 1.2 - - - - - - »m 4 015 10
315 04 | - - - - - -Bwes o0 12 - - - - - - w35 015 10
T6310 04 - - - - - - ms 010 12 - - - - - - w20 015 10
DCMW 117308 75305 0.8 . - = = - = = . 185 0.18 1.2 - - = - - - Pm 3 015 10
75315 08 - - - - - - mwo 018 12 - - - - - - m3 015 10
T6310 08 - - - - - - ms o018 12 - - - - - - w20 015 10
OPRAMET
DCGW CBN
g IC D1 L S
[mm] [mm] [mm] [mm] Qg/
Nt 9.525 4.50 11.60 3.97 I
e a
Y IS
%)
Sy 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.
Product
Ve f ap 74 f ap Ve 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]
- Cud ®
/
For finish machining.
DCGW 1173045010208  TB310 04 | - - - - - - P30 010 04 - - - w95 007 03 W 75 015 10
DCGW 11T308501020B  TB310 0.8 . = = = = = = ! 380 0.15 06 - - - & 10 011 05 m 8 015 1.0
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44
DCMW PCD IPRAMET
Q Ic D1 L S
[mm] [mm] [mm] [mm]
113 9.525 440 11.60 397 .
i
o
y
3, 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
Product
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]
(Hsc ‘
For finish machining, high speeds and stable cutting conditions.
DCMW 11T304FN PD1 04 | - - - - - - - - -mso02 05 - - - - - -
DCMW 11T308FN PD1 08 | - - - - - -l - - -m0012 10 - - - - - -
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