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D/PRAMET

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

<
1604 9.525 381 16.60 476 o
Y
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 % 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]

~
o

[ =7 FF geometry with highly positive design for fine-finish machining and continuous to slightly interrupted cuts.

?iﬂ tr‘)\’jk 20 (§

VNMG 160404E-FF 17325 04 P 165 012 1.0 M 125 011 10 = = = = = = - - - - - -
T8315 04 ® 150 072 1.0 W 9 011 1.0 P 140 012 1.0 = = = = = = =
T8330 04 W 140 012 1.0 m 80 011 1.0 ® 130 012 1.0 = = = = = = =
T8430 04 W 175 012 1.0 W 95 011 1.0 ® 140 012 1.0 = = = = = = =

5 BE

107 20°
S geometry with positive design for finish to semi-rough machining and continuous to slightly interrupted cuts.

VNMG 160404E-FM 17325 04 ® 140 020 12 ® 105 018 1.2 = = = - - - ®m 45 020 10 = = =
78330 04 M 120 020 12 » 70 018 12 M 110 020 1.2 - - - »Z 3 014 10 - - -
T8430 04 W 135 020 12 ®m 75 018 12 ® 110 020 1.2 - - - »Zm2 014 10 - - -
T9310 04 W 210 020 12 - - - P19 020 12 - - - - - - - - -
T9315 04 M 190 020 1.2 - - - ® 18 020 1.2 = = = = = = = = =
T9325 04 MW 170 020 1.2 ® 100 018 1.2 1 160 020 1.2 - - - »m 35 020 10 - - -

VNMG 160408E-FM 17325 08 ® 160 020 1.4 2 120 0.18 1.4 = = = - - - ?m5 016 11 = = =
T8330 08 M 145 020 14 P 8 018 1.4 M 135 020 14 - - - ® 3 016 11 - - -
T8430 08 W 165 020 14 w 90 018 14 ® 135 020 14 - - - m3 016 11 = = =
T9310 08 W 245 020 14 - - - # 23 020 14 - - = - - = - - -
T9315 08 W 220 020 14 - - - P25 020 14 - - - - - - - - -
T9325 08 W 200 020 14 P 120 0.8 1.4 ® 190 020 1.4 - - - ® 45 016 11 - - -

VNMG 160412E-FM 17325 12 ® 165 022 14 ®m 125 020 14 = = = - - - m5 018 11 = = =
T8330 12 W 150 022 14 w 90 020 14 M 140 022 14 - - - m 3 018 11 = = =
T8430 12 M 165 022 14 ® 90 020 14 ® 135 022 14 - - - m 3 018 11 - - -
T9315 1.2 W 225 022 14 - - - P20 022 14 = = = = = = = = =
T9325 12 W 200 022 14 w120 020 14 ® 190 022 14 - - - m 45 018 11 = = =

=-_m .

ot ek P
10" go M geometry for finish to semi-rough machining and continuous to interrupted cuts.

VNMG 160404E-M 15315 04 ® 180 020 1.2 - - - m170 020 12 - - - - - - »m3 015 10
T9315 04 W 170 020 1.2 - - - ® 160 020 1.2 = = = - - - ®m3 015 10
T9325 04 W 155 020 1.2 - - - P45 020 12 - - = - - = - - -
T9335 04 W 130 020 1.2 - - - - - - - - - - - - - - -

VNMG 160408E-M T5305 08 #1205 030 14 - - - m1% 03 14 - - - - - - »m 40 015 10
T5315 08 ® 185 030 14 - - - m 175 030 14 = = = - - - ®m3 015 10
T9310 08 W 185 030 14 - - - ®m175 030 14 - - = - - - ®m3 015 10
T9315 08 W 170 030 14 - - - P60 030 14 - - - - - - »m3 015 10
T9325 08 W 150 030 14 - - - ;140 030 14 - - - - - - - - -
T9335 08 W 130 030 14 = = = = = = = = = = = = = = =

VNMG 160412E-M T9325 12 W 140 040 14 - - - #1130 o040 14 - - - - - - - - -
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Product

VNMG 160404E-NF

VNMG 160408E-NF

VNMG 160404E-NM

VNMG 160408E-NM

VNMG 160404E-NMR

VNMG 160408E-NMR

VNMG 160412E-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]

T6310 0.4
17325 0.4
17335 0.4
T8315 0.4
T8330 0.4
T8430 0.4
T9315 0.4
T9325 0.4
T6310 0.8
17325 0.8
17335 0.8
T8315 0.8
T8330 0.8
T8430 0.8
T9315 0.8
T9325 0.8
30, 0,25

17325
17335
18315
T8330
18430
T9325
17325
17335
18315
T8330
T8430
T9325

.

10°

17325
17335
T9325
17325
17335
T8430
T9315
T9325
17325
T8330
18430
T9325

0.4
0.4
0.4
0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
0.8

0,31

0.4
0.4
0.4
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2

v

P

f

ap

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

vC

[m/min]  [mm/rev]

M

f

ap

[mm]

Ve

[m/min] ~ [mm/rev]
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f

ap ve

f

ap

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

vC

S

f

[m/min]  [mm/rev]

NF geometry with highly positive design for fine-finish to medium machining, and continuous cuts.
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140
140
140
150
140
175
235
180
145
165
160
160
150
175
240
210

0.12
0.18
0.18
0.12
0.12
0.12
0.12
0.18
0.17
0.18
0.18
0.17
0.17
0.17
0.17
0.18

1.2
1.2
1.2
1.2
1.2
1.2
1.2
1.2
14
14
14
14
14
14
1.4
14 A
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NM geometry with highly positive design for fine-finish, medium

HEEHENNNEEENNN

145
140
135
125
145
180
160
155
145
140
155
190

0.20
0.20
0.20
0.20
0.20
0.20
0.25
0.25
0.25
0.25
0.25
0.25

1.2
1.2
1.2
1.2
1.2
1.2
14
14
14
14
14
14

M ®

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

EEENEEENNENN

125
120
155
130
125
125
170
150
140
120
130
160

0.20
0.20
0.20
0.30
0.30
0.30
0.30
0.30
0.30
0.30
0.30
0.30

1.2
1.2
1.2
14
14
1.4
1.4
14 A
14 W
14 W
14 |
14 A

100
105
105
90
80
95
105
100
125
120
95
90
95

125

110
105
80
75
80
105
120
120
85
80
85
110

95
90
90
100
95
65
90
105
70
70
95

0.11
0.16
0.16
0.11
0.11
0.1
0.16
0.15
0.16
0.16
0.15
0.15
0.15

0.16

0.18
0.18
0.18
0.18
0.18
0.18
0.23
0.23
0.23
0.23
0.23
0.23

0.18
0.18
0.18
0.27
0.27
0.27
0.27
0.27
0.27
0.27
0.27

12 7 110 0.12
1.2 = =
1.2 = =
12 7 140 0.12
12 7 130 0.12
12 P 140 0.2
- 7 220 0.12
12 7 170 0.18
14 @ 115 0.17
1.4 = =
14 = =
14 7 150 0.17
14 7 140 0.17
14 P 140 0.7
- 225 0.17
14 7 195 0.18

1.2
1.2
1.2
1.2
1.2
1.2
14
14
1.4
14
14
14

1.2
1.2
1.2
14
14
14
14
14
14
1.4
14

12 B 420

12 ® 450
12 B 420
12 » 480
1.2 =
1.2 =
14 | 435

14 » 480
14 & 450
14 » 480
1.4 =
14 =

0.14

1.2

NNNNNN

NNNNNNN

N

40
45
45
35
35
35

40
40
50
50
40
35
35

45

0.11
0.16
0.16
0.11
0.11
0.1

0.16
0.14
0.16
0.16
0.14
0.14
0.14

0.16

and rough machining, with continuous cuts.

405
375

NN

I
N

420

0.24
0.24
0.24

0.30
0.30
0.30

1.2
1.2
1.2

1.4
14
14
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45
45
30
30
30
40
50
50
35
35
30
40

40
35
30
40
40
25

30
45
30
25
35

0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20
0.20

0.18
0.18
0.18
0.24
0.24
0.24

0.24
0.24
0.24
0.24
0.24

ap

[mm]

1.0
1.0
1.0
1.0
1.0
1.0

1.0
1.1
1.1
1.1
1.1
1.1
1.1

1.1

1.0
1.0
1.0
1.0
1.0
1.0
1.1
1.1
1.1
1.1
1.1
1.1

1.0
1.0
1.0
1.1
1.1
1.1

1.1
1.1
1.1
1.1
1.1

H

ve f

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

Product

VNMG 160404E-SF

VNMG 160408E-SF

VNMG 160412E-SF

VNMG 160404E-SM

VNMG 160408E-SM

VNMG 160412E-SM
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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
% 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, T oM B

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

T6310 04 MW 135 0712 12 W 9 011 12 M 105 012 12 ® 405 014 12 W 40 011 1.0 W 25 015 1.0
T7325 04 ® 140 017 12 W 105 015 12 = = = - - - W 4 015 10 = = =
T8315 04 » 140 012 12 W 8 011 12 M 130 012 12 P 420 074 12 » 35 011 1.0 W 25 015 1.0
T8330 04 M 135 012 12 W 8 011 12 M 125 012 12 ® 405 014 12 ® 30 011 1.0 ® 25 0.15 1.0
T8430 04 MW 165 072 12 W 9 011 12 ® 135 012 12 & 450 014 12 & 35 011 1.0 & 25 015 1.0
T9315 04 W 225 012 12 - - - P®|210 012 12 = = = - - - |4 015 10
T9325 04 M 175 017 12 W 105 015 12 # 165 017 1.2 - - - m 3 015 10 = = =
T6310 08 W 140 0.17 14 W 100 015 14 M 110 017 14 ® 420 020 1.4 W 40 014 1.1 W 25 015 1.0
78315 08 ® 150 017 14 W 9% 015 14 M 140 017 14 & 45 020 14 ® 35 014 1.1 W 30 015 1.0
T8330 08 M 145 017 14 W 8 015 14 M 135 017 14 ®m 435 020 14 & 35 014 1.1 m 25 015 1.0
T8430 08 M 165 017 14 M 90 015 14 P 135 017 14 ®» 450 020 14 » 35 014 1.1 »m 25 015 1.0
T9315 08 M 230 017 14 - - - |25 017 14 = = = - - - ;4 015 10
T9325 08 W 205 017 14 W 120 0.15 14 ® 190 0.17 14 - - - @/ 4 015 11 = = =
T6310 12 W 145 020 14 MW 100 0.18 14 M 115 020 14 ® 435 024 14 W 40 016 1.1 W 25 015 1.0
T7325 12 w165 020 14 M 125 018 14 = = = - - — m 5 01 11 = = =

A

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

T6310 04 W 120 018 12 M 8 016 12 M 95 018 12 P 360 022 12 W 35 016 1.0 ® 20 015 1.0
T7325 04 » 135 018 12 ®W 105 0.16 1.2 = = = - - - W 4 01 10 = = =
T7335 04 #1135 018 12 W 105 0.16 1.2 = = = - - - W 4 01 10 = = =
78330 04 W 120 018 12 W 70 076 12 M 110 018 12 ® 360 022 12 ® 30 016 1.0 & 20 015 1.0
T8430 04 MW 135 018 12 W 75 076 12 ® 110 018 12 ® 375 022 12 & 25 016 1.0 & 20 015 1.0
T9315 04 M 190 018 12 - - - P 180 018 12 = = = - - - m 3 015 10
T9325 04 W 170 018 1.2 M 100 0.6 1.2 ® 160 0.18 1.2 - - - 1|3 016 10 = = =
T6310 08 W 125 025 14 W 9% 023 14 M 100 025 14 ® 375 030 14 W 35 020 1.1 & 25 015 1.0
T7325 08 ® 145 025 14 W 110 023 14 = = = - - - W 4 02 11 = = =
T8330 08 W 125 025 14 M 75 023 14 W 115 025 14 ® 375 030 14 » 30 020 1.1 »m 25 015 1.0
T8430 08 M 140 025 14 WM 75 023 14 ® 115 025 14 ® 390 030 14 ® 30 020 1.1 ® 20 015 1.0
79315 08 MW 195 025 14 - - - 185 025 14 = = = - - - ®m35 015 10
T9325 08 W 170 025 14 MW 100 023 14 ® 160 025 14 - - - ®m3 02 111 = = =
T6310 12 W 125 030 14 W 9 027 14 W 100 030 14 ® 375 036 14 W 35 024 1.1 ®m 25 015 1.0
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VNGA CER DIPRAMET
Q Ic D1 L S
[mm] [mm] [mm] [mm]
1604 9.525 3.81 16.60 4.76

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 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]
Gl
For machining with high speeds and continuous cuts.
UNGA160404T01020  TC100 04 | - - - - - - PEas 0010 - - - - - - - - -
UNGA 160408701020  TC100 08 = - - - - - - ®|35 00 10 - - - - = - - = -
VNGA CBN 2 PRAMET
g ¢ D1 L S
[mm) [mm] [mm] [mm]
1604 9.525 3.81 16.00 4.76

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 74 f ap Ve f ap Ve f ap 74 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]
Cd®
For finish machining and continuous cuts.
VNGA 160404501020B  TB310 0.4 . = = = = = = ! 360 0.10 0.4 - - - m 9 007 03 W 75 015 1.0
VNGA 160408501020B  TB310 0.8 . = = = = = = ! 370 0.15 0.6 - - - m9% 011 05 M 75 015 1.0

359
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