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Grade Overview
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Grades for milling inserts

® A6M-A2 (HC-P30)
Super universal grade for milling steel, stainless steel, cast iron,
non ferrous material, super alloys and hard materials.

® A4M-Al (HC-P20) TERAspeed 2.0

Harder alternative to the ASM-B1 grade, with HR-CVD; high resistance
to abrasive wear. Perfectly suited for face milling of steel materials at
higher cutting speed under stable conditions.

® A5M-B1 (HC-P25/M25) Goldlox

Multi porpose grade for milling unalloyed, Low-alloyed, High-alloyed
and stainless steel. The PVD coated grade is especially suitable for high
cutting speeds on dry / wet machining under stable conditions.

® ABM-C1 (HC-P30) TERAspeed 2.0

Universal steel milling grade especially for plain milling. The very tough
carbide substrate guarantees high machining security on a wide range
of steel materials. A modern HR-CVD coating ensures economic dry
machining on high cutting speeds.

® A7M-D1 (HC-P35/M35) Goldlox

Universal steel milling grade in combination with 90° approach angle.

A PVD layer and a tough carbide grade for milling of the most usual
steel qualities. Especially good suitable for dry milling at low to medium
cutting speeds under difficult conditions.

® A8M-E1 (HC-P40/M45) Goldlox

A PVD-layer plus heavy-duty carbide grade for roughing of mainly tool,
heat-treated and case-hardened steel, as well as austenitic, stainless
materials.

6 www.konradtools.com

Grade Description Milling
OnmcaHne peryLLmx MaTepranos

B7M-F1 (HC-M35/535)
Wear-resistant PVD coating, fine-grain grade for machining stainless and
austenitic stainless materials; suitable for wet and dry machining.

B8M-G1 (HC-M40)
Extremly tough, relative fine grained carbide substrate with thin,
smooth PVD coating. Ideal grade for milling of austenitic stainless
steels and materials from the Duplex group with low to medium cutting
speeds. Also for wet machining, although minimum coolant supply is
recommended.

® (3M-H1 (HC-K15) TERAspeed 2.0

Selected raw materials for optimised K15 carbide substrate with

a particularly hard and wear-resistant HR-CVD multi-layer coating. Ideal
for dry machining of grey cast iron (GJL), spheroidal graphite cast iron
(GJS), tempered cast iron and alloyed cast iron.

® (4M-I1 (HC-K20/P10)

Tough K20 substrate and a thick PVD coating for the machining

of cast materials. Also suited as finishing grade for steel cutting and
the machining of cold work steels of 54 HRC.

® DI1M-B2 (HW-PO5)
Universal grade for nonferrous material and super alloys.

® D2M-J1 (HC-N10/520)

Ideal grade for machining aluminium materials and other non ferrous
metals. Due to the ultra-thin PVD TiAIN layer perfectly well suited for
finishing stainless steels and grey cast iron.

® D3M-K1 (HC-N15)
Grade for aluminium machining. With our new “TiBN” CVD coating.
The layer has not only a big layer hardness but also a smooth surface.

® D2M-K1 (HW-N10)
Uncoated grade for the machining of non ferrous metals and aluminium.
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Knaccel MaTepuanos AnAa CMeHHbIX NAAaCTUH

® A6M-A2 (HC-P30)

Cynep yHMBepCanbHbIN KNacc AnAa ppesepoBaHnA CTanum, HepKasetoLen
CTanm, YyryHa, LUBETHbIX META/II0B, *aPOMNPOYHbIX 1 3aKaneHHbIX
MaTepwnaos.

® A4M-Al (HC-P20) TERAspeed 2.0

Bonee TBepaan anbtepHatuBa K knaccy ASM-B1, ¢ HR-CVD; Bbicokas
MN3HOCOCTOMKOCTb. [aHHbIN Kapbua npurogeH AnA TopLesoro
dpe3rpoBaHNsA CTaslbHbIX MATEPMASIOB NPW BbICOKOWM CKOPOCTU pe3aHna
B YCTOMUMBBLIX YCNIOBUAX.

® A5M-B1 (HC-P25/M25) Goldlox

YHvBepcanbHbIn Knacc AnA ¢pe3epoBaHnA HenermpoBaHHoOW,
HM3KONerMpoBaHHOW, BLICOKOIErMPOBAHHOM M HepXaBeloLLeln CTanm.
[aHHbin knacc ¢ PVD noKpbeITMeM NoaxoauT CreuvanbHo 15 BbICOKOM
CKOPOCTW pe3aHna npu cyxon obpaboTke nnm ¢ COXK B yCTONUMBBIX
YCOBUAX.

® A6M-C1 (HC-P30) TERAspeed 2.0

YHMBEpCanbHbIN KNacc ctany, NpeaHasHavyeHHbIn Ana ppesepoBaHns
MA0CKOCTN NapasnnensHo ocn ¢pe3sbl. OueHb BA3KUIA MaTepuan
rapaHTUpyeT BbICOKYI0 TOYHOCTb 06PaboTKM MHOMMX TUMOB CTaSIbHbIX
Matepuanos. CoBpemeHHoe HR-CVD nokpbiTve obecrneynBaeT
3KOHOMMWYHOCTb NPV BBICOKOM CKOPOCTM pe3aHms npu Cyxoi 06paboTke.

® A7M-D1 (HC-P35/M35) Goldlox

YHMBepCasibHbIN Knacc cTanm, OTIMYHO MOAX0AUT ANA MAACTUH C YI/IoM
90°. PVD csoi 1 BA3KMIA Kapbua npurogeH ana ¢pesepoBaHns
CTaHAapTHbIX BUAOB CTanu. MaBHbIM 06pa3oM NoAXoauT ANA CyXon
06paboTKM C HU3KOM M CpeaHEN CKOPOCTbIO PE3aHWA NPU TAMKENbIX
YCNOBUAX.

® A8M-E1 (HC-P40/M45) Goldlox

Knacc ¢ PVD cnoem B coveTaHnm €O CTOVMKWMM KapbuaoM npurogeH
[ANA YepHOBOM 06paboTKuM, Npexae BCero, TEPMUYECKN Yy4LleHHOM
1 3aKaNeHHON CTanu, a TaKKe ayCTEHUTHOM CTan N HepaBeloLwmnx
MaTepvanos.

Grade Description Milling
OnucanHve pexkyLIMx MaTepmnason

B7M-F1 (HC-M35/535)
W3HococTorkoe PVD NOKpbITME C TOHKOW CTPYKTYpPOM NpegHasHaveHo
N8 06paboTKN HEPKABEIOWMX N aYCTEHUTHBIX CTaslbHbIX MaTepuasnos.
MpurogeH ana cyxoi 06paboTkK, a Takke ¢ COMXK.

B8M-G1 (HC-M40)
OueHb BA3KMM, OTHOCUTENHO MESIbKO3EPHUCTLIN Kapbug C TOHKUM
rnagkmm cnoem PVD noKpbitmA. MgeanbHeii Knacc ana ¢pesepoBanHma
QYCTEHWUTHOWN HEPXKaBeIoLWen CTann, a TakKe rpynnbl AyMNaeKCHbIX MapoK
CTanu Npy HU3KOM M CpeaHer CKOpoCTU pe3aHuA. MoaXoanT Takse AnAa
0bpaboTkm c COMXK, xoTa ncnonb3osaHe COX pekoMeHayeTcs Bcerga.

® (3M-H1 (HC-K15) TERAspeed 2.0

M36paHHoe cbipbe AnA onTuMmsnpoBaHHoro K15 kapbuaa

C MHOrOC/I0MHBIM NOKpbITMeM HR-CVD — coveTaHne TBepaoCTM

1 M3HOCOCTOMKOCTU. MiaeaneH AnA cyxoit 06paboTKM ceporo YyryHa,
yyryHa C WapoBnAHbIM rpaduTOM, KOBKOMO YyryHa W ermpoBaHHOro
yyryHa.

® (4M-I1 (HC-K20/P10)

BaskocTb K20 1 crioii PVD noKpbITUA 4nA 06paboTky YyryHa.
TaKkKe ynoTpebnseTca Npyv YUCTOBOM pe3aHun ctanm n obpaboTke
xonogHogedopmmnposaHHon ctanmn 54 HRC.

® DI1M-B2 (HW-PO5)
YHMBepCasibHbIN Knacc AnA UBETHbLIX MeTas/os.

® D2M-J1 (HC-N10/520)

MaeanbHbi Knacc AnA 06paboTKM anioMUHMEBBIX MaTepUanos v Apyrmx
LBeTHbIX MeTannoBs. Bnarogapa ynetpatoHkoMy cnoto PVD TiAIN 3ToT
Kapbua 0TIMYHO NOAXOAWT ASIA YMCTOBOM 06paboTKMN HepKaBseloLLen
CTanm 1 Ceporo YyryHa.

® D3M-K1 (HC-N15)

Knacc ans 06paboTkM anoMUHWA C HAWWM HOBbLIM MOKpbITHEM TiBN
CVD. Cnoit He TONbKO 04YeHb TBEPABIN, HO W OTAMYAETCA raaKom
NOBEPXHOCTbIO.

® D2M-K1 (HW-N10)

MaTepMan 6e3 MOKpbITUA ANnA 06pa60TKVI LBETHbIX MeTasnsioB, B T.4.
aNOMUHUA.
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Grades for CCMT ..., SCMT ... and TCMT ..., coated

® HS A31-Al (HCG-P15, HC-K15)

Wear resistant steel grade for not interrupted cut for high cutting
speeds up to 300 m/min. As secondary application also for machining
of cast iron.

® A51-Bl (HG-P25, HG-M25)

(Universal turning grade)

Main grade for machining steel materials and easily machinable
stainless steels at medium cutting speeds, including interrupted cutting
work. This general purpose grade is characterised by the properties

of high durability and excellent toughness across a wide range

of applications.

® [CA81-C1 (HC-P40, HC-M40)
The IC AB1-C1 Steeltec steel turning grade guarantees maximum
performance in heavy interrupted cutting thanks to the combination

of an extremely tough carbide with the “Nanolock yellow MT-CVD layer”.

Grade Description Milling
OnmcaHne peryLLmx MaTepranos

B41-D1 (HC-M20, HC-S20)
Turning grade for machining of austenitic materials in the high cutting
speed area of 170-220 m/min.

B51-E1 (HC-M25, HC-P30)
Turning grade for austenitic stainless steels in medium and high cutting
speed area.

B81-F1 (HC-M40, HC-P40)
Very tough stainless grade for low cutting speeds suitable, also as
alternative applicable on steel.

B71-G1 (HCG-M35, HC-P35)
Main grade for turning of austenitic stainless steels at medium cutting
speeds. Applicable also for super alloys.

® HS C31-J1 (HC-K15)
Cast iron turning grade for the area K15. Optimal for machining GG and
GGG materials. Possible cutting speeds for GG up to 400 m/min.

Grade for CCMT ..., SCMT ... and TCMT ..., uncoated

® (21-Q1 (KO5-K15)

For turning chilled iron casting, grey cast iron with spheroidal graphite
and alloyed grey cast iron as well as for aluminium and aluminium
alloys. Turning high grade and hardened steels, also for

austenitic manganese steels.
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Grade Description Milling
OnucanHve pexkyLIMx MaTepmnason

Knaccbl Mmatepuanos gna CCMT ..., SCMT ... u TCMT ..., € NOKpbITUEM

® HS A31-Al (HC-P15, HC-K15)

M3HOCOCTOMKMIM Knacc MaTepuana ansa HenpepbiBHOM 06paboTKM Npu
BbICOKOW CKOpPOCTW pe3aHnaA Ao 300 M/MUH. B KayecTBe BTOpUYHOMO
npUMeHeHVA NoaxoamT AnA 06paboTKM Ceporo YyryHa.

® A51-Bl (HCG-P25, HC-M25)

(YHMBepcanbHbIn MaTepyan Ans 06paboTkn)

OcHoBHOW Knacc AnA 06paboTKM CTanbHbIX MaTepuasnos U Nerko
06pabaTbiBaeMbIX HEPXKABEIOLMX MATEPUANOB NpU CPeaHUX

CKOPOCTAX Pe3aHuA, B TOM YMC/Ie U NPepbIBUCTON paboTsl. 3TOT KNacc
XapaKTepu13yeTcs M3HOCOCTOMKOCTbIO M BA3KOCTbIO A1A MHOMX obnacTen
NPUMEHEeHMA.

® [CA81-Cl (HC-P40, HC-M40)

Knacc ctanu Steeltec LC240F rapaHTupyeT oTM4Hyl0 paboTy BO BpemsA
NpepbIBUCTOr0 pe3aHuna, 6narogapsa CoOYeTaHMIo SKCTPEMASTBHO eCTKOro
kapbuga co cnoeM Nanolock yellow MT-CVD.

B41-D1 (HC-M20, HC-520)
Knacc kapbuga ans 06paboTku ayCTEHUTHBIX MaTEPUANoB NpY BbICOKOM
CKOpOCTK pe3aHnsa - 170-220 M/MUH.

B51-E1 (HG-M25, HC-P30)
Knacc kapbuga ans ayCTeHWTHOM HepKaBelowen CTanm npy cpeaHnx
1 BbICOKMX CKOPOCTAX pe3aHus.

B81-F1 (HC-M40, HC-P40)
OuyeHb BA3KMIM KNACC 4R HEPMKaBelLwen cTanu, NoAX04AWMN ONA HU3KMX
CKOpOCTel pe3aHus, a TakKe AnA 06paboTkm ctanu.

B71-G1 (HC-M35, HC-P35)
[NaBHbIM KNacc 4NA 06paboTKM ayCTEHUTHON HEPXKABEIOLLEN CTanm
NpwY CpeaHMX CKOPOCTAX pe3aHus. Bo3MoKHOoe NpMMeHeH e Takke ansa
YKapOoMpOYHbIX MATepPUAoB.

® HS C31-J1 (HGK15)

06paboTKa vyryHa ana 3oHbl K15. OnTuManeH gna ob6paboTtkm
MatepranoB GG n GGG. Bo3MoxkHble ckopocTu pesanua ana GG go
400 M/MUH.

Knacc gna CCMT ..., SCMT ... n TCMT ..., 6e3 noKpbITUA

® (21-Q1 (K05-K15)

[ns 06paboTkm 0TOENEHHOMo YyryHa, Ceporo YyryHa co cheponaanbHbiM

rpaduToOM 1 NErMpoBaHHOIr0 CEPOro YyryHa, a Takke AN aloMUHUA
1 anioMUHWeBbIX cniaBoB. 06paboTKa BbICOKOCOPTHBIX M 3aKasneHHbIX
cTanen, a Takke ayCTeHUTHOM MapraHLeBon CTanu.

www.konradtools.com 9



KONRAD Designation System
TOOLS Cyctema 0603Ha4eHs

Cutter designation system
0Obo3HaveHVe ¢pes

SE 1 - 025 (L)l04l89l06l2—0!1

| | | | | | |
Type Model Diameter Angle Insert size Internal code
Tun Mogenb AVENETE z Mioa FEEINEE BHyTpeHHUI Koa
[mm] [°] NNacTuHbI
SE 020 DC 02 30 06
Shoulders 025 Different 03 45 08
End mill 032 Construction 04 60 09
KoHueBble 040 CneunduryHoe 06 89 10
dpe3bl AnA 063 CBOWCTBO 08 S0 15
06paboTkm 10 16
ycTynos NC 15
1 nasos No Cooling
be3
SS oxNaraeHua
Shoulders Shell
HacagHble L
¢dpe3sbl Long
LOnvHHas
FE
Face End mill F
KoHuesble Finishing
TOopLEeBble [nAa unctoson
¢dpesbl 06paboTKM
FS
Face Shell
HacagHble
TOpueBble
dpesbl
HE

Helical End mill
CnupaneHble
dpesbl

HS
Helical Shell
CnupaneHble

HacagHble
dpesbl

CH
Chamfering
CHATWe dacok

TS
T-slot
T-06pasHble
dpesbl

DE
Drilling End mill
MnyHepHble
dpesbl

SF
Spot Facing
LlekoBKn

AB
Adjust Bar
PacTouHble

OonpaBkn
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Cutting materials, designation system
PeryLLme MaTepmans, cucteMa 0603HaueHns

Designation System
Cuctema 0bo3Ha4veHWA

MF%HF

4 M - A

CHIP BREAKER CTPYXKOJIOM

Operation Special sign
Onepauuna CneumanbHbIi 3HaK
R AL
Roughing Aluminium
YepHoBan ANOMUHWIA
obpaboTka
HF
MR High Feed
Medium Roughing Bbicokan
MonyyepHosan CKOpOCTb
obpaboTka
CH
M Chipbreaker
Medium CTpy*KonomaTtenb
CpegHsaA
obpaboTka W
Wiper
MF Wiper
Medium Finishing
Monyuncrosana
obpaboTka
F
Finishing
Yucrosan
obpaboTka

Symbols for milling operations
CrMBONBI Gpe3epHbIX orepaLmii

Face milling
TopueBoe
¢dpe3epoBaHme

Pocket milling
Ope3epoBaHue
rnybovx KapMaHoB

Edge milling
Yrnosoe
¢dpe3epoBaHme

Slot milling
Dpe3epoBaHve Nasos

PSS

TwnZxXD
[
MmO N w>

Cermet =G
CBN =H
PCD = |

@ o &E X

INSERT MJIACTUHA

Grade Internal code
Tun BHyTpeHHUI1 Kog

10=2 M

15=3 Milling

20=4 DOpe3epoBaHVe

25=5

30=6

35=7

40=8

45=9

50=0
Trimming Linear ramping
3aumncTka JIHelHoe Bpe3aHue

noa yrnom

Plunge milling Copy milling
MnyHxepHoe MpodunbHoe
¢dpe3epoBaHme dpe3epoBaHme
Helical ramping Chamfering
CnvpansHoe Ope3sepoBaHue
Bpe3aHue nog yrnom dacok

Pocketing
Ope3epoBaHne
KapMaHoB

www.konradtools.com
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KONRAD ISO Indexable Insert Designation
TOOLS CyctemMa 0b03HaueHna nnactiH no IS0

S N M X 12
Chip breaker, fixation Cutting edge length
Insert shape Clearence angle Tolerances 9
5 CTpy*Konomaress, [nnHa pexkyLen
QopMa nnacTuHbl 3agHui yron [onyck — Knacc To4HOCTH
3aKperinieHme KPOMKM
m s d l
A +0,005 +0,025 +0,025 A %:% 06 6,350
C +0,013 +0,025 +0,025 07 7,938
E +0,025 +0,025 +0,025 e 09 9,525
D F £0,005 £0025 0013 (70°-90°) 11 11,000
G %0025 0,130 0,025 B W 12 12700
H +0,013 +0,025 +0,013 15 15,875
Q J +0,005 +0,025  See(wm Tab. 1 (70°-90°) 16 16,500
- K +0,013 +0,025 See Cv. Tab. 1 c _i% 19 19,050
L +0,025 +0,025  See(m. Tab. 1 == 22 22,000
D Q 55° M See Cm. Tab. 2 +0,130 See Cm. Tab. 1 —_— 25 25,400
N See Cm. Tab. 2 +0,025 See Cm. Tab. 1 31 31,750
U See Cm. Tab. 2 +0,130 See (m. Tab. 1 F %::% 38 38,100
E Q 75° an -
Tab.1 d
: : d LK « A l
H 120 A 3 over—-up to L M U
6onble Yyem -0 ’ o
3,9-10,0 +0,05 +0,08 (70°-90%)
o o _ H -
K Q 55 B 5 10,0-150 +0,08 +0,13 B, :
15,0-20,0 +0,10 +0,18
T 20,0-26,0 0,13 +0,25 (70°-90°)
. 90 c 7 260-320 015 025 . VT Q
Tab.2 m e
M Q 86° D 15° d
over—up to M, N U M %::%
6oMblue YeM -0
0 O 135° E 20° 39-10,0 +0,08 +0,13
7
10,0-15,0 +0,13 +0,20 N V///////A
15,0-20,0 +0,15 +0,27 ’
P () 108 F 25° 20,0-260 £0,18 £0,38 -
26,0-32,0 +0,20 +0,38 (40°-60%)
Q —_
=22
R O - G 30°
L
> —
o o 7,
S D 90 N 0 Corner rounding uneven number of sides
BrivicaHHasA OKpYKHOCTb, HEYEeTHOEe KOM1-BO - Lo
<pomOK (40°-60°) L
A e p w e
m I
35° 0 _

\ U ==
Corner rounding, even number of sides %:;%

BrincaHHas OKpyXHOCTb, YeTHOE KO/1-BO KPOMOK

£
>

80° Normal clearance (40°-60°)

. angles, which require w %%

a special description.

m
The corner angle is HopManbHble 3agHne w \ %\ With special feature
in the case of not yrAbl, Tpebylowme ' / x  according to drawing
CneumanbHblin
m

equiangular basic cneumansHoro COrNacHo YepTemy
forms always onuncanHms. -
the smaller angle. Chamfered inserts () Cone angle for screw
B cnyuvae MnactuHel € dackom Yron A8 rofioBku
HEenpaBWIbHOM BUHTA
$OPMbI MpUBEAEHHBIN /—ﬁ
yron Bcerga ToT,
KOTOPbI MeHbLLE. Thickness

TonwmHa

12 www.konradtools.com
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ISO Indexable Insert Designation
Cuctema obo3HaueHma nnactyH no 1SO

)
Cutting edge type®

N

Direction of cut?

(0]5] 08 AN

MM1
Thickness
TonwmHa

Cutting edge corner
Yron npv BepLvHe

Geometry
[emomeTpum

DopmMa CKpyrneHna
PEMyLLEN KDOMKIL!

Hanpasnerve
pe3saxual)

For radius inserts Sharp-edged M/ Geometry depends on the cutting material
[na nnactuH OcTpan KpoMKa MM2 | [eOMeTPHA 3aBUCHT OT MaTepyania nnacTHe
C pagnycom
paauny M1 Geometry for steel machining
leoMeTpua AnA 06paboTKu cTanm
B MM1 Geometry for medium steel machining
% [eoMeTpus ANA NOMYy4MCTOBOM 06paboTKu cTanm
s X M2/ Geometry for stainless machining
2'9}“ hand cut only R3** TeoMeTpua ANA 06paboTKM Hepxaselowei cTanm
paBoe
s Corner radius Rounded L MM3 Geometry for medium stainless machining
= = | aoa leoMeTpust ANA NOMYHMCTOBOM 06paboTKM
02 2,38 Pagnyc npu CKpyrneHve HepHaBelowLei CTan
BepLlunHe r
03 3,18 P M3 Geometry for medium cast iron machining
T3 3'97 00 sharp—edged [eoMeTpust ANA NOMYYMCTOBOM 06paboTKM YyryHa
4 4 0CTpanA KpoMKa
o 76 E M-W Geometry for wide finishing (Wiper)
05 5,56 02 0,2 7 [eoMeTpuA AnA cneunanbHoM YMCTOBON
06 635 04 04 o6paboTkm (Wiper)
M-AL  Geometry for aluminium
07 7,94 08 08 JL_|Eﬁ hand cut only [eoMeTpuA ANA amoMUHNA
08 8,00 12 1.2 esoe
09 9,52 16 16 Chamfered N R1/ Geometry for roughing of steel
20 20 3awmTHan (DaCKa RR2 leoMeTpus AnA YepHOBOM 06paboTKM cTanm
Dacka
Dimensions in mm etc nta R2/ Geometry for roughing of cast iron
PasMepbl B MM R3 leoMeTpunA ANA YepHOBO 06paboTKM YyryHa
For chamfered /
. e F* Geometry for finishing of steel
:[I'IISErtS face mllllng T % leoMeTpus ANA YMCTOBOM 06paboTKM cTanm
1A NAacTuH
C packom Right and left hand cut M* Geometry depends on the cutting material
Mpagoe 1 nesoe TeoMeTp1A 3aBUCUT OT MaTep1ana NNacTHbI
Xe Chamfered and M1* Universal geometry for stainless
Z rounded ®acka ) The use of these YHvBepcanbHas reoMeTpus 4na 06paboTkv cranm
1 CKpyrnexHue
% Py reference letters is MR1* Medium roughing for stainless machining
X leoMeTpwsi 4nA Nosly4epHoBOM 06paboTKu
0pt|0nal. Hepmaeelou.leﬁ Ccrann
Approach angle [aHHble 3HaKn MoryT
Yron dackn
X @ s OTCYTCTBOBATb.
r
Example Mpumep
L45° S NM X 12 06 AN S N-MM1l
D 60° TTTTTTTLT
# 1 2 3 4 5 6 7 9 10
E 75 Double chamfered
F 85° [iBorHan dacka 1 Basic form square
T 90° OcHoBHanA dopma KBagpaTHas
_ Clearance angle o
2 Special Creu. 2| samwityron °
Clearance angle Tolerances m + 0,013
of face milling edge K 3 Honyck s+ 0,025
3aaHuit yron ¥ d+0,13
I RREEECR] with special feature
dpeseposatim 4 Fixing cutting face according to drawing
an Tun NnacTuHbI cneunansHoe
A 3° ucnonHeHve
— 1 Double chamfered Length of cutting edge
B |5 and rounded 5 E;;::Mpe"“v“*e“ 127
c 7 o
BOMHAA Qacka
° A ¢ Thickness
D 15 N CKpyrieHve 6 Tonuwra 556
E 20° 7 Cutting edge corner 45° chamfer
F 25° Yron npu BeplmHe 45° packa
G 30° 8 Cutting edge rounded
- 5 OKpyrneHve Kpyrnas
irection of cut right- and lefthani
N 0 . Direction of ight- and lefthand
P 11° Hanpasnenue pesanus | npasoe v nesoe
4 Spedal Creu. Internal designation TR = Geometry .
_t 10 ~ leomeTpuA onA cpeaHem
BHyTpeHHWI1 Kog
obpaboTkn

MO

00

Round insert metric
Kpyrnble nnactmHel
MeTpuyecKne
Round insert Inch
Kpyrnble nnactuHbl

[AI0AMOBbIE

Indexable insert designation

O603HaveH1e CMeHHbIX NacTuH
ISO 1832.2 DIN 4987

www.konradtools.com 13



KONRAD Indexable Inserts

TOOLS CMeHHble NAacTVHbI

ttmg materials PeyLumin MaTepuan
- IIIIII “III
dy
Kon

APKT ... APKT 060204 PDTR-M 6,00 366 216 206 040 ©
< 11 APKT 1003 PDSR-M1 10,00 6,70 3,50 280 0,50 [ BN BN ] [ BN J
T APKT 1003 PDSR-M2 10,00 6,70 3,50 280 0,50
d (@@1 APKT 1003 PDTR-M 10,39 3,53 080 @
f u APKT 100304 PDTR-M 10,39 3,53 040 ©
l = APKT 100304 SR-MM2 10,00 6,70 350 280 0,50 [ ] [ J
APKT 100304 SR-MM3 10,00 6,70 3,50 280 0,50
APKT 100304 SR-R3 10,00 6,70 3,50 280 0,50 o o
APKT 100304 SR-RR2 10,00 6,70 | 3,50 2,80 0,50 e o o
APKT 100312 PDTR-M 10,39 3,53 1,20 ®
APKT 100316 PDTR-M 10,39 3,53 160 ©
APKT 100332 PDTR-M 10,39 3,53 400 ©
APKT 100340 PDTR-M 10,39 3,53 4,00 ©
APKT 1604 PDSR-M1 16,00 9,52 | 526 450 0,80 o o o [}
APKT 1604 PDSR-M2 16,00 9,52 526 450 0,80
APKT 1604 PDTR-M 15,30 4,76 080 @
APKT 160408 SR-MM2 16,00 9,552 526 4,50 0,80 [ ] [ J
APKT 160408 SR-MM3 16,00 9,552 | 526 450 0,80
APKT 160408 SR-R3 16,00 9,52 | 526 450 0,80 ([ ]
APKT 160408 SR-RR2 16,00 9,52 526 450 0,80 e o o
APKT 160416 SR-M1 16,00 9,52 526 4,50 0,80 [ J
APKT 160424 ER-M 15,30 4,76 240 ©
APKT 160424 PDTR-M 15,30 4,76 240 ©
APKT 160424 SR-M1 16,00 9,552 526 450 0,80 [ ]
APKT 160432 SR-M1 16,00 9,52 526 450 0,80 [ ]
LNMX ... LNMX 100605 SR-R1 10,00 6,60 6,35 280 0,50 [ [ BN J
N LNMX 100605 SR-R2 10,00 660 6,35 280 0,50 [ BN J
LNMX 151008 SR-R1 15,00 9,52 10,00 4,550 0,80 [ ] [ N J
d f@f 7@%& LNMX 151008 SR-R2 1500 9,52 10,00 4,550 0,80 [ BN J
L s
ONMU 1205 ANN-M 12,70 480 6,00 5,20 0,50 [ [ [
Order Example: 10 pieces APKT 1003 PDSR-M1 A5M-B1 Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3asBKku: 10 wryk APKT 1003 PDSR-M1 A5M-B1 LIBET OpUrMHasIbHBIX NIACTUH MOXET OT/IMYATLCA OT M306parKeHna B Katanore!
@ Available from stock Ha cknage Description of grades page Onwvcanne mMatepnanos ctp. 5-7
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KONRAD

TOOLS

Ordering Code
Kon

ttmg materials Pex

Indexable Inserts
CMeHHble NAacTvHbI

M MaTepuan

SDHT ... SDHT 1204 AEFN-M-AL 12,70 12,70 4,76 5,50
150 SDHT 1204 AESN 12,70 12,70 4,76 5,50 e o | o
V SDHT 1204 AESN-M2 12,70 12,70 4,76 5,50
| O B
L =
SEGT, SEHT, SEKT ... SEGT 1204 AFEN-M-AL 12,70 - 4,76 - 0,84 [ J
20°
SEHT 1204 AFFN-M-AL 12,70 12,70 4,76 5,50 - [ N ]
| o) B
éj SEKT 1204 AFSN-MM1 12,70 12,70 4,76 5,50 - ® o | o
L LL SEKT 1204 AFEN-MM2 12,70 12,70 4,76 5,50 - [ J
SEKT 1204 AFTN-M 12,70 - 4,76 0,85
SEKN, SEKR ... SEKN 1203 AFSN-MM1 12,70 12,70 3,18 - - ® o | o
20° SEKN 1203 AFEN-MM2 12,70 12,70 3,18 - -
SEKN 1203 AFSN-M3 12,70 12,70 3,18 - - [ BN J
T SEKN 1203 AFSN-MM1 15,88 15,88 4,76 - - e o o o
SEKN 1203 AFTN-M 12,70 3,18 0,39
s
SEKR 1203 AFTN-M 12,70 3,18 0,29
Order Example: 10 pieces SEGT 1204 AFEN-M-AL D1M-B2 Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3asBku: 10 wryk SEGT 1204 AFEN-M-AL D1M-B2 LIBET OpUrMHasIbHBIX NIACTUH MOXET OT/IMYATLCA OT M306parKeHna B Katanore!
@ Available from stock Ha cknage Description of grades page Onwvicanne mMatepnanos ctp. 5-7
www.konradtools.com 15



KONRAD
TOOLS

Ordering Code
Kon

Indexable Inserts
CMeHHble NAacTvHbI

ttmg materials PexyLumin Matepuan

SNEX, SNMX ... SNEX 1206-M-W 12,70 1270 635 520 -
S
S SNMX 1206 ANSN-MM1 12,70 1270 635 520 - NI
d K )}, d, SNMX 1206 ANSN-MM2 12,70 1270 635 520 -
@qJ SNMX 1206 ANSN-M3 12,70 1270 635 520 - 0
L s SNMX 120608 SN-MM1 12,70 1270 635 520 - oo
SNMX 120608 SN-MM2 12,70 1270 635 520 -
SNMX 120608 SN-M3 12,70 1270 635 520 - 10
SNMX 120612 SN-MM1 12,70 1270 635 520 - oo
SNMX 120612 SN-M3 12,70 12,70 635 520 - 0
SPMT ... SPMT 060304 TN-M 6,35 3,20 040  ®
o« 1 SPMT 097308 TN-M 9,53 3,71 080 ®
SPMT 120408 TN-M 13,29 480 080 ®
d| - S f——Idl
L =
WNEU, WNEX ... WNEU 040308-M 400 670 330 320 080 ° ° °
. S WNEX 080608-R1 800 12,70 655 460 080 ° °
: , WNEX 080608-R3** 800 12,70 655 460 080
d o WNEX 080608-R2 8,00 12,70 655 460 080 °
1
WNEU 080608-M 7,50 | 12,50 656 0,50 0,80 ° ° °
l 5]

Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-A1
Mpumep 3asBKK: 10 wtyk SNMX 1206 ANSN-MM1 A4M-Al

@ Available from stock Ha cknage

16
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Colours of the original indexable inserts may deviate from the illustration!

LiBeT opurMHanbHbIX MNAcTUH MOXKET OTNYaThCA OT MBOspa)KEHVIﬂ B Katanore!

Description of grades page Onwvcanne mMatepnanos ctp. 5-7



KONRAD
TOOLS

Ordering Code
Kon

Indexable Inserts
CMeHHble NAacTvHbI

IIIII I-...

CCMT ... CCMT 060204-F* 640 635 e o
CCMT 09T304-F* 9,70 952 ( BN ]
CCMT 120404-F* 1290 12,70 ( BN ]
CCMT 060204-M* 640 635 ( BN ]
CCMT 09T304-M* 970 952 e o
CCMT 120404-M* 1290 12,70 e o
CCMT 060204-M1* 640 635
CCMT 09T304-M1* 9,70 9,52
CCMT 120404-M1* 1290 12,70
CCMT 09T304-M* 9,70 952 [ ]
CCMT 120408-M* 1290 12,70 [ ]
SCMT ... SCMT 120404 12,70 12,70 [}
SCMT 09T308-M* 9,52 952 e o
| ) SCMT 120408-M* 12,70 12,70 ( BN ]
d Z@7 de SCMT 09T304-F* 952 952 e o
U / ' SCMT 09T308-F* 952 952 ( BN ]
‘ SCMT 120404-F* 12,70 12,70 [ BN ]
l Li" SCMT 09T308-M* 952 952 e o
SCMT 120408-M* 12,70 12,70 e o
SCMT 120412-M* 12,70 12,70 ( BN ]
SCMT 120408-MR1* 12,70 12,70
TCMT ... TCMT 110204-MR1* 11,00 6,35
TCMT 110208-MR1* 11,00 6,35
> TCMT 16T304-MR1* 16,50 9,52
TCMT 16T308-MR1* 16,50 9,52
TCMT 110202-F* 11,00 6,35 e o
TCMT 110204-F* 11,00 6,35 ( BN ]
TCMT 110204-M* 11,00 6,35 ( BN ]
TCMT 110208-M* 11,00 6,35 [ BN
TCMT 16T304-M* 16,50 9,52 e o
TCMT 16T308-M* 16,50 9,52 e o

Cutting data on pages lNapameTpel pe3anua cTp. 38-57

Order Example: 10 pieces CCMT 060204-F-HS A31-Al
Mpumep 3asBku: 10 wryk CCMT 060204-F-HS A31-Al

@ Available from stock Ha cknage

Colours of the original indexable inserts may deviate from the illustration!

LiBeT opurMHanbHbIX MNAcTUH MOXKET OTNYaThCA OT MBOspa)KEHVIﬂ B Katanore!

Description of grades page Onwcanune matepuanos ctp. 8-9

www.konradtools.com 17



KONRAD Notes

TOOLS 3ameTkum

18 www.konradtools.com
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KONRAD Milling Cutters

Helical Roughing End Mill
CnmnpaneHble ¢pe3bl Anq YepHOBOW

Cutting Speed Recommendations
PekomeHgaLmm no CKopoCcTr

TOOLS Opesbl
21 31 32
Shoulder Milling Cutters Face Milling Cutters 75° Face Milling Cutters 45°
Ope3bl 419 06paboTKM YCTYNOB M Na30B Topuesble dpe3sbl 75° Topuesble dpesbl 45°
SE1-... 21 | SE9-. 31 | ssil-. 32
SE2-... 21 SS9-... 31 SE12-... 33
SS1-... 22 | ssio-. 31 | ssi2-. 33
SS2-... 22 SS13-... 34
SE3-... 23 SS16-... 34
SES-... 26
SS5-... 24
SE6-... 25
SE35-... 26
S536-... 26
SE40-... 27
S537-... 27
SE38-... 28
SS39-... 28
SS6-... 29
SE7-... 29
SS7-... 30
SS8-... 30
35 38 40

Cutting parameters universal grade
MapameTpbl pe3anHma yHMBepCaslbHbIX

06paboTkM pe3aHus KMaccoB CriaBoB

SE17-... 35 Cutting Speed Recommendations APKT 1003 PDTR-M A6M-A2 40

5517-.. 35 | forMilling Cutter 45° and S0° APKT 100304 PDTR-M A6M-A2 41

PeKOMeH,E[aL[Ml/I MO CKOPOCTV pe3aHnA anAa

SE18-.. 36 | gpes 45°m 90° 55 | APKT 100312 PDTR-M AGM-A2,

18- . APKT 100316 PDTR-M A6M-A2 42
APKT 100332 PDTR-M A6M-A2 43
APKT 100340 PDTR-M A6M-A2 44
APKT 1604 PDTR-M AGM-A2 45
APKT 160416 PDTR-M A6M-A2 46
SEKN 1203 AFTN-M ABM-A2,
SEKR 1203 AFTN-M ABM-A2,
SEKT 1203 AFTN-M A6M-A2 47
SPMT 060304TN-M A6M-A2 48
SPMT 097308 TN-M A6M-A2 49
SPMT 120408 TN-M AGM-A2 50
SEGT 1204 AFEN-M A6M-A2 50

51

Technical Hints
TexHMYecKkMe peKoMeHgaumm

Cutting data recommendations
PekomeHgaumm no napameTpam pesaHva 51

20 www.konradtools.com




KONRAD Shoulder Milling Cutters

TOOLS Ope3bl 41° 06paboTKM YCTYMOB W Na3os
SE1-...
©

L1

Dimensions [mm] Pa3mepsl [MMm] Spare Parts 3anyactu

Ordering Code E\
Kon =
L L1 £ [0 [ i —

]
SE1-010.01.89.06.2-0 10 16 80 24 6 1 0,100 SPMT VT25 BTO8
SE1-012.01.89.06.2-0 12 16 80 24 6 1 0,120 060304 ...
SE1-016.02.89.06.2-0 16 16 85 25 6 2 0,130
SE1-020.03.89.06.2-0 20 20 90 25 6 3 0,200
SE1-025.04.89.06.2-0 25 25 95 25 6 4 0,340
SE1-032.05.89.06.2-0 32 25 95 26 6 5 0,380
Long models YanvHeHHsble Mogenn
SE1-016L.02.89.06.2-0 16 16 150 100 6 2 0,210 SPMT VT25 BTO8
SE1-020L.03.89.06.2-0 20 20 150 100 6 3 0,330 060304 ...
SE1-025L.04.89.06.2-0 25 20 150 25 6 4 0,350
SE1-032L.05.89.06.2-0 32 25 150 30 6 5 0,560
SE2-...

o ] << — T

L1

Dimensions [mm] Pa3mepsbl [MM] Spare Parts 3anuactu

Ordering Code
Kon

Weight [kg]

L1 B o o O
g J
SE2-025.02.89.09.2-0 25 25 100 44 9 2 0,380 SPMT VT35S BT15
SE2-032.03.89.09.2-0 32 32 110 50 9 3 0,640 097308 ...
SE2-040.04.89.09.2-0 40 32 115 45 9 4 0,760
ﬁ Without coolant Bes COX Q With coolant C COM¥
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KONRAD Shoulder Milling Cutters
TOOLS Ope3bl 41° 06paboTKM YCTYMOB W Na3os

SS1-..

o] o]
: O
Dimensions [mm] Pa3mepsi [MM] Spare Parts 3anvactu

Ordering Code Ei

Koq =
£ [0 o O
(]

$51-040.06.89.06.2-0 40 16 40 6 6 0,270 SPMT VT25 BTO8

551-050.07.89.06.2-0 50 22 40 6 7 0,430 060304 ...

551-063.08.89.06.2-0 63 22 40 6 8 0610

SS2-.. d

o] o]
: O
Spare Parts 3andyactu

Ordering Code
Kon

Weight [kg]

= e mm O
g J

552-040.04.89.09.2-0 40 16 40 9 4 0,210 SPMT VT35S BT15

552-050.05.89.09.2-0 50 22 40 9 5 0,290 097308 ...

552-063.06.89.09.2-0 63 22 40 9 6 0,530

552-080.07.89.09.2-0 80 27 50 9 7 1,180

552-100.08.89.09.2-0 100 32 50 9 8 1,670

ﬁ Without coolant Bes COX Q With coolant C COM¥
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KONRAD Shoulder Milling Cutters
TOOLS Opesbl 4n1A 06paboTHM YCTYMOB W Na30B

SE3-...

o] o]
: O
Spare Parts 3anyactu

Ordering Code Ei

Koq =
£ [0 o O
(]

$53-050.05.89.12.2-0 50 22 40 12 5 0,280 SPMT VT50 BT20

553-063.06.89.12.2-0 63 22 40 12 6 0,600 120408 ...

553-080.06.89.12.2-0 80 27 50 12 6 0,980

§53-100.08.89.12.2-0 100 32 50 12 8 1,540

553-125.09.89.12.2-0 125 40 63 12 9 3,280

SE5-... @

T B \ﬂ

L=

@ l
L1 .’
Dimensions [mm] Pa3vepsb! [MM] Spare Parts 3anuactu

Ordering Code
Ko,
. L | u O [himm ]
25 25 100 44

Weight [kg]

T
=
U
(0]
o

SE5-025.02.90.16.2-0.1 17 2 0,380 APKT 1604 ... VT40 BT15
SE5-032.03.90.16.2-0.1 32 32 110 50 17 3 0,640

SE5-040.04.90.16.2-0.1 40 32 115 45 17 4 0,760

Long models YanvHeHHbIe Modenu

SE5-022L.02.90.16.2-01 22 20 200 60 17 2 0,440 APKT 1604 ... VT40 BT15
SE5-025L.02.90.16.2-0.1 25 25 200 60 17 2 0,640

SE5-032L.03.90.16.2-0.1 32 32 200 60 17 3 1,120

SE5-040L.04.90.16.2-0.1 40 32 200 60 17 4 1,300

ﬁ Without coolant Be3 COX Q With coolant C COMX
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KONRAD Shoulder Milling Cutters
TOOLS Ope3bl 41° 06paboTKM YCTYMOB W Na3os

SS5-...

T
’ O

H

Ordering Code Ei

Koq =
£ [o] o O
Q

555-040.04.90.16.2-0.1 40 16 40 17 4 0,210 APKT 1604 ... VT40 BT15

555-050.05.90.16.2-0.1 50 22 40 17 5 0,290

555-063.06.90.16.2-0.1 63 22 40 17 6 0,530

555-080.07.90.16.2-0.1 80 27 50 17 7 1,180

S555-100.08.90.16.2-0.1 100 32 50 17 8 1,670

555-125.09.90.16.2-0.1 125 40 63 17 9 3,110

555-160NC.10.90.162-0.1 ¥ 160 40 63 17 10 5,280

555-200NC.13.90.162-0.1 ¥ 200 60 63 17 13 10,200

SS5-250NC.06.90.16.2-0.1 ]2( 250 60 63 17 16 13,810

ﬁ Without coolant Bes COX Q With coolant C COMX
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KONRAD Shoulder Milling Cutters
TOOLS Opesbl 4n1A 06paboTHM YCTYMOB W Na30B

SE6-... @‘
o &
. NE

=

Ordering Code Ei
Koq =

L | u £ (0] o O
SE6-010.01.90.10.2-0.1 10 16 80 24 10 1 0,100 = APKT 1003 ... V125 BTO8
SE6-011.01.90.10.2-0.1 11 16 80 24 10 1 0,100
SE6-012.01.90.10.2-0.1 12 16 80 24 10 1 0,120
SE6-013.01.90.10.2-0.1 13 16 80 24 10 1 0,120
SE6-014.01.90.10.2-0.1 14 16 80 24 10 1 0,120
SE6-015.02.90.10.2-0.1 15 16 85 25 10 2 0,120
SE6-0157.02.90.10.2-0.1 15,7 16 85 25 10 2 0,120
SE6-016.02.90.10.2-0.1 16 16 85 25 10 2 0,130
SE6-017.02.90.10.2-0.1 17 16 85 25 10 2 0,130
SE6-018.02.90.10.2-0.1 18 20 85 25 10 2 0,170
SE6-0195.03.90.10.2-0.1 19,5 20 90 25 10 3 0,180
SE6-0197.03.90.10.2-0.1 19,7 20 90 25 10 3 0,180
SE6-020.03.90.10.2-0.1 20 20 90 25 10 3 0,200
SE6-022.03.90.10.2-0.1 22 25 95 25 10 3 0,220
SE6-0247.04.90.10.2-0.1 24,7 25 95 25 10 4 0,320
SE6-025.03.90.10.2-0.1 25 25 95 25 10 3 0,320
SE6-025.04.90.10.2-0.1 25 25 95 25 10 4 0,340
SE6-028.04.90.10.2-0.1 28 25 95 25 10 4 0,340
SE6-030.04.90.10.2-0.1 30 25 95 25 10 4 0,340
SE6-0317.05.90.10.2-0.1 31,7 25 95 26 10 5 0,360
SE6-032.05.90.10.2-0.1 32 25 95 26 10 5 0,380
Long models YanuHeHHble Mogenn
SE6-010L.01.90.10.2-0.1 10 16 150 24 10 1 0,200 = APKT 1003 ... V125 BTO8
SE6-012L.01.90.10.2-0.1 12 16 150 24 10 1 0,200
SE6-016L.02.90.10.2-0.1 16 16 150 100 10 2 0,210
SE6-018L.02.90.10.2-0.1 18 16 150 25 10 2 0,330
SE6-020L.03.90.10.2-0.1 20 20 150 100 10 3 0,330
SE6-025L.04.90.10.2-0.1 25 20 150 25 10 4 0,350
SE6-032L.05.90.10.2-0.1 32 25 150 25 10 5 0,560
ﬁ Without coolant Bes COX Q With coolant C COMX
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KONRAD Shoulder Milling Cutters
TOOLS Opesbl 4n1A 06paboTHM YCTYMOB W Na30B

SE35-...

o
@ X

soxﬂ
L O

Dimensions [mm] Pa3mepsl [MM] Spare Parts 3anyactu

L1

Ordering Code Ei
Kog =
L | L £ (O] [ iy —

SE35-010.02.90.06.2-0.2 10 10 100 28 52 2 0,060 APKT 0602 ... VT18 06 BTO6
SE35-012.03.90.06.2-0.2 12 12 100 30 52 3 0,080

SE35-014.03.90.06.2-0.2 14 12 120 32 52 3 0,120

SE35-016.04.90.06.2-0.2 16 16 120 32 52 4 0,160

SE35-018.04.90.06.2-0.2 18 16 120 32 52 4 0,170

SE35-020.05.90.06.2-0.2 20 20 150 35 52 5 0,300

SE35-025.07.90.06.2-0.2 25 20 150 35 52 7 0,320

SE35-032.08.90.06.2-0.2 32 25 150 35 52 8 0,560

& v

Dimensions [mm] Pa3mepsbl [MM] Spare Parts 3anuactu

Weight [kg]

Ordering Code

Ko —

ﬂ # (o) (o O
g

5536-032.08.90.06.2-0.2 32 16 40 52 8 0,250 = APKT 0602 ... VT18 06 BTO6

5536-032.10.90.06.2-0.2 40 16 40 5.2 10 0,270

5536-032.11.90.06.2-0.2 50 22 40 52 11 0,430

ﬁ Without coolant Be3 COX Q With coolant C COMX

26 www.konradtools.com



KONRAD Shoulder Milling Cutters

TOOLS Opesbl 4n1A 06paboTHM YCTYMOB W Na30B
SE40-...
-
(e
90"\# L

Spare Parts 3anuactu

Dimensions [mm] Pa3mepsbl [MM]

Ordering Code E\
Koa -
L | £ (0] (i [ —
o
S
SE40-016.08.90.06.2-0.2 16 16 80 225 52 2 8 0,16 APKT 06 ... VT18 06 BT 06
SE40-020.15.90.06.2-0.2 20 20 S0 28 52 3 15 0,3
SE40-025.30.90.06.2-0.2 25 25 100 335 5.2 5 30 0,32
K Forward feed factor MNMogaua Shell type roughing cutter HacagHas dpesa ana vepHoBol 06paboTku

<=

SS37-... d
I
—
I g
90° a
° O

Ordering Code
Kon

Weight [kg]

= A\ o O
g

5537-050.05.90.08.2-2 50 22 40 7 5 0,336 WNEU ... VT40 835 BT15

5537-063.06.90.08.2-2 63 22 40 7 6 0,476 WNEX ...

§537-080.07.90.08.2-2 80 27 50 7 7 1,084

§537-100.08.90.08.2-2 100 32 50 7 8 1,525

§537-125.10.90.08.2-2 125 40 63 7 10 3,110

5537-160.11.90.08.2-2 160 40 63 7 11 5,280

ﬁ Without coolant Bes COX Q With coolant C COM¥
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KONRAD

TOOLS

SE38-...

L1

D

Dimensions [mm] Pa3mepsbl [MM]

Shoulder Milling Cutters
®pe3bl 4NA 06paboTKM YCTYMNOB M1 Na30B

Spare Parts 3anuactu

D

Ordering Code Ei
Koq =
L L1 £ @ (i [ —
Q
=
SE38-020.03.90.04.2-0.2 20 20 100 30 4 3 0,35 WNEU VT25 BTO8
SE38-025.04.90.04.2-0.2 25 25 115 35 4 4 0,6 040308 ...
SE38-032.05.90.04.2-0.2 32 25 125 40 4 5 1,15
SE38-020L.03.90.04.2-0.2 20 20 150 50 4 3 0,5
SE38-025L.04.90.04.2-0.2 25 25 150 50 4 4 0,75
SE38-032L.05.90.04.2-0.2 32 32 200 60 4 5 2,1
d
SS39-... A—— @‘
\?% "
) %7 ‘\@ﬂ
© 90°
P O

Dimensions [mm] Pa3mepsbl [MM]

- ... E

Koa e - @
24

5539-040.05.90.04.2-0.2 40 16 40 4 5 0,3 WNEU

5539-050.06.90.04.2-0.2 50 22 50 4 6 0, 040308 ...

5539-063.07.90.04.2-0.2 63 22 50 4 7 09

=

V125

Spare Parts 3anuactu

BTO8

ﬁ Without coolant bes COX
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KONRAD Shoulder Milling Cutters
TOOLS Ope3bl 41° 06paboTKM YCTYMOB W Na3os

Dimensions [mm] Pa3meps [MM] Spare Parts 3anvactu

H

Ordering Code Ei

Koq =
£ (o] o JO0—
Q

556-040.06.90.10.2-0.1 40 16 40 10 6 0,270 APKT 1003 ... VT25 BTO8

556-050.07.90.10.2-0.1 50 22 40 10 7 0,430

556-063.08.90.10.2-0.1 63 22 40 10 8 0,610

556-080.11.90.10.2-0.1 80 27 50 10 11 1,220

S56-100.12.90.10.2-0.1 100 32 50 10 12 1,980

*

Dimensions [mm] Pa3mepsbl [MM] Spare Parts 3anuactu

Ordering Code

Ko,

: L (] (o O
20 20 100 30

Weight [kg]

T
=
U
(0]
o

SE7-020.03.90.10.2-1 9 3 0,220 = LNMX 1006 ... VT30 745 BTO9
SE7-025.03.90.10.2-1 25 25 115 35 9 3 0,400

SE7-032.04.90.10.2-1 32 25 125 40 9 4 0,520

Long models YanvHeHHbIe Modenu

SE7-020L.03.90.10.2-1 20 20 150 50 9 3 0,340  LNMX 1006 ... VT30 745 BTO9
SE7-025L.03.90.10.2-1 25 25 150 50 9 3 0,520

SE7-032L.04.90.10.2-1 32 32 200 60 9 4 1,160

ﬁ Without coolant Be3 COXK Q With coolant C COXK
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KONRAD

TOOLS

SS57-...

H

Shoulder Milling Cutters
®pe3bl 4NA 06paboTKM YCTYMNOB M1 Na30B

!
@

Spare Parts 3anyactu

Ordering Code Ei

Koq =
£ (o] [ | —
(]

557-040.05.90.10.2-1 40 16 40 9 5 0,260 LNMX 1006 ... VT30 745 BTO9

557-050.07.90.10.2-1 50 22 40 9 7 0,380

557-063.09.90.10.2-1 63 22 40 9 9 0,600

SS8-... ——

Ordering Code
Kon

ec [Kr]

[aa)

Weight [kg]

558-050.05.90.15.2-1 50 22 40 14 5 0,320
558-060.06.90.15.2-1 63 22 40 14 6 0,520
558-080.07.90.15.2-1 80 27 50 14 7 1,120
558-100.08.90.15.2-1 100 32 50 14 8 1,830
558-125.10.90.15.2-1 125 40 63 14 10 3,520
558-160.11.90.15.2-1 160 40 63 14 11 5,280

(o]

LNMX 1510 ...

=

VT40 735

Spare Parts 3anuactu

BT15

ﬁ Without coolant Bes COX
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Q With coolant C COMX



KONRAD Face Milling Cutters 75°
TOOLS Topuesble dpesbl 75°

SES-...

L
Uy

— 0
7

Spare Parts 3anuactu

Dimensions [mm] Pa3mepsbl [MM]

Ordering Code Ei
Koq =
L | L1 £ (0] (i g ——
Q
SES-025.02.75.10.2-0.1 25 28,6 20 95 25 4 2 0,220 APKT 1003 ... VT25 BTO8
SES-032.03.75.10.2-0.1 32 35,6 25 S5 25 4 3 0,320
SES-040.04.75.10.2-0.1 40 43,6 25 100 25 4 4 0,400

SS9-..

Spare Parts 3anuactu

Ordering Code i
Kon -
£ o o O
(7]
2o
559-050.05.75.10.2-0.1 50 54 22 40 6,5 5 0,360 APKT 1003 ... VT25 BTO8
S559-063.06.75.10.2-0.1 63 67 22 40 6,5 6 0,600

O

Ordering Code Ei
Koq =
£ [o] o JO—
=48
5510-050.03.75.16.2-0.1 50 54 16 40 6,5 3 0,310 APKT 1604 ... ‘ VT40 ‘ BT15
S5510-063.04.75.16.2-0.1 63 67 22 40 6,5 4 0,540 ‘ ‘
S5510-080.05.75.16.2-0.1 80 84 27 50 6,5 5 1,150 ‘ ‘
S5510-100.06.75.16.2-0.1 100 104 32 50 6,5 6 1,800 ‘ ‘
5510-125.07.75.162-0.1 125 129 40 63 65 7 | 3140 \ \
ﬁ Without coolant Bes COX Q With coolant C COMX

www.konradtools.com 31



KONRAD Face Milling Cutters 45°
TOOLS TopueBsble dpesbl 45°

I @@

o — 4+ -
4

: 0
Dimensions [mm] Pa3mepb [MM] SRS LS
3anyactm

Ordering Code
O

Weight [kg]
Bec [kr]

5511-050.04.45.12.2-0.1 10,4 6 4 0,600 = SEKN 1203 ...
5511-063.05.45.12.2-0.1 63 76 22 - 19 21 104 6,3 40 6 5 0690 = SEKR 12053 ..
5511-080.06.45.12.2-0.1 80 93 27 - 38 24 | 124 7 50 6 6 1,370
5511-100.06.45.12.2-0.1 100 113 32 - 45 26 | 144 8 50 6 6 2,000
S511-125.07.45.12.2-0.1 125 138 40 - 56 32 164 9 63 6 7 3,900
5511-160DC.07.45.12.2-0.1 160 173 40 66,7 86 32 164 9 63 6 7 5,900
5511-200DC.10.45.12.2-0.1 200 213 | 60 | 101,7 129 32 257 14 63 6 10 | 15,000
5511-250DC.13.45.12.2-0.1 250 263 | 60 | 101,7 178 32 257 14 63 6 13 | 15,000

Spare Parts 3anyactu

Insert locking screw

= Support BuHT anA Screw support Key Key

@ Mogknagka NpUKpeneHns 3aLMUTHBIA BUHT Kntou Kniou
MAACTUHBI

AKE12,4 CVB55 VF4 BT25 - TORX PLUS BT 08

ﬁ Without coolant Be3 COXK Q With coolant C COXK

32 www.konradtools.com



KONRAD

TOOLS

SE12-...

Face Milling Cutters 45°
TopueBble ¢ppe3bl 45°

L1

De

Dimensions [mm] Pa3mepsbl [MM]

O

Spare Parts 3anuactu

Ordering Code Ei
Koq =
u = < (o O
(]
SE12-025.02.45.12.2-0.1 25 38 25 100 44 6 2 0,370 = SEHT 1204 ... VT50 BT20
SE12-032.03.45.12.2-0.1 32 45 25 110 54 6 3 0,420 = SEKT 1204 ..
SE12-040.04.45.12.2-0.1 40 53 32 115 55 6 4 0,780

Ordering Code
Koa

eight [kql

<

g
5512-040.03.45.12.2-0.1 40 53 16 40 6 3 0,270 = SEHT 1204 ...
5512-050.04.45.12.2-0.1 50 63 22 48 6 4 0,480 = SEKT 1204 ..
5512-063.05.45.12.2-0.1 63 76 22 48 6 5 0,760
5512-080.06.45.12.2-0.1 80 93 27 50 6 6 1,270
§512-100.06.45.12.2-0.1 100 113 32 50 6 6 1,790
$512-125.07.45.12.2-0.1 125 138 40 63 6 7 3,470
$512-160.08.45.12.2-0.1 160 173 40 63 6 8 5,280
$512-200NC.12.45.12.2-0.1 ¥ 200 = 213 60 63 6 12 7,800
5512-250NC.16.45.12.2-0.1 ¥ 250 @ 263 60 63 6 16 | 11,100
5512-040F.04.45.12.2-0.1 40 53 16 40 6 4 0,270
5512-050F.05.45.12.2-0.1 50 63 22 48 6 5 0,480
5512-063F.06.45.12.2-0.1 63 76 22 48 6 6 0,760
5512-080F.07.45.12.2-0.1 80 93 27 50 6 7 1,270
5512-100F.08.45.12.2-0.1 100 113 32 50 6 8 1,790
5512-125F.09.45.12.2-0.1 125 138 40 63 6 9 3,470
5512-160F.10.45.12.2-0.1 160 173 40 63 6 10 5,280

a

O
e ]

|

VT50

aé

Spare Parts 3anuactu

BT20

ﬁ Without coolant Be3 COX

Q With coolant C COX
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KONRAD
TOOLS

Ordering Code
Kon

Face Milling Cutters 45°
TopueBble ¢ppe3bl 45°

eight [kg]

O

Spare Parts 3anuactu

el < 1 R w N
@
S5513-050.04.45.12.2-1 50 63 22 48 6 4 0,520 SDHT 1204 ... VT45P BT20
S5513-063.0545.12.2-1 63 76 22 48 6 5 0,800
S5513-080.06.45.12.2-1 80 93 27 50 6 6 1,300
S5513-100.06.45.12.2-1 100 113 32 50 6 6 1,770
S513-125.07.45.12.2-1 125 138 40 63 6 7 3,700
S513-160.08.45.12.2-1 160 173 40 63 6 8 5,280
SS13-200NC.12.45.12.2-1 ]8: 200 213 60 63 6 12 14,000
SS13-250NC.16.45.12.2-1 ]3( 250 263 60 63 6 16 14,000
NEW
Double insert pocket
LlHH ABYX TNOB MiacTuH
- |[©©
El
]

Spare Parts 3anuactu

O
e ]

@ @

SNEX ONMU
1206 ... 1205 ..
SNMX
1206 ...

16 cutting edges
16 peyLMX KPOMMOK

NEW

Ordering Code E’
Koa =

§

Q
5516-050.04.45.12.2-1 50 63 22 40 6 4 0,520
5516-063.06.45.12.2-1 63 76 22 40 6 6 0,640
5516-080.07.45.12.2-1 80 93 27 50 6 7 1,250
5516-100.08.45.12.2-1 100 113 32 50 6 8 1,830
5S516-125.1045.12.2-1 125 138 40 63 6 10 3,920
5516-160.12.45.12.2-1 160 173 40 63 6 12 5,280
SS16-200NC.14.4512.2-1 200 213 60 63 6 14 10,200
SS16-250NC.16.45.12.2-1 250 263 60 63 6 16 13,900
SS516-050F.06.45.12.2-1 50 63 22 40 6 6 0,520
SS16-063F.08.45.12.2-1 63 76 22 40 6 8 0,640
SS16-080F.10.45.12.2-1 80 93 27 50 6 10 1,250
SS16-100F.12.45.12.2-1 100 113 32 50 6 12 1,830
SS16-125F16.45.12.2-1 125 138 40 63 6 16 3,920
SS516-160F.20.45.12.2-1 160 173 40 63 6 20 5,280

im!

VT40S

9/

BT20

ﬁ Without coolant Bes COX
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KONRAD
TOOLS

SE17-...

Ordering Code

Helical Roughing End Mill
CnmpanbHble Gpesbl 414 YepHOBOM 06paboTKK

-
o0
ool Ll ]

Dimensions [mm] Pa3mepsbl [MM]

O

Spare Parts 3anuactu

@
X
Koq = : HDE m
o
SE17-025.02.90.16.2-0.1 25 25 105 29 17 1 2 0,320 APKT 1604 ... VT40 BT15
SE17-032.06.90.16.2-0.1 32 32 115 44 17 2 6 0,520
SE17-040.08.90.16.2-0.1 40 32 130 58 17 2 8 0,760
K Forward feed factor Mogaua Shell type roughing cutter HacagHas dpesa ana 4epHoBol 06paboTKu
SS17-... d
F‘ IN
‘ 9 A |-
har
A~
|
I e
D 90° O

Ordering Code
Kon

Dimensions [mm] Pa3mepsbl [MM]

50 27 50 30

Weight [kg]

T
=
U
(0]
o

5517-050.06.90.16.2-0.1 16 3 6 0,460
5517-063.12.90.16.2-0.1 63 27 60 44 16 4 12 0,820
5517-080.15.90.16.2-0.1 80 32 60 44 16 5 15 1,380
S5517-100.18.90.16.2-0.1 100 = 40 60 44 16 6 18 1,730

(o]

APKT 1604 ...

=

VT40

Spare Parts 3anuactu

BT15

K Forward feed factor lNogava

ﬁ Without coolant Be3 COX

Q With coolant C COX
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KONRAD Helical Roughing End Mill

TOOLS CrvpanbHble Gpesbl 4N YepHOBOM 06paboTKM
SE18-...
-
(e
90"\# L

Dimensions [mm] Pa3meps [MM] Spare Parts 3anyactu

Ordering Code Ei
Koa -
L | u £ (0] (i I
o
SE18-020.04.90.10.2-0.1 20 20 87 28 10 1 4 0,200 APKT 1003 ... VT25 BTO8
SE18-025.08.90.10.2-0.1 25 25 105 37 10 2 8 0,360
SE18-032.10.90.10.2-0.1 32 32 115 46 10 2 10 0,600
SE18-032.15.90.10.2-0.1 32 32 115 46 10 3 15 0,600
SE18-040.18.90.10.2-0.1 40 32 130 55 10 3 18 0,780
K Forward feed factor Mogava Shell type roughing cutter HacagHas dpesa ana 4epHoBol 06paboTkM

SS18-...

Dimensions [mm] Pa3mepsbl [MM] Spare Parts 3anuactu

Weight [kg]

Ordering Code

Lt : e o O
g

5518-040.12.90.10.2-0.1 40 16 50 37 10 3 12 0,250 = APKT 1003 ... VT25 BTO8

5518-050.15.90.10.2-0.1 50 22 60 46 10 3 15 0,510

5518-063.20.90.10.2-0.1 63 27 60 46 10 4 20 0,940

ﬁ Without coolant Be3 COX Q With coolant C COX
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KONRAD Notes

TOOLS 3ameTkM
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KONRAD Cutting Speed Recommendations for Milling Cutter 45° and 90°
TOOLS PekomeHaaLmm no CKopoCTy pe3aHuna ans epes 45° 1 90°

Insert grade Without coolant | With coolant
Tvn NNacTUHbI Be3 COX C COX
1SO Code 32{

Material Matepuan

Structural steel
CTpOVITEJ'IbHaH CTalnb

Mpynna matepnana

Material group

[} O 190-290 175-265 160-240

Heat treated steel

TepMuuecKkun ynydweHHaa ctanb L4 O 160-230 145-215 140-190

Tool steel
MHCTpyMeHTanbHanA ctanb

Hardened steel
3aKaneHHan ctanb

(] O 145-210 130-190 120-175

[} O 110-170 100-160

Stainless steel Austenitic
Hepagelowan ctanb | AyCTeHUTHaA CTasb 90-150

oA Austenitic hardened
AyCTEeHUTHaA 3aKkaneHHan 60-110
Grey cast iron
Cepbiin YyryH ° O 140-300

Nodular graphite cast iron

YyryH c WwaposmAaHbIM rpadriomMm L o 100-160

Aluminium
ANOMUHMA

Copper and copper alloys
Megpb v MeaHble crinassbl

Heat resistant alloys
TepMocToMKMe cnnasbl

Titanium alloys
TuTaHoBble Crnasbl

@ Recommended application PexomeHgoBaHHOe npuMeHeHye
O Alternative application reduced by 30-50% reduced AnsTepHaTMBHOE MpUMeHeHMe — MoHKeHre Ha 30-50%
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KONRAD

TOOLS

Cutting Speed Recommendations for Milling Cutter 45° and 90°
PexkoMeHaaumm no CKopocTy pesanusa ana ¢pes3 45° 1 90°

B7M-F1 B8M-G1
M35 M40
150-230 100-220 200-300
130-180 145-215 180-250
110-160 130-190 160-220
120-180
80-140 70-130 110-180 100-160
80-130 70-120
180-360 150-320
140-250 110-180
400-2500 500-3000
120-400 160-500
30-70 25-80
30-80 30-80
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KONRAD Cutting parameters universal grade

TOOLS [NapameTpbl pe3aHra yH1MBEepCasibHbIX KNaccoB CrfiaBoB
APKT 1003 PDTR-M A6M-A2 32[
o g ' D.0.C. [mm] Feed Ve Suggested Starting

3 3 . Material T [Mogava {m/min] Parameters
E, i= | Material 2. Examples o - [mm/rev] (MIMH] PexoMeHaoBaHHbIe
] i Marepvian 2 © |Mpvvepsi S [MM/06] Ha4asbHble NapameTpbl
E = = T marepuana a
i :: ISR
Unalloyed 1 (35, Ck45,1020, 125HB 013 026 190 330 0,17 250
HenervposaHHbi 1 2 1045, 1060, 190 HB 0,5 9 013 026 190 300 2 0,17 220
3 28Mn6 250HB 05 9 013 026 190 250 2 017 200
Low-alloyed 6  42CrMo4, St50, 180HB 05 9 011 021 150 240 2 015 200
Hu3KonerrpoBaHHbI 46 (Ck60,4140,4340, 230HB 0,5 9 011 021 150 210 2 015 180
2 57 1loocrs 280HB 05 9 011 018 130 190 2 013 150
8 350HB 0,5 9 011 018 130 170 2 013 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 64 008 018 90 150 15 013 130
BbicoKosiermpoBaqHbii 10 M42,D3,56-5-2, 280HB 05 64 008 018 90 130 15 013 120
s 11 12NilS 320HB 05 64 008 015 60 110 15 012 100
11 350HB 05 64 008 015 60 9 15 012 80
Austenitic 14 304,316, 180HB 05 9 011 021 19 250 2 | 015 220
AyCTEHUTHbI 4 14 | X5CrNi18-19 240HB | 05 9 008 0,18 160 210 2 0,15 190
Duplex 14  X2CrNiN23-4, 290HB 05 64 008 015 70 130 15 012 100
M nynnexchbiit > 14 531500 310HB 05 64 008 015 70 120 15 012 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 9 011 021 150 210 2 | 015 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 64 011 016 90 @ 150 15 012 130
Grey cast iron 15  GG20, GG40, 150HB 05 9 013 026 150 240 2 @ 017 200
Cepbi 4yryH 7 15 | EN-GJL-250, 200HB = 0,5 9 0,13 026 150 220 2 0,17 180
16 No30B 250HB 05 9 013 026 150 190 2 017 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 0,5 9 0,11 023 100 200 2 0,15 180
HyryH ¢ WwaposnaHbIM g 17,19 50005 200HB 05 9 011 023 100 180 2 015 150
rpaguTomM 18,20 250HB 05 9 011 023 100 150 2 015 130
Al (>8% Si) 12 25 |AlSi12 130HB 05 9 013 026 200 400 2 | 018 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 64 008 0,15 25 45 15 012 32
TepMocTovikvie crinaskl 9 33 | Inconel 700 250HB 05 64 008 015 25 45 15 012 30
34 Stellite 21 350HB 05 64 008 015 25 45 15 012 30
Titanium alloys 36 TiAlev4 - 0,5 64 008 0,16 40 65 15 013 55
TWTaHoBbIe Cr/iassl 10037 140 = 05 64 008 015 30 55 15 012 40
Steel 38 | X100CrMol3, 45HRc | 05 32 007 015 40 80 1 01 60
Cranb 38 440C SOHRc 05 19 007 013 40 70 08 009 55
3g | G-X260NiCr42 55HRc 05 1 | 007 011 40 60 @ 05 003 50
H  Chilled cast iron 11 40 | Ni-Hard 2 400HB | 0,5 26 007 0,15 40 80 0,8 0,1 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMo15 55HRc 05 1 007 011 30 60 05 009 40
bBenbin vyryH
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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

APKT 100304 PDTR-M A6M-A2

21

o g ' D.0.C. [mm] Feed Ve Suggested Starting
3 3 . Material T [Mogava {m/min] Parameters
E, i | Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHbIe
T i Marepvian 2 © |Mpuvepsi S [MM/06] HauasbHbIe NapaMeTpbl
E = = T marepuana a
i : IESESE N TR
Unalloyed 1 (35, Ck45,1020, 125HB 0,11 190 330 0,14 250
HenervposaHHbI 1 2 1045, 1060, 190 HB 0,5 9 011 0,2 190 300 2 0,14 220
3 28Mn6 250HB 05 9 011 02 190 250 2 014 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 9 009 016 150 240 2 | 012 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 9 009 016 150 210 2 012 180
2 57 1loocre 280HB 05 9 009 014 130 190 2 011 150
8 350HB 05 9 009 014 130 170 2 011 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 64 007 014 90 150 15 011 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 64 007 014 9 130 15 011 120
s 11 12Nil1S 320HB 05 64 007 011 60 110 15 01 100
11 350HB 05 64 007 011 60 S 15 01 80
Austenitic 14 304,316, 180HB 05 9 009 016 190 250 2 012 220
AyCTEHUTHBI 4 14 | X5CrNi18-19 240HB | 0,5 9 0,07 014 160 210 2 0,12 190
Duplex 14 | X2CrNiN23-4, 290HB 05 64 007 011 70 130 15 01 | 100
M nynnexcrbin > 14 531500 310HB 05 64 007 011 70 120 15 01 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 9 009 016 150 210 2 012 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 64 009 012 9 150 15 01 @ 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 9 011 02 150 240 2 @ 014 200
Cepblit 4yryH 7 15 EN-GJL-250, 200HB 0,5 9 011 02 150 220 2 0,14 180
16 No30B 250HB 05 9 011 02 150 190 2 014 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 9 0,09 0,17 100 200 2 0,12 180
HyryH € WapoBraHbIM g 17,19 50005 200HB 05 9 009 017 100 180 2 012 150
rpaguToM 18,20 250HB 05 9 009 017 100 150 2 012 130
Al (>8% Si) 12 25 AlSi12 130HB 05 9 011 02 200 400 2 016 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 64 007 011 25 45 15 0,1 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 64 007 011 25 45 15 01 30
34 Stellite 21 350HB 05 64 007 011 25 45 15 01 30
Titanium alloys 36 TiAlev4 - 0,5 64 007 0,12 40 65 1,5 0,11 55
TWTaHoBbIe Criassl 10037 40 = 05 64 007 011 30 55 15 01 40
Steel 38 | X100CrMol3, 45HRc 05 32 006 011 40 80 1 009 60
Cranb 38 440C SOHRc 05 19 006 01 40 70 08 008 55
3g | G-X260NiCr42 S5HRc 05 | 1 | 006 009 40 60 05 007 50
H  Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 26 006 011 40 80 08 @ 0,09 50
3aKaneHHbIn YyryH
White cast iron 41 | G-X300CrMo15 55HRc 0,5 1 006 009 30 60 05 007 40
benbin vyryH
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APKT 100312 PDTR-M A6M-A2, APKT 100316 PDTR-M A6M-A2
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Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

21

' D.0.C. [mm] Feed Ve Suggested Starting
Material T Mogava [m/min] Parameters
Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHble
Matepvan 2 © | Mpuvepsl g [MM/06] HauasbHbIe NapaMeTphbl
- i 0 R G = Y S
oo o max | D.0.C. | Feed
S>> =
Unalloyed 1 (35, Ck45,1020, 125HB 013 028 190 330 250
HenervposaHHbi 1 2 1045, 1060, 190 HB 0,5 9 013 028 190 300 2 o,2 220
3 28Mn6 250HB 05 9 013 028 190 250 2 02 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 9 011 022 150 240 2 | 018 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 9 011 022 150 210 2 018 180
2 57 1loocre 280HB 05 9 011 019 130 190 2 016 150
8 350HB 05 9 011 019 130 170 2 016 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 64 008 019 90 150 15 016 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 64 008 019 90 130 15 016 120
s 11 12NilS 320HB 05 64 008 016 60 110 15 014 100
11 350HB 05 64 008 016 60 9 15 014 80
Austenitic 14 304,316, 180HB 05 9 011 022 190 250 2 018 220
AyCTEHUTHbIV 4 14 | X5CrNi18-19 240HB | 0,5 9 008 019 160 210 2 0,18 190
Duplex 14 | X2CrNiN23-4, 290HB 05 64 008 016 70 130 15 014 100
AynnekcHbin > 14 | S31500 310HB 05 64 008 016 70 120 15 014 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 9 011 022 150 210 2 018 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 64 011 018 90 150 15 0,14 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 9 013 028 150 240 2 02 200
Cepblit 4yryH 7 15 EN-GJL-250, 200HB 0,5 9 013 028 150 220 2 02 180
16 No30B 250HB 05 9 013 028 150 190 2 02 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 9 0,11 025 100 200 2 0,18 180
HyryH C WwWapoBraHbIM g 17,19 50005 200HB 05 9 011 025 100 180 2 018 150
rpaguTomM 18,20 250HB 05 9 011 025 100 150 2 018 130
Al (>8% Si) 12 25 AlSi12 130HB 05 9 013 028 200 400 2 022 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 64 008 0,16 25 45 15 014 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 64 008 016 25 45 15 014 30
34 Stellite 21 350HB 05 64 008 016 25 45 15 014 30
Titanium alloys 36 TiAlev4 - 0,5 64 008 0,18 40 65 1,5 0,16 55
TWTaHoBbIe Criasbl 10037 40 = 05 64 008 016 30 55 15 014 40
Steel 38 | X100CrMol3, 45HRc 05 32 007 016 40 80 1 012 60
Cranb 38 440C SOHRc 05 19 007 014 40 70 08 011 55
3g | G-X260NiCr42 S5HRc 05 | 1 | 007 012 40 60 05 011 50
Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 26 007 016 40 80 08 012 50
3aKaneHHbIn YyryH
White cast iron 41 | G-X300CrMo15 55HRc 0,5 1 007 012 30 60 05 011 40
benbin vyryH

42
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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

APKT 100332 PDTR-M A6M-A2

21

o g ' D.0.C. [mm] Feed Ve Suggested Starting
3 3 . Material T [Mogava {m/min] Parameters
E, i | Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHbIe
T i Marepvian 2 © |Mpuvepsi S [MM/06] HauasbHbIe NapaMeTpbl
E = = T marepuana a
i : ISR
Unalloyed 1 (35, Ck45,1020, 125HB 013 028 190 330 029 250
HenervposaHHbI 1 2 1045, 1060, 190 HB 0,5 9 013 028 190 300 1 029 220
3 28Mn6 250HB 05 9 013 028 190 250 1 029 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 9 011 022 150 240 1 025 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 9 011 022 150 210 1 025 180
2 57 1loocre 280HB 05 9 011 019 130 190 1 022 150
8 350HB 05 9 011 019 130 170 1 022 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 64 008 019 90 150 1 022 130
BbiCOKON1erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 64 008 019 90 130 1 022 120
s 11 12Nil1S 320HB 05 64 008 016 60 110 1 02 100
11 350HB 05 64 008 016 60 90 1 02 80
Austenitic 14 304,316, 180HB 05 9 011 022 190 250 1 | 025 220
AyCTEHUTHBI 4 14 | X5CrNi18-19 240HB | 0,5 9 008 019 160 210 1 025 190
Duplex 14 | X2CrNiN23-4, 290HB 05 64 008 016 70 | 130 1 02 100
M nynnexcrbin > 14 531500 310HB 05 64 008 016 70 120 1 02 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 9 011 022 150 210 1 025 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 64 011 018 90 | 150 1 02 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 9 013 028 150 240 1 029 200
Cepbii YyryH 7 15 EN-GJL-250, 200HB 05 9 0,13 028 150 220 1 029 180
16 No30B 250HB 05 9 013 028 150 190 1 029 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 9 0,11 025 100 200 1 0,25 180
HyryH € WapoBraHbIM g 17,19 50005 200HB 05 9 011 025 100 180 1 025 150
rpaguToM 18,20 250HB 05 9 011 025 100 150 1 025 130
Al (>8% Si) 12 25 AlSi12 130HB 05 9 013 028 200 400 1 | 031 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 64 008 0,16 25 45 1 0,2 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 64 008 016 25 45 1 02 30
34 Stellite 21 350HB 05 64 008 016 25 45 1 02 30
Titanium alloys 36 TiAlev4 - 0,5 64 008 0,18 40 65 1 0,22 55
TWTaHoBbIe Criassl 10037 40 = 05 64 008 016 30 55 1 02 40
Steel 38 | X100CrMol3, 45HRc 05 32 007 016 40 80 07 017 60
Cranb 38 440C SOHRc 05 19 007 014 40 70 07 016 55
3g | G-X260NiCr42 S5HRc 05 | 1 | 007 012 40 60 07 015 50
H  Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 26 007 016 40 80 0,7 0,17 50
3aKaneHHbIn YyryH
White cast iron 41 | G-X300CrMo15 55HRc 0,5 1 007 012 30 60 07 015 40
benbin vyryH
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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

21

APKT 100340 PDTR-M A6M-A2
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' D.0.C. [mm] Feed Ve Suggested Starting
Material T Mogava [m/min] Parameters
Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHble
Matepvan 2 © | Mpuvepsl g [MM/06] HauasbHbIe NapaMeTphbl
- i R G = S
oo o max | D.0.C. | Feed
S>> =
Unalloyed 1 (35, Ck45,1020, @ 125HB 013 046 190 330 0,35 250
HenervposaHHbi 1 2 1045, 1060, 190 HB 0,5 9 013 046 190 300 1 0,35 220
3 28Mn6 250HB 05 9 013 046 190 250 1 035 200
Low-alloyed 6 | 42CrMo4, St50, 180HB 05 9 011 036 150 240 1 03 @ 200
Hv3KonernpoBaHHbIN 46 Ck60, 4140, 4340, 230 HB 0,5 9 0,11 036 150 210 1 03 180
2 57 1loocre 280HB 05 9 011 032 130 190 1 027 150
8 350HB 05 9 011 032 130 170 1 027 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 64 008 032 90 150 1 027 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 64 008 032 90 130 1 0,27 120
s 11 12NilS 320HB 05 64 008 026 60 110 1 024 100
11 350HB 05 64 008 026 60 90 1 024 80
Austenitic 14 304,316, 180HB 0,5 9 011 036 190 250 1 03 220
AyCTEHUTHbIV 4 14 | X5CrNi18-19 240HB | 0,5 9 008 032 160 210 1 03 190
Duplex 14 | X2CrNiN23-4, 290HB 05 64 008 026 70 | 130 1 | 024 100
AynnekcHbin > 14 | S31500 310HB 05 64 | 008 026 70 120 1 024 90
Austenitic hardened 12 410, X6Crl7, 200HB | 05 9 011 036 150 210 1 03 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 64 011 029 90 | 150 1 024 130
Grey cast iron 15  GG20, GG40, 150HB 05 9 013 046 150 240 1 035 200
Cepbii YyryH 7 15  EN-GJL-250, 200HB 05 9 0,13 046 150 220 1 035 180
16 No30B 250HB 05 9 013 046 150 190 1 035 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 9 0,11 041 100 200 1 0,3 180
HyryH C WwWapoBraHbIM g 17,19 50005 200HB 05 9 011 041 100 180 1 03 150
rpaguTomM 18,20 250HB 05 9 011 041 100 150 1 03 130
Al (>8% Si) 12 25 AlSi12 130HB | 0,5 9 013 046 200 400 1 | 038 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 64 008 0,26 25 45 1 024 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 64 008 026 25 45 1 024 30
34  Stellite 21 350HB 05 64 008 026 25 45 1 024 30
Titanium alloys 36 TiAlev4 - 0,5 64 008 0,29 40 65 1 0,27 55
TwTaHoBbIe crinasbl 10037 40 - 05 64 008 026 30 55 1 024 40
Steel 38  X100CrMol3, 45HRc 05 32 007 026 40 80 07 021 60
Cranb 38 440C SOHRc 05 19 007 023 40 70 07 02 55
3g | G-X260NiCr42 S5HRc 05 | 1 007 02 40 60 07 018 50
Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 26 007 0,26 40 80 0,7 0,21 50
3aKaneHHbIn YyryH
White cast iron 41  G-X300CrMol5 55HRc 0,5 1 007 02 30 60 07 018 40
benbin vyryH
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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

APKT 1604 PDTR-M A6M-A2

21

o g ' D.0.C. [mm] Feed Ve Suggested Starting
3 3 . Material T [Mogava {m/min] Parameters
E, i | Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHbIe
T i Marepvian 2 © |Mpuvepsi S [MM/06] HauasbHbIe NapaMeTpbl
E = = T marepuana a
i : ISR
Unalloyed 1 (35, Ck45,1020, 125HB 018 032 190 330 023 250
HenervposaHHbI 1 2 1045, 1060, 190 HB 0,5 15 018 032 190 300 4 023 220
3 28Mn6 250HB = 05 15 018 032 190 250 4 023 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 15 015 025 150 240 4 02 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 15 015 025 150 210 4 02 180
2 57 1loocre 280HB 05 15 015 022 130 190 4 018 150
8 350HB 05 15 015 022 130 170 4 018 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 107 012 022 90 150 3 018 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 10,7 012 022 90 130 3 0,18 120
s 11 12Nil1S 320HB 05 107 012 018 60 110 3 016 100
11 350HB 05 10,7 012 018 60 90 3 016 80
Austenitic 14 304,316, 180HB 05 15 015 025 190 250 4 02 220
AyCTEHUTHBI 4 14 | X5CrNi18-19 240HB | 0,5 15 012 022 160 210 4 02 190
Duplex 14 | X2CrNiN23-4, 290HB 05 10,7 012 018 70 | 130 3 016 100
M nynnexcrbin > 14 531500 310HB 05 107 012 018 70 120 3 016 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 15 015 025 150 210 4 02 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 107 015 02 90 @ 150 3 016 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 15 018 032 150 240 4 023 200
Cepbii YyryH 7 15 EN-GJL-250, 200HB 05 15 0,18 032 150 220 4 023 180
16 No30B 250HB 05 15 018 032 150 190 4 023 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 15 0,15 028 100 200 4 0,2 180
HyryH € WapoBraHbIM g 17,19 50005 200HB 05 15 0,15 028 100 180 4 02 150
rpaguToM 18,20 250HB 05 15 015 028 100 150 4 02 130
Al (>8% Si) 12 25 AlSi12 130HB | 05 15 018 032 200 400 4 025 280
Heat resistant alloys 31,32 Incoloy 800 240HB 05 10,7 012 018 25 45 3 016 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 10,7 012 018 25 45 3 016 30
34 Stellite 21 350HB 05 10,7 0112 0118 25 @ 45 3 016 30
Titanium alloys 36 TiAlev4 - 0,5 10,7 0,12 0,2 40 65 3 0,18 55
TWTaHoBbIe Criassl 10037 40 = 05 107 012 018 30 55 3 016 40
Steel 38 | X100CrMol3, 45HRc 05 54 01 018 40 80 2 014 60
Cranb 38 440C SOHRc 05 32 01 016 40 70 15 013 55
3g | G-X260NiCr42 55HRc 05 16 01 014 40 60 1 012 50
H  Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 43 0,1 0,18 40 80 1,5 0,14 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMo15 55HRc 05 | 16 01 014 30 60 1 012 40
benbin vyryH
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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

21

APKT 160416 PDTR-M A6M-A2

a
=1
o
b
o

i
b
o

3
1]

=

©
[=
o]
=
[=}
9]
=
©
b3
©
C
[=
a

-

' D.0.C. [mm] Feed Ve Suggested Starting
Material T Mogava [m/min] Parameters
Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHble
Matepvan 2 © | Mpuvepsl g [MM/06] HauasbHbIe NapaMeTphbl
- i R G = Y S
oo o max | D.0.C. | Feed
S>> =
Unalloyed 1 (35, Ck45,1020, 125HB 018 032 190 330 0,23 250
HenervposaHHbi 1 2 1045, 1060, 190 HB 0,5 15 018 032 190 300 5 0,23 220
3 28Mn6 250HB 05 15 018 032 190 250 5 023 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 15 015 025 150 240 5 02 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 15 015 025 150 210 5 02 180
2 57 1loocre 280HB 05 15 015 022 130 190 5 018 150
8 350HB 05 15 015 022 130 170 5 | 018 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 107 012 022 90 150 38 018 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 107 012 022 90 130 38 018 120
s 11 12NilS 320HB 05 107 012 018 60 110 38 016 100
11 350HB 05 107 012 018 60 90 38 016 80
Austenitic 14 304,316, 180HB 05 15 015 025 190 250 5 02 220
AyCTEHUTHbIV 4 14 | X5CrNi18-19 240HB | 0,5 15 012 022 160 210 5 02 190
Duplex 14 | X2CrNiN23-4, 290HB 05 107 012 018 70 130 38 016 100
AynnekcHbin > 14 | S31500 310HB 05 10,7 012 018 70 120 38 016 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 15 015 025 150 210 5 02 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 107 015 02 90 150 38 016 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 15 018 032 150 240 5 023 200
Cepbii YyryH 7 15  EN-GJL-250, 200HB 05 15 0,118 032 150 220 5 023 180
16 No30B 250HB 05 15 018 032 150 190 5 023 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 15 0,15 028 100 200 5 0,2 180
HyryH C WwWapoBraHbIM g 17,19 50005 200HB 05 15 0,15 028 100 180 5 02 150
rpaguTomM 18,20 250HB 05 15 015 028 100 150 5 02 130
Al (>8% Si) 12 25 AlSi12 130HB | 05 15 0,18 032 200 400 5 025 280
Heat resistant alloys 31,32 Incoloy 800 240HB 05 107 012 018 25 45 38 016 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 10,7 012 018 25 45 38 016 30
34 Stellite 21 350HB 05 10,7 012 018 25 45 38 016 30
Titanium alloys 36 TiAlev4 - 0,5 10,7 0,12 0,2 40 65 38 0,18 55
TWTaHoBbIe Criasbl 10037 40 = 05 107 012 018 30 55 38 016 40
Steel 38 | X100CrMol3, 45HRc 05 54 01 018 40 80 25 014 60
Cranb 38 440C SOHRc 05 32 01 016 40 70 19 013 55
3g | G-X260NiCr42 S5HRc 05 | 16 01 014 40 60 13 012 50
Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 43 0,1 0,18 40 80 19 014 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMo15 55HRc 05 | 16 01 014 30 60 13 012 40
benbin vyryH
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KONRAD Cutting parameters universal grade

TOOLS [NapameTpbl pe3aHra yH1MBEepCasibHbIX KNaccoB CrfiaBoB
SEKN 1203 AFTN-M A6M-A2, SEKR 1203 AFTN-M A6M-A2, SEKT 1203 AFTN-M A6M-A2 32{
o g ' D.0.C. [mm] Feed Ve Suggested Starting

3 3 Material T [Mogava {m/min] Parameters
o 5 | Material o , | Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHbIe
T 2 |Marepuan § 2 | MpvMepbl 5 [Mm/06] HauasbHble NapaMeTpl
E = = T marepuana a
i : IESESE N TR
Unalloyed 1 (35, Ck45,1020, 125HB 018 046 190 330 0,34 250
HenervposaHHbI 1 2 1045, 1060, 190 HB 0,5 7 0,18 046 190 300 3 034 220
3 28Mn6 250HB 05 7 018 046 190 250 3 034 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 7 015 036 150 240 3 03 200
Hv3KonernpoBaHHbIN 46 Ck60, 4140, 4340, 230 HB 0,5 7 0,15 036 150 210 3 03 180
2 57 1loocre 280HB 05 7 015 032 130 190 3 027 150
8 350HB 05 7 015 032 130 170 3 027 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 5 012 032 90 150 23 027 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 5 012 032 S0 130 23 027 120
s 11 12NilS 320HB 05 5 012 026 60 110 23 024 100
11 350HB 05 5 012 026 60 90 23 024 80
Austenitic 14 304,316, 180HB 05 7 015 032 190 250 3 027 220
AyCTEHUTHBIV 4 14 | X5CrNi18-19 240HB | 0,5 7 0,12 029 160 210 3 0,27 190
Duplex 14 | X2CrNiN23-4, 290HB | 05 5 012 026 70 130 23 024 100
M nynnexcrbin 5 14 531500 310HB 05 5 012 026 70 120 23 024 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 7 015 032 150 210 3 | 027 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc | 05 5 015 026 90 150 23 024 130
Grey cast iron 15  GG20, GG40, 150HB 05 7 018 046 150 240 3 034 200
Cepbiin 4yryH 7 15 EN-GJL-250, 200HB 0,5 7 0,18 046 150 220 3 034 180
16 No30B 250HB 05 7 018 046 150 190 3 034 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 0,5 7 0,15 041 100 200 3 0,3 180
HyryH ¢ WaposuaHbIM g 17,19 50005 200HB 05 7 015 041 100 180 3 03 150
rpaguToM 18,20 250HB 05 7 015 041 100 150 3 03 130
Al (>8% Si) 12 25  AlSi12 130HB 05 7 018 046 200 400 3 037 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 5 0,12 0,26 25 45 23 024 32
TepMocTovikvie crinaskl 9 33 Inconel 700 250HB 05 5 012 026 25 45 23 024 30
34 Stellite 21 350HB 05 5 012 026 25 45 23 024 30
Titanium alloys 36 TiAlev4 - 0,5 5 0,12 0,29 40 65 23 0,27 55
TWTaHoBbIe Criassl 1037 40 = 0,5 5 012 026 30 55 23 024 40
Steel 38 | X100CrMol3, 45HRc 05 25 01 026 40 80 15 021 60
Cranb 38 440C S50HRc 05 18 01 023 40 70 1,1 019 55
3g | G-X260NiCr42 55HR¢ 05 | 15 ©O01 02 40 60 08 018 50
H Chilled cast iron 11 40 Ni-Hard 2 400HB 0,5 2 0,1 0,26 40 80 1,1 0,21 50
3aKaneHHbIn YyryH
White cast iron 41 | G-X300CrMol5 55HRc 05 | 15 01 02 | 30 60 08 018 40
benbin vyryH
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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

21

SPMT 060304TN-M A6M-A2
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' D.0.C. [mm] Feed Ve Suggested Starting
Material T Mogava [m/min] Parameters
Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHble
Matepvan 2 © | Mpuvepsl g [MM/06] HauasbHbIe NapaMeTphbl
- i R G = Y S
oo o max | D.0.C. | Feed
S>> =
Unalloyed 1 (35, Ck45,1020, 125HB 006 012 190 330 250
HenervposaHHbi 1 2 1045, 1060, 190 HB 0,3 6 006 01 190 300 2,4 0,08 220
3 28Mn6 250HB 03 6 006 01 190 250 24 008 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,3 6 006 012 150 240 24 01 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,3 6 006 01 150 210 24 008 180
2 57 1loocre 280HB 03 6 005 01 130 190 24 008 150
8 350HB 03 6 005 01 130 170 24 008 140
High-alloyed 10  X40CrMoV5,H13, 220HB 03 43 006 008 90 150 18 007 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 03 43 005 01 90 130 1,8 008 120
s 11 12NilS 320HB 03 43 005 008 60 110 18 006 100
11 350HB 03 43 005 008 60 9 18 006 80
Austenitic 14 304,316, 180HB 03 6 006 008 190 250 24 007 220
AyCTEHUTHbIV 4 14 | X5CrNi18-19 240HB | 03 6 005 008 160 210 24 007 190
Duplex 14 | X2CrNiN23-4, 290HB 03 43 005 008 70 130 18 007 100
AynnekcHbin > 14 | S31500 310HB 03 43 005 007 70 120 18 006 90
Austenitic hardened 12 410, X6Crl7, 200HB 03 6 005 008 150 210 24 007 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 03 | 43 005 007 90 150 18 006 130
Grey cast iron 15  GG20, GG40, 150HB 0,3 6 005 014 150 240 24 012 200
Cepblit 4yryH 7 15 EN-GJL-250, 200HB 0,3 6 005 012 150 220 24 01 180
16 No30B 250HB 03 6 005 012 150 190 24 01 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 03 6 0,05 0,14 100 200 24 012 180
HyryH C WwWapoBraHbIM g 17,19 50005 200HB 03 6 005 012 100 180 24 01 150
rpaguTomM 18,20 250HB 03 6 005 012 100 150 24 01 130
Al (>8% Si) 12 25 AlSi12 130HB 03 6 008 014 200 400 24 012 280
Heat resistant alloys 31,32 Incoloy 800 240HB 03 43 004 008 25 45 18 006 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 03 43 004 008 25 45 18 006 30
34 Stellite 21 350HB 03 43 004 008 25 45 18 006 30
Titanium alloys 36 TiAlev4 - 03 43 0,04 0,08 40 65 1,8 0,06 55
TWTaHoBbIe Criasbl 10037 40 = 03 43 004 008 30 55 18 006 40
Steel 38 | X100CrMol3, 45HRc 03 21 004 01 40 80 12 008 60
Cranb 38 440C SOHRc 03 13 004 008 40 70 09 006 55
3g | G-X260NiCr42 S5HRc 03 | 09 004 006 40 60 06 005 50
Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,3 1,7 004 0,06 40 80 09 @ 0,05 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMo15 55HRc 03 | 09 004 006 30 60 06 005 40
benbin vyryH
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Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

SPMT 09T308 TN-M A6M-A2

21

o g ' D.0.C. [mm] Feed Ve Suggested Starting
3 3 . Material T [Mogava {m/min] Parameters
E, i | Material 2. Examples o sl [mm/rev] (MIMH] PexoMeHa0BaHHbIe
T i Marepvian 2 © |Mpuvepsi S [MM/06] HauasbHbIe NapaMeTpbl
E = = T marepuana a
i : 1SN TR
Unalloyed 1 (35, Ck45,1020, 125HB 007 017 190 330 0,15 250
HenervposaHHbI 1 2 1045, 1060, 190 HB 0,5 9 006 0,15 190 300 2,4 0,13 220
3 28Mn6 250HB 05 9 006 015 190 250 24 013 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 9 007 017 150 240 24 015 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 9 006 015 150 210 24 013 180
2 57 1loocre 280HB 05 9 005 013 130 190 24 011 150
8 350HB 05 9 005 013 130 170 24 011 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 65 007 015 90 150 18 013 130
BbicoKoniermpoBaqHoii 10 M42,D3,56-5-2, 280HB 05 65 005 013 90 130 18 011 120
s 11 12Nil1S 320HB 05 65 005 01 60 110 18 008 100
11 350HB 05 65 005 01 60 S0 18 008 80
Austenitic 14 304,316, 180HB 05 9 007 012 190 250 24 01 220
AyCTEHUTHBI 4 14 | X5CrNi18-19 240HB | 0,5 9 005 01 160 210 24 008 190
Duplex 14 | X2CrNiN23-4, 290HB 05 65 005 01 70 130 18 008 100
M nynnexcrbin > 14 531500 310HB 05 65 005 008 70 120 18 007 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 9 005 008 150 210 24 007 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 65 005 008 90 150 18 007 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 9 006 022 150 240 24 018 200
Cepbii YyryH 7 15 EN-GJL-250, 200HB 05 9 006 022 150 220 24 018 180
16 No30B 250HB 05 9 006 02 150 190 24 016 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 9 0,06 022 100 200 24 018 180
HyryH € WapoBraHbIM g 17,19 50005 200HB 05 9 005 022 100 180 24 018 150
rpaguToM 18,20 250HB 05 9 005 02 100 150 24 016 130
Al (>8% Si) 12 25 AlSi12 130HB 05 9 008 016 200 400 24 013 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,5 65 004 0,12 25 45 18 0,1 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 65 004 012 25 45 18 01 30
34 Stellite 21 350HB 05 65 004 012 25 45 18 01 30
Titanium alloys 36 TiAlev4 - 0,5 6,5 0,04 0,12 40 65 18 0,1 55
TWTaHoBbIe Criassl 10037 40 = 05 65 004 012 30 55 18 01 40
Steel 38 | X100CrMol3, 45HRc 05 32 004 012 40 80 12 01 60
Cranb 38 440C SOHRc 05 19 004 01 40 70 09 008 55
3g | G-X260NiCr42 S5HRc 05 | 13 004 008 40 60 06 006 50
H  Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 26 004 0,08 40 80 09 @ 0,06 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMo15 55HRc 05 | 1,3 004 008 30 60 06 006 40
benbin vyryH
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SPMT 120408 TN-M A6M-A2

Cutting parameters universal grade
MapameTpbl pe3aHrsa YHMBEPCasbHbIX KNacCoB CriaBoB

21

o % ' D.0.C. [mm] Feed Ve Suggested Starting
3 3 . Material T Mogava {m/min] Parameters
E, i | Material 2. Examples o s [mm/rev] (MMH] PexoMeHa0BaHHble
T i Marepvian 2 © |Mpvvepsi S [MM/06] HauasibHbIe NapaMeTpbl
§ = = T marepuana a
i : IESESE N TR
Unalloyed 1 (35, Ck45,1020, 125HB 013 029 190 330 0,18 250
HenervposaHHbI 1 2 1045, 1060, 190 HB 0,5 9 013 029 190 300 3 0,18 220
3 28Mn6 250HB 05 9 013 029 190 250 3 018 200
Low-alloyed 6  42CrMo4, St50, 180HB 0,5 9 011 023 150 240 3 016 200
Hu3KonervpoBaHHbIv 46 Ck60,4140,4340, 230HB 0,5 9 011 023 150 210 3 0,16 180
2 57 1loocre 280HB 05 9 011 02 130 190 3 014 150
8 350HB 05 9 011 02 130 170 3 014 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 65 008 02 90 150 23 014 130
BbicoKoniermpoBaHqHoii 10 M42,D3,56-5-2, 280HB 05 65 008 02 90 130 23 014 120
s 11 12NilS 320HB 05 65 008 016 60 110 23 013 100
11 350HB 05 65 008 016 60 90 23 013 80
Austenitic 14 304,316, 180HB 05 9 011 023 190 250 3 016 220
AyCTEHUTHBI 4 14 | X5CrNi18-19 240HB | 0,5 9 008 02 160 210 3 0,16 190
Duplex 14 | X2CrNiN23-4, 290HB 05 65 008 016 70 130 23 013 100
M nynnexcrbin > 14 531500 310HB 05 65 008 016 70 120 23 013 90
Austenitic hardened 12 410, X6Crl7, 200HB 05 9 011 023 150 210 3 016 190
AycTeHnTHas 3akanka 6 13 17-4PH, 430 42HRc 05 | 65 011 018 90 150 23 013 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 9 013 029 150 240 3 018 200
Cepbir YyryH 7 15 EN-GJL-250, 200HB 05 9 0,13 029 150 220 3 0,18 180
16 No30B 250HB 05 9 013 029 150 190 3 018 160
Nodular graphite cast iron 17,19 GGGA40, GGG70, 150HB 0,5 9 0,11 025 100 200 3 0,16 180
HyryH C WapoBraHbIM g 17,19 50005 200HB 05 9 011 025 100 180 3 0,16 @150
rpaguTomM 18,20 250HB 05 9 0,11 025 100 150 3 0,16 130
Al (>8% Si) 12 25 AlSi12 130HB 05 9 013 029 200 400 3 02 280
Heat resistant alloys 31,32 Incoloy 800 240HB 05 65 008 016 25 45 23 013 32
TepMocToVikvie crinasbl 9 33 Inconel 700 250HB 05 65 008 016 25 45 23 013 30
34 Stellite 21 350HB 05 65 008 016 25 45 23 013 30
Titanium alloys 36 TiAlev4 - 0,5 6,5 0,08 0,18 40 65 23 014 55
TWTaHoBbIe Criassl 10037 740 = 05 65 008 016 30 55 23 013 40
Steel 38 | X100CrMol3, 45HRc 05 32 007 016 40 80 15 011 60
Cranb 38 440C SOHRc | 0,5 19 007 014 40 70 11 01 55
3g | G-X260NiCr42 S55HRc 0,5 1 | 007|013 40 60 | 08| 01 50
H  Chilled cast iron 11 40 | Ni-Hard 2 400HB 0,5 26 007 016 40 80 1,1 0,11 50
3aKaneHHbIn YyryH
White cast iron 41 | G-X300CrMo15 55HRc 0,5 1 007 013 30 60 08 01 40
benbin vyryH

SEGT 1204 AFEN-M D1M-B2

(1] -
o ' D.0.C. [mm] Feed Ve Suggested Starting
33 Material Mogava . Parameters
ST . ny6vHa [m/min]

o k5 | Material ., | Examples o szl [mm/rev] T PexomeHnoBaHHbIe
It % Matepvian S | Mpvmepsl '8 [Mm/06] HaYasbHble napameTpsbl
g E ¥ | Mateprana %
= =
=8 = o

Al (<8% Si) 21,22, Si<4% 60 HB 0,12 035 400 1200 0,25 500
13 2324 495 <si<8% 100 HB 0,3 9 01 035 250 600 3 025 400

Copper alloys 26,27,

MeHble crnasb 14 28 CuzZn30 100HB 0,3 9 01 035 100 800 3 0,25 300

Non-metallic 29  Fiber Plastics - 0,3 9 0,12 035 80 500 3 0,2 200

HemeTannnieckme 15 30  Hard Rubber - 03 9 0,12 035 80 300 3 02 150

N AR - Graphite - 0,3 9 012 035 100 200 3 02 150

Titanium alloys 36 Til - 03 5 0,08 035 35 60 2 0,2 45

TvTaHoBble crnasbl 10 37 | TiAlL6 V4 - 03 5 0,08 028 28 45 2 0,2 35
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Cutting data recommendations for HS A31-Al
PekomeHgaumm no napameTpam pesaHna ana HS A31-Al
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Technical Hints
TexH14ecKkne pexkoMeHgaumm

Cutting speed CKopocTb pe3aHus
Ve [m/min] [M/MuH]
Brinell

Material A Ho ASLAL
TB&paoCTb f [mm/rev] [mm/06]
Matepuan
BpuHenna
HB
Unalloyed steel? =0,15% C 125 140-200 230-300 290-360
HenernposarHas ctans? annealed 3akaneHHan
=0,45% C 190 110-180 180-260 250-320
annealed 3akaneHHas
=0,45% C hardened and temp. 250 90-180 110-180 140-210
3aKasieHHas 1 oTnyLleHHas
=0,75% C 270 120-180 170-240 230-300
annealed 3akaneHHas
~0,75% C hardened and temp. 300 130-150 80-150 140-210
3aKafileHHanA 1 oTnyLeHHan
Low-alloy steel Annealed 180 100-170 150-220 220-300
Hu3konernposaHHan ctans? 3aKkaneHHan
Hardened and temp. 275 100-150 110-180 140-210
3aKaneHHas n oTnyLleHHan
Hardened and temp. 300 100-140 100-170 130-200
3aKkaneHHanA 1 oTnyLieHHan
Hardened and temp. 350 100-140 80-150 110-180
3aKaneHHana 1 oTnyLieHHan
High-alloy steel and high alloy Annealed 200 100-180 80-220 180-260
tool steel!) BricokonervpoBaHHas 3akaneHHas
G A Bblcouonermposa»—lc;-caﬂ Hardened and temp. 325 100-160 80-140 100-170
WHCTPYMEHTANBHAA CTa/b 3aKaneHHanA v oTMyLLeHHanA
Stainless steel? Ferritic/martensitic annealed 200 100-170 130-200 180-260
Hepaselolan crans? DeppuTHan/MapTeHCUTHaA 3aKkaneHHan
Martensitic hardened and temp. 240 100-140 80-150 150-210
MapTeHUTHaA 3aKkaneHHas 1 oTnyLeHHan
Grey cast iron Perlitic/ferritic 180 100-180 170-240 250-320
CepbIn YyryH MepnnToBbI/OeppUTHbIN
Perlitic (martensitic) 260 90-120 80-150 110-180
MepnnToBbIN (MAPTEHCUTHBIN)
Nodular graphite cast iron Ferritic 160 100-150 110-180 140-210
YyryH C WapoBnaHbIM rpaduTom DeppUTHbIN
Perlitic 250 90-140 90-160 110-180
MepanToBbIN
Malleable cast iron Ferritic 130 90-140 120-190 150-210
KoBKui vyryH DeppUTHbIN
Perlitic 230 90-120 100-150 110-180
MepnvToBbIN

and cast steel v nuTan cranb

ﬁ Without coolant Be3 COX

Q With coolant C COMX
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Cutting data recommendations for A51-B1
PekomeHgaumm no napameTpam pesaHna ana A51-B1
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Technical Hints
TexH14ecKkne pexkoMeHgaumm

Cutting speed CKopocTb pe3aHus
Ve [m/min] [M/MuH]

Brinell
Material S
TB&paoCTL f [mm/rev] [mm/06]
Matepuan
BpuHenna 25-04
.
Unalloyed steel? =0,15% C 125 120-190 170-250 170-250
HenernposarHas ctans? annealed 3akaneHHan
=~0,45% C 190 100-180 150-200 150-220
annealed 3akaneHHas
=0,45% C hardened and temp. 250 80-150 100-170 120-200
3aKaneHHanA 1 oTrnyLeHHas
=0,75% C 270 100-170 80-140 140-200
annealed 3akaneHHan
=0,75% C hardened and temp. 300 70-140 100-160 100-170
3aKasieHHas v oTnyLeHHan
Low-alloy steel Annealed 180 90-160 140-200 140-200
Hw3konernposaHHan crans? 3akaneHHas
Hardened and temp. 275 90-140 100-160 100-180
3aKaneHHas n oTnyLleHHan
Hardened and temp. 300 85-130 100-150 100-170
3aKaneHHas v oTnyLeHHan
Hardened and temp. 350 80-120 80-140 S50-170
3aKaneHHasa u oTnyLeHHan
High-alloy steel and high alloy Annealed 200 90-150 80-170 130-170
tool steel!) BricokonervpoBaHHas 3akaneHHas
G A Bblcouonermposa»—lc;-caﬂ Hardened and temp. 325 50-110 70-130 80-130
WHCTPYMEHTANBHAA CTa/b 3aKaneHHanA v oTMyLLeHHanA
Stainless steel? Ferritic/martensitic annealed 200 90-140 120-180 140-180
Hepwaselolan crans? DeppuUTHaA/MapTeHCUTHAA 3aKaneHHas
Martensitic hardened and temp. 240 85-120 80-140 100-140
MapTeH1THaA 3aKaneHHas 1 oTnyLeHHan
Stainless steel! Austenitic?, quenched 180 90-110 100-130 100-130
Hepwagelowasn ctanb AycTennTHaA?, 3aKkaneHHas

1)

2)

and cast steel v nuTan cranb

and austenitic/ferritic v aycrenutHaa/bepputHan

ﬁ Without coolant Bes COX
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Cutting data recommendations for IC A81-C1
PekomeHgaumm no napameTtpam pesaHna ana IC A81-C1

[=%
=]
o
=
o
[}

=
[

=
[}
=

18]
[
I}
=
=}
@
=
©
=
©
C
c
g
=

Brinell

Technical Hints

TexHuueckme pexroMeHgaumnn

Cutting speed CKopocTb pe3aHus

Ve [m/min] [M/MuH]

Material ngdness
TBépaoCTb
Matepuan
BpuHenna
HB
Unalloyed steel? =0,15% C 125 60-100 70-110 90-170
HenernposarHas ctans! annealed 3akaneHHas
=~0,45% C 190 60-100 70-110 90-170
annealed 3akaneHHas
=0,45% C hardened and temp. 250 60-100 70-110 90-170
3aKaneHHanA 1 oTnyLeHHas
=0,75% C 270 60-100 70-110 90-170
annealed 3akaneHHan
=0,75% C hardened and temp. 300 60-100 70-110 90-170
3aKasieHHas v oTnyLeHHanA
Low-alloy steel Annealed 180 60-100 70-110 90-170
Hw3konernposaHHan ctans? 3akaneHHas
Hardened and temp. 275 70-110 70-110 90-170
3aKaneHHas n oTnyLleHHan
Hardened and temp. 300 60-100 70-110 90-170
3aKaneHHas v oTnyLeHHan
Hardened and temp. 350 55-80 70-110 950-170
3aKaneHHas u oTnyLeHHan
High-alloy steel and high alloy Annealed 200 80-110 70-110 90-170
tool steel!) BricokonervpoBaHHas 3akaneHHas
CTevlbin Bblcouonermposa»—lc;-caﬂ Hardened and temp. 325 60-90 70-110 90-170
ARlE IR EEils 3aKaneHHanA v oTMyLLeHHanA
Stainless steel? Ferritic/martensitic annealed 200 90-130 70-110 50-170
Hepwaselowan crans? DeppuUTHaA/MapTeHCUTHAA 3aKaneHHasA
Martensitic hardened and temp. 240 70-110 70-110 90-170
MapTeHUTHaA 3aKkaneHHas 1 oTnyLeHHan
Stainless steelV Austenitic?, quenched 180 70-100 90-140 110-170

Hepwagelowan ctanb

AycTeHnTHaA?, 3aKkaneHHas

1)

2)

and cast steel v nuTan crans

and austenitic/ferritic v aycrenntHaa/depputHan

ﬁ Without coolant Be3 COX

Q With coolant C COX
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Technical Hints
TexH14ecKkne pexkoMeHgaumm

Cutting data recommendations for B41-D1
PekomeHgaumm No napameTpam pesaHna anqa B41-D1

Positive indexable inserts
O3UTUBHBIE NAACTVHBI
ISO-S-System

Negative indexable inserts

HeraTvBHble nnacTyHbI
1ISO-P-System

Material Group lpynna matepvana

Material
Matepuman

Ferritic
DeppuTHbIN

1.4000, 1.4002,
1.4003, 1.4006,
14016, 1.4104,
14113, 1.4313,
1.4742,1.4762

Brinell Hardness TsépaocTs BpnHenna

180

Geometry
[eomeTpus

M1

Corner radius
Paanyc npu BepLumHe

08

Recommended ap [mm]

CTPYMKM ap [MM]

Recommended f,, [mm/rev]
PexkoMeHgoBaHHasA nogada

0,20

Cutting speed v [m/min]
CKOpOCTb pe3aHus Ve [MIMIH]

180-230

Geometry
[eomMeTpus

M1

Corner radius
Paanyc npu BeplumHe

04

Recommended ap [mm]
Recommended f,, [mm/rev]
PexkoMeHgoBaHHaA nogada

CTPYKM ap [MM]

0,15

Cutting speed vc [m/min]
CKOpOCTb pe3aHus Ve [M/MIH]

180-230

12

[XRRNE PexomMeHgoBaHana ToswmHa

0,30

180-230

08

ISAE PekoMeH4oBaHaA TosLWMHA

0,25

180-230

Martensitic
MapTeHUTHbIN

1.4006, 1.4014,
1.4021, 1.4024,
1.4027, 1.4028,
1.4031, 1.4034,
1.4057, 1.4122,
1.4724

320

M1

08

0,20

180-230

M1

04

1 0,15

180-230

12

0,30

180-230

08

0,25

180-230

Austenitic
AYCTEHUTHbIN

1.4300, 1.4301,
1.4303, 1.4305,
1.4306, 1.4308,
14310, 14311

180

M1

08

0,2

150-200

M1

04

1 0,15

150-200

12

0,3

150-200

08

0,20

150-200

14321, 1.4401,
1.4404, 1.4406,
1.4428, 1.4435,
1.4436, 1.4438,
1.4449, 1.4571

180

M1

08

0,2

150-200

M1

04

0,4 1

150-200

12

0,3

150-200

08

08

150-200

The above recommendations are given for wet machining. For dry machining the recommended values for the cutting speed have to be reduced by approx. 20 %.

BbllwenpriBeaeHHble pekoMeHdaumm yKkasaHbl Ana 0bpaboTkv ¢ COXK. [nA cyxolt 06paboTkM pekoMeHA0BaHHAA CKOPOCTb PE3aHWA Ve CHUKaETCA npumepHo Ha 20 %.
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KONRAD Technical Hints
TOOLS TexH14eck1e peKoMeHgaumm

Cutting data recommendations for B51-E1
PekomeHgaumm no napameTtpam pesaHna anqa B51-E1

B51-E1

Negative indexable inserts Positive indexable inserts

HeraTvBHble nnacTyHbI [03VTUBHBIE NAACTVHDI
1ISO-P-System ISO-S-System

Material
Matepman

Material Group lpynna matepvana
Brinell Hardness TsépaocTs BpnHenna

Recommended ap [mm]
[WINE PeroMeHgoBaHanA TosLMHA
Recommended f,, [mm/rev]
PexroMeHpoBaHHasA nogada
Cutting speed v [m/min]
CKOpOCTb pe3anus Ve [M/MIH]
Recommended ap [mm]
INEIEN PeroMeHgoBaHas ToALmHa
Recommended f,, [mm/rev]
PexkomeHaoBaHHaA nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHus Ve [M/MIH]

Pagnyc npu BeplumHe
Paanyc npu BeplumHe

Geometry
TeomeTpus
Corner radius
CTPYKM ap [MM]
Geometry
[eomMeTpus
Corner radius
CTPYMRKM ap [MM]

Ferritic 1.4000, 1.4002, 180 M1 08 02 | 130-200 M1 04 0,15 130-200
DeppUTHBI 1.4003, 1.4006, 12 03 | 130-200 08 025 130-200
12(1’121 ij;‘l);‘, 16 3,5 03 130-200
124742: L476s FM 04 1 0,15 130-200
08 25 0,25 130-200
12 3 03 130-200
M 08 2 02 130-200
12 3 03 130-200
Martensitic 1.4006, 1.4014, 320 M1 08 2 02 130-200 M1 04 1 0,15 130-200
MapTeHCUTHbIN 14021, 1.4024, 12 3 03 | 130-200 08 2 0,25 130-200
iigii' i-iggiy 16 3,5 03 130-200
1:40571 1:4122: FM 04 1 0,15 130-200
14724 08 25 025 130-200
12 3 03 130-200
M 08 2 02 130-200
12 3 03 130-200
M Austenitic 1.4300, 1.4301, 180 M1 08 2 02 100-180 M1 04 1 0,15  100-180
AYCTeHUTHBII 1.4303, 1.4305, 12 3 03 100-180 08 2 020 | 100-180
14306, 1.4308, 16 3,5 03 100-180
14310, 14511 M 04 1 015 100-180
08 25 0,25 100-180
12 3 03 100-180
M 08 2 02 100-180
12 3 03 100-180
1.4321, 1.4401, 180 M1 08 2 02 100-180 M1 04 1 0,15 | 100-180
1.4404, 1.4406, 12 3 0,3 | 100-180 08 2 0,2 | 100-180
iﬁig' iiﬁg: 16 3,5 0,3 | 100-180
1:4449: Lac71 FM 04 1 0,15 100-180
08 25 0,25 100-180
12 3 03 100-180
M 08 2 02 100-180
12 3 03 100-180

The above recommendations are given for wet machining. For dry machining the recommended values for the cutting speed have to be reduced by approx. 20 %.

BbllwenpriBeaeHHble pekoMeHdaumm yKkasaHbl Ana 0bpaboTkv ¢ COXK. [nA cyxolt 06paboTkM pekoMeHA0BaHHAA CKOPOCTb PE3aHWA Ve CHKaETCA npumepHo Ha 20 %.
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KONRAD Technical Hints
TOOLS TexH14eck1e peKoMeHgaumm

Cutting data recommendations for B71-G1
PekomeHgaumm No napameTtpam pesaHna anqa B71-G1

B71-G1

Negative indexable inserts Positive indexable inserts
HeraTtueHble M1acTuHb! Mo3nTVBHBIE NAACTUHBI
1ISO-P-System ISO-S-System

Material
Matepman

Brinell Hardness TsépaocTs BpnHenna

18]
[
©
=
=}
9]
=
©
=
18]
C
c
g
=
(=1
=
o
£
(L]
]
=
[
-
1]
=

Geometry

TeomeTpus

Corner radius

Pagnyc npu BeplumHe
Recommended ap [mm]
PexroMeHgoBaHasA ToALmMHA
CTPYKM ap [MM]
Recommended f, [mm/rev]
PexroMeHpoBaHHasA nogada
Cutting speed v [m/min]
CKOpOCTb pe3anus Ve [M/MIH]
Geometry

[eomMeTpus

Corner radius

Paanyc npu BeplumHe
Recommended ap [mm]
PexoMeHgoBaHasA ToLmHa
CTPYMRKM ap [MM]
Recommended f,, [mm/rev]
PexkomeHaoBaHHaA nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHus Ve [M/MIH]

Ferritic 14000, 1.4002, 180  MF 04 05 | 015  150-180
OeppUTHbIN 1.4003, 1.4006, 08 1 0,20 150-180
14016, 1.4104, 12 2 025 120-180
14113, 14313, M 08 2 025 150-180 MRL 04 04 015 120-180
1.4742, 1.4762
12 3 030 | 150-180 08 1 020 | 140-180
16 4 035  120-180
MR 08 3 0,35 140-180
12 4 045 | 140-180
16 5 0,50 | 120-160
Martensitic 14006, 14014, 320  MF 04 05 015 | 140-180
MapTeHCUTHbIN 14021, 1.4024, 08 1 0,20 120-180
128;? i-jggi, 12 2 025  110-160
L4057 14129 M 08 2 025 120-180 MRl 04 04 015 140-180
L4794 12 3 0,30 | 110-160 08 1 020 120-180
16 4 0,35 | 100-140
MR 08 3 0,35 | 110-160
12 4 045 | 100-140
16 5 0550 = 90-130
M austenitic 1.4300,1.4301, 180  MF 04 05 015 150-180
AyCTEHUTHbIN 1.4303, 1.4305, 08 1 0,20 150-180
1.4306, 1.4308, 12 2 025 | 120-180
14310, 14311 M 08 2 025 120-180 MRl 04 04 015 120-150
12 3 0,30 | 120-180 08 1 020 150-180
16 4 035  140-180
MR 08 3 0,35 150-180
12 4 045  140-180
16 5 050 @ 120-160
1.4321,14401, 180  MF 04 05 015 150-180
1.4404, 1.4406, 08 1 020  140-180
14428, 1.4435, 12 2 025 130-180
ijﬁg- 1.4438, M 08 2 | 025 140-180 MRL 04 04 | 015 150-180
12 3 0,30 130-180 08 1 020 120-180
16 4 0,35 120-160
MR 08 3 0,35 130-180
12 4 045 120-160
16 5 0,50 100-140

The above recommendations are given for wet machining. For dry machining the recommended values for the cutting speed have to be reduced by approx. 20 %.

BbllwenpriBeaeHHble pekoMeHdaumm yKkasaHbl Ana 0bpaboTkv ¢ COXK. [nA cyxolt 06paboTkM pekoMeHA0BaHHAA CKOPOCTb PE3aHWA Ve CHKaETCA npumepHo Ha 20 %.
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KONRAD Technical Hints
TOOLS TexH14eck1e peKoMeHgaumm

Cutting data recommendations for C21-I11 and HS C31-J1
PekomeHgaumm no napameTtpam pesaHna ana C21-11 n HS C31-J1

Cutting speed CKopocTb pe3aHus
Ve [m/min] [M/MuH]

g Haness | criLWscGra |
o § Material Hardness C21-11, HS C31-J1
3 & . TBEpAOCTH f Imm/rev] [Mm/o6]
& £ | Matepran
- Bpurenna 025-04
m 2 HB . : :
il
-
T >
s 2
Grey cast iron Perlitic/ferritic
CepbI YyryH MepnnToBbIN/DeppUTHLIN 180 210-300 300-450 350-500
Perlitic (martensitic)
MepnnToBbIN (MApTEHCUTHBIN) 260 140-200 170-240 150-270
Nodular graphite cast iron Ferritic
YyryH ¢ wapoBnaHbIM rpaduTom DeppUTHLIN 160 150-210 180-260 210-300
Perlitic
MepAMToBHIi 250 110-160 130-190 150-200
Malleable cast iron Ferritic
KoBKUi uyryH DeppuTHbIi 130 200-280 220-300 240-330
Perlitic
MepnuToBbii 230 100-150 140-220 170-240
ﬁ Without coolant Be3z COXK Q With coolant C COXK
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KONRAD Notes

TOOLS 3ameTkum
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Minimill

®pe3bl cepun Minimill




KONRAD Minimill

TOOLS Opesbl cepymt Minimill

-7 7 -7

Milling Cutters for Milling Cutters for Milling Cutters for
Chamfering 30°, 45°, 60° Chamfering 45° Chamfering-Flaring 10° to 80°
Ope3bl AnA cHATMA dacok 30°, 45°, 60° Ope3bl ANa cHATUA Gacok 45° ®pe3bl AnA cHATMA dacok ¢ 10° go 80°
CH19-.., CH20-.., CH21-.. 61 | CH23-. 61 | CH25-. 62
63 / 64 / 65 /
T Slot Milling Cutter Drilling Endmill Spot Facing and Boring
T-0bpasHble Gpesbl MnyHKepHble dpesbl Milling Cutters
T526-.. 63 | DE27-.. e4 | ©Pess AnA Noapesku TopLos,
dpe3bl-pazBepTkM
SF28-. 65
66 / 67 / 68 /
180° Spot-Facing End Mills 180° Back Facing Milling Cutters Adjustement Boring Bars
3eHKepbl 180° ObpaTHble 3eHKkepbl 180° PerynvpyeMble onpaBKkm
SF29-.. 66 | SF30-. 67 | AB31-.,AB32-. 68

~/

Chamfering Milling Cutters
Ope3bl ANA cHATKA Gacok

CH33-... 69
CH34-... 69
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KONRAD Milling Cutters for Chamfering 30°, 45°, 60°
TOOLS Opesbl 4NA cHATUA dacok 30°, 45°, 60°

CH19-..,, CH20-..,, CH21-...

D2
D1
dhé

= ==
0

Dimensions [mm] Pa3mepsl [MMm] Spare Parts 3anyactu

Ordering Code Ei
Koq =
D2 | L dhe £ @ (i ]

=

45°

CH19-016.01.45.11.2-0.1 12 16 70 20 12 45° 1 0,060 TCMT 1102 ... VT25 BTO8

CH19-021.0245.11.2-0.1 6,2 21 90 35 20 45° 2 0,180

CH19-0325.02.45.16.2-0.1 104 325 100 42 25 45° 2 0,380 TCMT 16T3 ... VT40 BT15

60°

CH20-016.01.60.11.2-0.1 54 16 70 20 12 60° 1 0,060 TCMT 1102 ... VT25 BTO8

CH20-026.02.60.11.2-0.1 158 26 90 35 20 60° 2 0,180

CH20-035.02.60.16.2-0.1 20 35 100 39 25 60° 2 0,380 TCMT 16T3 ... VT40 BT15

30°

CH21-032.02.30.16.2-0.1 6 32 100 38 25 30° 2 0,380 TCMT 16T3 ... VT40 BT15

Milling Cutters for Chamfering 45°
@Ope3bl AnAa cHATUA Gacok 45°

CH23-... b2 - ars
Fig.lr
b2 - ane
O

Dimensions [mm] Pa3mepsl [MM] Spare Parts 3anuactu

[0 o O

Ordering Code

Ko,
- D1 D2

eight [kgl

CH23-004.01.45.06.2-0.1 1 4 10 80 28 12 1 0,060  SCMT 0602 ... V125 BTO8
CH23-011.02.45.06.2-0.1 2 11 20 80 32 12 2 0,070

CH23-012.01.45.09.2-0.1 1 12 23,7 100 37 20 1 0,190 SCMT 09T3 ... VT40 BT15
CH23-016.02.45.09.2-0.1 2 16 288 100 32 16 2 0,150

CH23-025.03.45.09.2-0.1 2 30 423 100 32 20 3 0,270

Long models YanvHeHHble Modenn

(CH23-012L.01.45.09.2-0.1 1 12 23,7 200 37 20 1 0,420  SCMT 09T3 ... VT40 BT15
CH23-016L.02.45.09.2-0.1 2 16 288 200 32 16 2 0,300

CH23-025L.03.45.09.2-0.1 2 30 423 200 32 20 3 0,480

ﬁ Without coolant Be3 COX Q With coolant C COX
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KONRAD
TOOLS

CH25-...
Fig. 1

With poket TCMT 16T3 ...
C kacceton TCMT 16T3 ...

Milling Cutters for Chamfering-Flaring 10° to 80°
Ope3bl Ana cHAaTnA pacok ¢ 10° go 80°

Fig. 2
With pocket SCMT 1204 ...

/ C KacceToit SCMT 1204 ... .
/N A
N N
80°" I
o \
|- o
\/ \ 4\\/ \
ot | Yt
00 | _— Tl
***** T e T

Dimensions [mm] Pa3mepsb! [MM]

Kon . =
Q

CH25-020.01.1080.XX.2-0.1 20 95 - - - - - - 0,320
CH25-025.01.1080.XX.2-0.1 25 95 10° 5 32 7.5 30 2,7 0,330

20° 6 33 10 32 36

30° 7 34 13 32,5 4,3

40° 10 33 16,5 33,5 4,5

45° 11 33 17,5 33,5 4,6

50° 13 32 19 33,5 4,6

60° 16 31 22 33,5 4,3

70° 19 29 245 33,5 38

80° 23 27 27 31 3
CH25-025L.01.1080.XX.2-0.1 25 145 - - - - - - 0,530
CH25-025XL.01.1080.XX.2-0.1 25 195 - - - - - - 0,720

Spare Parts 3anuactu

&) Pocket Insert
MogxknagKka MnactuHa
T16NEW TCMT16T3 ...

[Jim!

VT40

Insert screw @ Pocket screw . Key
3aXKMMHOWN BUHT ===

KpenexHblin BUHT Knioy

M6-16 BT15

Spare Parts 3anyactu

Pocket @ Insert
@ MNogknagka MnactmHa

S12NEW SCMT1204 ...

im)

VT40S

Insert screw
3aKMMHOWM BUHT

Pocket screw Key
KpeneHbili BUHT Knioy

M6-16 BT20

ﬁ Without coolant Bes COX
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KONRAD
TOOLS

TS26-...

T Slot Milling Cutter
T-0bpasHble ¢pesbl

H1

D2

NOTE

D1

d he

T

Dimensions [mm] Pa3mepsbl [MM]

For “T” slot cutters according to
DIN 650-UNI4788-1SO 299 norms

[na T-obpasHbix ¢pe3 cornacHo

e —

Hopme DIN 650-UNI4788-1S0O 299 O

Spare Parts 3anyactu

Ordering Code Ei
Koq =
D1 | D2 | L H1 | dh6 £ [0 (i) S —

Q

7526-021.02.90.06.2-0 21 11 76 26 9 16 1 2 0100 SPMT 060304 V125 BT08

T526-025.04.90.06.2-0 25 13 82 31 11 16 2 4 0100

T526-032.04.90.09.2-0 32 17 88 38 14 20 2 4 0200 SPMT09T308 VT355 BT15

T526-040.04.90.09.2-0 40 21 108 50 17 25 2 4 0400

1526-050.04.90.12.2-0 50 27 120 56 22 32 2 4 0670 SPMT 120408 VTS0 BT20

a/D 0,5 0,2 0,1 0,05 0,02
< 100% 50% 20%  10% 5% 2%
1 1 15 2,1 3 4.8
a/D 0,5-1 0,2 0,1 0,05
< 50-100% 20% 10% 5%
Ve (min) Ve (max)
R M F

)

ﬁ Without coolant Be3 COX Q With coolant C COX

Cutting speed [m/min] CropocTb pe3anHuna [M/MuH]

Number of revolutions [rev/min] KonnyectBo 060poToB [06/MUH]

f,  Tooth feed [mm] lNogaua [Mm]

fn  Feed/revolution [mm] Mogadya/o6opoTsl [Mm]

v Feed speed [mm/min] CkopocTts nogaum [Mm/mMuH]
Kae Correction factor KoppexTtvpyiowwmii aktop

F  Finishing, light machining YucToBas obpaboTka
M Medium machining, generic CpegHsas obpaboTka
R Roughing, heavy machining YepHosana obpaboTka
Z  Number of flutes Konvuectso BuHTOB

K Factor of feed lMopava

ae Radial cutting depth ny6uHa pesanusa

www.konradtools.com
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KONRAD
TOOLS

DE27-...

Ordering Code
Kon

Drilling Endmill
[nyH*XepHble ppesbl

D1
©

U

—t )

H1

Dimensions [mm] Pa3mepsbl [MM]

eight [kg]

O

Spare Parts 3anyactu

DE27-020.03.90.10.2-1 20 20 90 35 17 9 3 0,200 = APKT 1003 ... VT25 BT0O8
DE27-025.03.90.10.2-1 25 25 110 50 19 9 3 0,360

DE27-032.03.90.16.2-1 32 32 130 50 30 15 3 0,720 = APKT 1604 ... VT40 BT15
Long models YanvHeHHble Modenn

DE27-020L.03.90.10.2-1 20 20 150 30 17 9 3 0,320 APKT 1003 ... VT25 BTO8
DE27-025L.03.90.10.2-1 25 25 150 50 19 9 3 0,500

Long models YanvHeHHbIe Modenn

DE27-020XL.03.90.10.2-1 20 20 180 30 17 9 3 0,390  APKT 1003 ... VT25 BT0O8
DE27-025XL.03.90.10.2-1 25 25 200 50 19 9 3 0,680

DE27-032XL.03.90.16.2-1 32 32 220 50 30 15 3 1,250 APKT 1604 ... VT40 BT15

ﬁ Without coolant Be3 COX
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KONRAD
TOOLS

SF28-...

Ordering Code

Dimensions [mm] Pa3mepsbl [MM]

Spot Facing and Boring Milling Cutters
Ope3bl 418 NoAPe3KN TOPLIOB, Gpe3bl-pa3BepTKM

L1

AN
LV

d he

eight [kg]

O

Spare Parts 3anyactu

Koa L @ - S
SF28-010.01.90.06.2-0.1 10 85 15 12 4 1 0,060 = CCMT 060204 V125 BTO8
SF28-011.01.90.06.2-0.1 11 85 15 12 4 1 0,060

SF28-012.01.90.06.2-0.1 12 85 18 12 4 1 0,070

SF28-013.01.90.06.2-0.1 13 85 23 12 5 1 0,070

SF28-014.01.90.06.2-0.1 14 85 23 12 5 1 0,070

SF28-015.01.90.06.2-0.1 15 85 30 12 5 1 0,070

SF28-016.01.90.09.2-0.1 16 85 30 12 5 1 0,070

SF28-017.01.90.09.2-0.1 17 95 30 16 6 1 0,120  CCMT 097304 VT40 BT15
SF28-018.01.90.09.2-0.1 18 95 40 16 6 1 0,120

SF28-019.01.90.09.2-0.1 19 95 40 16 6 1 0,130

SF28-020.01.90.09.2-0.1 20 95 40 16 5 1 0,140

SF28-021.01.90.09.2-0.1 21 95 42 16 5 1 0,140

SF28-022.01.90.09.2-0.1 22 95 42 16 6 1 0,140

SF28-023.01.90.09.2-0.1 23 95 42 16 6 1 0,170

SF28-024.01.90.09.2-0.1 24 95 42 16 6 1 0,280

SF28-025.01.90.09.2-0.1 25 95 42 16 8 1 0,300

SF28-026.01.90.09.2-0.1 26 120 | s6 20 8 1 0,300

SF28-027.01.90.09.2-0.1 27 120 s6 20 8 1 0310

SF28-028.01.90.09.2-0.1 28 120 | s6 20 10 1 0,320

SF28-029.01.90.09.2-0.1 29 120 | s6 20 10 1 0,320

SF28-030.01.90.09.2-0.1 30 120 | s6 20 10 1 0,340

SF28-031.01.90.09.2-0.1 31 120 | s6 20 12 1 0,360

SF28-032.01.90.09.2-0.1 32 120 | 56 20 12 1 0,360

SF28-033.01.90.09.2-0.1 33 120 56 20 12 1 0,360

ﬁ Without coolant Be3 COX

O With coolant C COX
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KONRAD 180° Spot-Facing End Mills

TOOLS 3eHKepsl 180°

SF29-...

d hé

L &
Spare Parts 3anuactu

Ordering Code Ei

Koa £ @ (i | —
Q

SF29-015.02.180.06.2-0.1 15 92 30 12 5 2 0,070 | CCMT 060204 VT25 BTO8

SF29-016.02.180.06.2-0.1 16 92 30 12 5 2 0,070

SF29-017.02.180.06.2-0.1 17 94 32 16 6 2 0,120

SF29-0175.02.180.06.2-0.1 17,5 96 40 16 6,5 2 0,120

SF29-018.02.180.06.2-0.1 18 97 41 16 7 2 0,120

SF29-019.02.180.06.2-0.1 19 100 41 16 8 2 0,130

SF29-020.02.180.06.2-0.1 20 102 41 16 9 2 0,140

SF29-021.02.180.06.2-0.1 21 105 41 16 10 2 0,150

SF29-022.02.180.06.2-0.1 22 110 41 16 11 2 0,160

SF29-023.02.180.06.2-0.1 23 112 41 16 12 2 0,170

SF29-024.02.180.06.2-0.1 24 115 41 16 13 2 0,180

SF29-025.02.180.09.2-0.1 25 120 40 16 8 2 0,180 | CCMT 097304 VT40 BT15

SF29-026.02.180.09.2-0.1 26 125 55 20 9 2 0,270

SF29-027.02.180.09.2-0.1 27 128 55 20 10 2 0,300

SF29-028.02.180.09.2-0.1 28 130 55 20 11 2 0,310

SF29-029.02.180.09.2-0.1 29 132 55 20 12 2 0,330

SF29-030.02.180.09.2-0.1 30 134 55 20 13 2 0,340

SF29-031.02.180.09.2-0.1 31 136 55 20 14 2 0,350

SF29-032.02.180.09.2-0.1 32 138 55 20 15 2 0,370

SF29-033.02.180.09.2-0.1 33 140 55 20 16 2 0,390

SF29-034.02.180.09.2-0.1 34 140 60 25 16 2 0,540

SF29-035.02.180.09.2-0.1 35 140 60 25 17 2 0,550

SF29-036.02.180.09.2-0.1 36 140 60 25 18 2 0,560

SF29-037.02.180.09.2-0.1 37 140 60 25 19 2 0,580

SF29-038.02.180.09.2-0.1 38 140 60 25 20 2 0,590

SF29-039.02.180.09.2-0.1 39 140 60 25 21 2 0,610

SF29-040.02.180.09.2-0.1 40 140 60 25 22 2 0,620

SF29-041.02.180.09.2-0.1 41 140 60 25 23 2 0,640

SF29-042.02.180.09.2-0.1 42 140 60 25 24 2 0,650

SF29-043.02.180.12.2-0.1 43 150 70 25 24 2 0,670 | CCMT 120404 VT50 BT20

SF29-044.02.180.12.2-0.1 44 150 70 25 24 2 0,690

SF29-045.02.180.12.2-0.1 45 150 70 25 24 2 0,700

SF29-046.02.180.12.2-0.1 46 150 70 25 24 2 0,720

SF29-047.02.180.12.2-0.1 47 150 70 25 24 2 0,740

SF29-048.02.180.12.2-0.1 48 150 70 25 24 2 0,760

ﬁ Without coolant Bes COX Q With coolant C COMX
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KONRAD

TOOLS

SF30-...

Dimensions [mm] Pa3mepsl [MM]

180° Back Facing Milling Cutters
ObpatHble 3eHKkepbl 180°

L1

£
IS
°

D1

d hé

L3

: ®
Spare Parts 3anuactu

Ordering Code Ei
Koa =
L |11 | L2 L3 |dhe| D1 £ @ (i i [ —
ES
SF30-018NC0190062-0.1 ¥ 18 105 112 62 47 40 20 25 CCMT 060204 V125 BTO8
SF30-020.01.90.06.2-0.1 20 13 117 67 52 45 20 25 375 0,180
SF30-024.01.90.06.2-0.1 24 15 122 72 57 50 20 25 475 0,190
SF30-026.01.90.06.2-0.1 26 17 132 82 67 60 20 25 5 0210
SF30-030.01.90.06.2-0.1 30 19 142 92 77 65 20 25 6 0250
SF30-033.01.90.09.2-0.1 33 21 152 102 82 75 20 25 65 0270 CCMT09T304 VT40 BT15
SF30-036.01.90.09.2-0.1 36 23 173 113 93 85 32 40 7 0630
SF30-040.01.90.09.2-0.1 40 25 183 123 103 95 32 40 8 0670
SF30-043.01.90.09.2-0.1 43 30 183 123 103 95 32 40 7 0860
SF30-048.01.90.09.2-0.1 48 33 223 163 143 135 32 40 8 1,120
SF30-053.01.90.12.2-0.1 53 36 210 140 - 110 40 - 9 1420 CCMT 120404 VTS50 BT20
SF30-057.01.90.12.2-0.1 57 39 220 150 - 120 40 - 95 1620
SF30-066.01.90.12.2-0.1 66 45 245 165 - 135 50 - 11 2620
SF30-076.01.90.12.2-0.1 76 52 265 185 - 155 50 - 125 3250

ve = 50-80 m/min
f = 0,08-0,1 mm/rev

ﬁ Without coolant Bes COX

Q With coolant C COX

T

Fig. 3 Fig. 4 Fig. 5 Fig. 6
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KONRAD
TOOLS

AB31-..., AB32-...

Ordering Code

Dimensions [mm] Pa3meps! [MM]

Adjustement Boring Bars
Perynmpyemble onpaBKm

L1

21

Spare Parts 3anyactn

Kon % _ Adjust screw Insert screw Clampscrew Insert
L1 L2 -5, 2 3alWMTHBIA BUHT BUHT NAACTUHBLI 3aXKMMHOM BUHT MnactmHa
g Cq.k? 1 2 3

AB31-020.01.90.11.2-0.1 120 60 60 20 20 25 | 0,270 RE 3 V125 BL3 TCMT 1102 ...
AB31-025.01.90.16.2-0.1 140 70 70 25 25 30 0,480 RE 4 VT40 BL 4 TCMT 1673 ...
AB31-030.01.90.16.2-0.1 160 70 90 25 30 35 0,620 RE 5 VT40 BL5 TCMT 1673 ...
AB31-035.01.90.16.2-0.1 170 70 100 32 35 40 1,050 RE 6 VT40 BL 6 TCMT 1673 ...
AB31-040.01.90.16.2-0.1 190 70 120 32 40 45 | 1,400 RE 7 VT40 BL 7 TCMT 1673 ...
AB31-045.01.90.16.2-0.1 220 70 150 32 45 50 @ 2,040 RE 8 VT40 BL 10 TCMT 1673 ...
AB32-010.01.90.06.2-0.1 100 70 30 10 10 12 | 0,070 RE 1 V125 BL O CCMT 0602 ...
AB32-012.01.90.06.2-0.1 105 70 30 12 12 15 | 0,100 RE 1 V125 BL1 CCMT 0602 ...
AB32-015.01.90.06.2-0.1 110 60 50 16 15 20 0,170 RE 2 V125 BL 2 CCMT 0602 ...
AB32-020.01.90.06.2-0.1 120 60 60 20 20 25 0,270 RE 3 V125 BL 3 CCMT 0602 ...
AB32-025.01.90.09.2-0.1 140 70 70 25 25 30 0,480 RE 4 VT35 BL 4 CCMT 09T3 ...
AB32-030.01.90.09.2-0.1 160 70 S0 25 30 35 | 0,620 RE 5 VT35 BL5 CCMT 09T3 ...
AB32-035.01.90.09.2-0.1 170 70 100 32 35 40 | 1,050 RE 6 VT35 BL6 CCMTO9T3 ...
AB32-040.01.90.09.2-0.1 190 70 120 32 40 45 | 1,400 RE 7 VT35 BL7 CCMT 09T3 ...
AB32-045.01.90.09.2-0.1 220 70 150 32 45 50 2,040 RE 8 VT35 BL 10 CCMT 09T3 ...
Long models YanvHeHHble Mogen

AB31-020L.01.90.11.2-0.1 150 70 80 20 20 25 0,370 RE 3 V125 BL3 TCMT 1102 ...
AB31-025L.01.90.16.2-0.1 170 70 100 25 25 30 0,580 RE 4 VT40 BL 4 TCMT 1673 ...
AB31-030L.01.90.16.2-0.1 190 70 120 25 30 35 0,720 RE 5 VT40 BLS TCMT 1673 ...
AB31-035L.01.90.16.2-0.1 220 70 150 32 35 40 | 1,150 RE 6 VT40 BL 6 TCMT 1673 ...

ﬁ Without coolant Be3 COX

68 www.konradtools.com

O With coolant C COMX



KONRAD Chamfering Milling Cutters

TOOLS Opesbl 4nA CHATUA GaCoK
CH33-... o
=
bl
Ve
| ) 3
[ o
0 | =
7 0, Yo
. D B O

Spare Parts 3anyactu

Ordering Code
Kon

Weight [kg]

B (0] (0 R
g

CH33-056.09.45.10.2-1 17 56 22 50 178 27,5 45° 19 9 3 0,470 | APKT 1003 ... VT25 BTO8

CH33-045.09.60.10.2-1 17 @ 45 16 50 13 275 60° 24 9 3 0,280

CH33-065.09.30.10.2-1 17 65 22 50 24 275 30° 13 9 3 0,600

CH33-070.09.15.10.2-1 17 70 22 50 27 275 15° 7 9 3 0,770

CH33-033.09.75.10.2-1 19 33 16 60 7 275 75° 27 9 3 0,270

CH33-060.09.40.10.2-1 17 60 22 50 19 275 40° 17 9 3 0,520

CH33-069.09.20.10.2-1 17 69 22 50 26 275 20° 9 9 3 0,700

CH34-...

Dimensions [mm] Pa3mepb [MM] Spare Parts 3anuyactu

Ordering Code
= D1 L ye o O O—
35 50 45°

Weight [kg]

T
=
U
<]
(a5

CH34-0778.06.45.16.2-1 778 27 214 30 215 6 3 | 0,780 APKT 1604 ... VT40 BT15
CH34-065.06.60.16.2-1 35 65 27 50 151 30 60° 265 6 3 0,580

CH34-088.06.30.16.2-1 35 88 27 50 265 30 30° 150 6 3 1,000

CH34-094.06.15.16.2-1 35 94 27 50 295 30 15° 80 6 3 1,190

CH34-0507.06.75.16.2-1 35 50,7 22 60 8 30 75° 295 6 3 | 0,460

CH34-084.06.40.16.2-1 35 84 27 50 245 30 40° 19 6 3 | 0,860

CH34-091.06.20.16.2-1 35 91 27 50 285 30 20° 10 6 3 1,130

CH34-073.06.50.16.2-1 35 73 27 50 18 30 50° 23 6 3 0820

ﬁ Without coolant Be3 COX Q With coolant C COX
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KONRAD Notes

TOOLS 3ameTkum
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TBepagocnnaBHble UHCT PYMEHTbI




KONRAD
TOOLS

Solid Carbide Tools

TBepaocnnaBHble MHCTPYMEHTI

73

Solid Carbide Milling Cutters
TBepgocnnaBHble Gpesebl

Symbol Navigator 0630p cumBosIOB
Application MpvmereHne

Slot Drills (2-fluted), Centre Cutting

Dpe3bl AnA 06pa3oBaHWA Nasos
(2-ne3BuiHbIe), C LIeHTpasbHbIM pe3oM

KTU O2N...

Ball Nose Slot Drills (2-fluted), Centre Cutting
Dpe3bl AnA 06pa3oBaHWA Na3oB CO CHEpPUHECKUM
KOHLIOM (2-ne3BUiiHbIe), C LeHTPabHbIM Pe30M
KTU 02B...

Slot Drills (3-fluted), Centre Cutting

Ope3bl 4518 06pa3oBaHuA Nasos (3-n1e3BuiiHbIe),
C LeHTpasibHbIM pe3om

KTU O3N...

End Mills (4-fluted), Centre Cutting

dpe3bl (4-ne3BuiHble), C LeHTpasbHbIM pe3oM
KTU 04N...

High-performance End Mills, Centre Cutting
BbicokoaddekTrBHbIE KOHLEBbIe dpe3bl,

C LIeHTPasibHbIM pe3oM

KTU 04N...

Roughing End Mills (Fine Teeth), Centre Cutting
KoHueBble dppe3bl 418 YepHoBOM 06paboTKu
(TOHKMe 3y6bA), C LEHTPasIbHBIM PE30M

KTU 04R..., KTU O5R...

High-performance Finishing End Mills, Centre
Cutting Bbicoko3ddeKTvBHbIE KOHLEBbIE Ppe3bl
ONA YMCTOBOM 06pabOTKM, C LLEHTPasbHBIM PE30M
KTU O6N..., KTU 08N...

End Mills Alu, Centre Cutting

KoHueBble Anio-¢pe3bl, C LeHTpasibHbIM pe3oM
KTA 02W...; KTA O3W...; KTA O3W...

End Mills, Centre Cutting

KoHueBble $pesbl, C LeHTpasbHbIM Pe30M

KTH 04N...

Hard Multi-tooth End Mills, Centre Cutting

TBepable MHOr03y6bble KOHLEeBble Gppesbi,
C LieHTpanbHbIM pe3oM

KTH O6N..., KTH O8N...

73

74

75

76

77

78

79

80

81

82

85

86

88

Solid Carbide Drills
TBepaocnnasHbIe ceepna

Symbol Navigator 0630p cvmBOI0B
KD3D-...

KD3DC-...

KD5DC-...

Cutting Values lMapameTpsl pe3aHus

88
89
90
93
96

98

Technical Hints

TexHuyeckme pexkoMeHdaunn

Ramping

Bpe3anwe nog yrnom 98

Formulas
DopMynbl 98

Calculation of Approach Angle ¢s
PacyeT yrna BpesaHus @s 99

100

Attachment

MpunoxxeHns

Dimensions, units and application formulas
PasmMepel, eanHMLEl 1 GopMy”bl

Solutions of Problems in Milling
PelweHve npobnem

Material Comparison Chart
CpaBHuTenbHasA Tabnmua MaTepranos

100

101

102
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KONRAD
TOOLS

Symbol Navigator
0630p cMBOIOB

Application lpumeHenue

4 4 B

Slotting Roughing Ramping
MNazbl YepHoBan Bpe3anwve nog
obpaboTka yrnom

&

Helix
CnupanbHoe
Bpe3aHue

Ll

Drilling Finishing
CeepneHve Yucrosan
obpaboTka

Solid Carbide Milling Cutters
TBepaocnnasHble Gpe3bl

1

Copying
MpodunbHoe
¢dpesepoBaHue

Shank form ®opma xBocToBUKa

o (1

To DIN 6535
Mo DIN 6535

Cutting edge form ®opwMa pesku

Corner chamfer
Qacka

Standard Hopma

DIN DIN DIN DIN

Rake angle Yron HaksoHa

Y ETEETEY

6527 6537K 6537L 6539
To DIN Rake angle of circumference cutting edges
Mo DIN Yron HaknoHa peryLmx KPOMOK
Type Tun Feed MNMogaua

W HPC NH H NRf U

Application range similar to DIN 1836
06nactb npuMeHenne, aHanor DIN 1836

.

For lateral feed
[ns 6okosoro
ABUKEHUA

Length [nuHa

4xD
S
ANNSRNN®
Long (DIN) Extra length
OnunHHbin (DIN) 3KCTpa ANMMHHBIN

Q.

U,
N R

For lateral feed and

oblique plunging

[ns 6oKkoBoro

1 HAKNOHHOro

ABUKEHUA

For lateral feed, oblique
plunging and drilling
[na 6oxkoBoro

W HAK/MOHHOMO ABUMKEHUA
1 cBepneHva

Coating MoxpbiTHe

Coating

With coating

C NoKpbITNEM

Number of cutting edges KonuuectBo pemyLimx KpoMoK

i E B

Number of major cutting edges
KonM4ecTBo raBHbIX PeMYLLMX KPOMOK

Helix angle Yron cnupanu

=B 505 40°
@38“ @2?: Q42° 930" @45" QSS"

Size of helix angle / number of different helix angles
Yribl HAKMOHA / KONMYECTBO PasHbIX YITI0B HAKKIOHA

X

Without coating
be3 nokpbiTmAa
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocrnnasHbe Gpesbl

Application
[pMeHeHKe
Name Application
REEEERTIE MprmeHeHne
KTU Konrad Tools Universal For steel, stainless steel, cast materials, aluminium, titanium alloys, hardened steel up to 54 HRC
[nA ctanu, HepxaBetoLwen CTanu, YyryHa, anloMMHUA, TUTAHOBBIX CNaBoB, 3aKaneHHon ctanm Ao 54 HRC
KTA Konrad Tools Aluminium For aluminium
[na anioMuHmA
KTH Konrad Tools Hardened For hardened steel up to 63 HRC, cast materials, steel
[na 3akaneHHon ctanmn go 63 HRC, yyryHa v ctamnm
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

Slot Drills (2-fluted), Centre Cutting
®Ope3bl 4N 06pa3oBaHMA Na3oB (2-Ne3BUMHbIE), C LeHTpasibHbIM PE30M

KTU O2N... DIN
A ) ) - HB 527 HPC
Universal solid carbide milling cutter
YHuBepcanbHasa TBe 40Chf1aBHas e3a
p P, op - ﬁtp \QW
9 2
o~ — o
‘D:\ o 450 m') %
2 L v B
13
1 Coating

OrdennglCode Tool material Dimensions [mm] Pa3mepsi [MM]
Ko MaTtepman

KTU 02N060-020 2,000 6,000 57,00 6,00 9,40 0,03 2
KTU 02N070-030 3,000 6,000 57,00 7,00 11,90 0,05 2
KTU 02N080-040 4,000 6,000 57,00 8,00 13,40 0,05 2
KTU 02N100-050 Solid carbide 5,000 6,000 57,00 10,00 16,90 0,05 2
KTU 02N100-060 with coating 6,000 6,000 57,00 10,00 21,00 0,05 2
KTU 02N130-070 Teepgsiii cnnas | 7,000 8,000 63,00 13,00 22,40 0,10 2
KTU 02N160-080 C NOKPBITVIEM 8,000 8,000 63,00 16,00 27,00 0,10 2
KTU 02N160-090 9,000 10,000 72,00 16,00 27,40 0,10 2
KTU 02N190-100 10,000 10,000 72,00 19,00 32,00 0,10 2
KTU 02N220-120 12,000 12,000 83,00 22,00 38,00 0,10 2

Cutting values: Slotting* and roughing
MapameTpbl pesaHuA: obpasoBaHne nasos* U YepHoBaa o6paboTka

=
z AP
[}
s g . -":5:. 4 % 2 5. f, [mm/tooth] with nom. @
© o |Material Hardness 82| &¢ i S f, [MM/3y6] € @
= T | Marepuan TBepoocTs 23| 2|8 2%
[ o>| o= |58%
T wsS | w3l |0da
g E
m >
=2
Steel < 850 N/mm? 0,5xd 1xd 125 0,013 0,018 0,025 0,032 0,042 0,049 0,063 0,07
Cransb 850-1400 N/mm? 0,5xd 1xd 95 0,01 0015 002 0,024 0033 0,039 0,048 0,057
‘Stainless steel < 750 N/mm? 0,5xd | 1xd 85 0,01 0015 002 0,024 0,033 0,039 0,048 0,057
‘HEPH‘aBEK’LUaH CcTanb > 750 N/mm? 0,5xd 1xd 50 0,007 001 0,015 0,018 0,027 0,03 0,039 0,048
Cast mat. YyryH > 240 HB 30 0,5xd 1xd 100 0,01 0015 0,02 0,024 0033 0,039 0,048 0,057
Aluminium  AnoMUHMA <7%Si 1xd 1xd 160 0,013 0,018 0,025 0,032 0,042 0049 0,063 0,07

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.

MepudepuitHoe oxnawaeHne peKoMeHA4yeTCa A1A ONTUMANbHOMO YAANEHUs CTPYXKM U CPOKa CIYObl MHCTPYMeHTa.
** For slotting with ae = 0,02xd the cutting speed v can be increased by 50%.

[nA 06paboTkM ae = 0,02xd CKOPOCTb PE3aHUA Ve MOXKET YBENMUUTLCA Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f, -25 %!

Bce pekoMeHAaumm AencTBUTENbHBI ANA MHCTPYMEHTA C MOKPLITUEM. [I1A MHCTPYMeHTa 6e3 MoKpbITUA HeobxoanMo Ve ~40% u f; -25 %!
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

Ball Nose Slot Drills (2-fluted), Centre Cutting
®Ope3bl 4111 06pa3oBaHKA Na3oB CO CHepUUECKNM KOHLIOM (2-ne3BuiHbIe), C LieHTpasibHbIM Pe30M

KTU 02B... D“A DN o s

Universal solid carbide milling cutter 6527

YHuBepcanbHaa TBepgocniaBHan dpesa hﬁfe’ o
30° > )
2 JOR TR

% S5 el b &
12
13
0 Coating i a :Vm
v
WNHCTPYMEHTA

KTU 02B020-010 1,000 3,000 38,00 2,00 3,90 0,50 2
KTU 02B030-015 1,500 3,000 38,00 3,00 6,40 0,75 2
KTU 02B060-020 2,000 6,000 57,00 6,00 9,40 1,00 2
KTU 02B070-030 3,000 6,000 57,00 7,00 11,90 1,50 2
KTU 02B080-040 4,000 6,000 57,00 8,00 13,40 2,00 2
KTU 02B100-050 Solid carbide 5,000 6,000 57,00 10,00 16,90 2,50 2
KTU 02B100-060 with coating 6,000 6,000 57,00 10,00 21,00 3,00 2
KTU 02B160-080 Teepablii crnnas 8,000 8,000 63,00 16,00 27,00 4,00 2
KTU 02B190-100 C MOKpbITUEM 10,000 10,000 72,00 19,00 32,00 5,00 2
KTU 02B220-120 12,000 12,000 83,00 22,00 38,00 6,00 2
KTU 02B220-140 14,000 14,000 83,00 22,00 38,00 7,00 2
KTU 02B260-160 16,000 16,000 92,00 26,00 44,00 8,00 2
KTU 02B260-180 18,000 18,000 92,00 26,00 44,00 9,00 2
KTU 02B320-200 20,000 20,000 104,00 32,00 54,00 10,00 2

Cutting values: Slotting* and roughing
MapameTpbl pesaHuA: obpasoBaHne nasos* U YepHoBaa o6paboTka

=
: si|sd|t
g ¢ B4 | BE |, f, [mm/tooth] with nom. @
% .&_ﬁ Material Hardness g 5;% S 53‘._‘ E’g% f, IMM/3y6] C @
= Matepuan TeepaocTb T o TS 820
(i} o = o= |32
'E E wsS | w3l |0da
S8
Steel < 850 N/mm? 0,5xd  04xd 175 0,03 004 0045 005 0,07 0,1 0,12 0,15
Cranb 850-1400 N/mm?  05xd 0,3xd 140 0,03 0,04 0045 005 0,07 0,1 0,12 0,15
Stainless steel < 750 N/mm? 1xd | 0,1xd | 126 0,03 0,04 0,045 0,05 0,07 0,1 0,12 0,15
2 Hep:xasetowan cranb > 750 N/mm? 1xd | 0,1xd 56 002 003 | 0035 004 005 007 0,08 0,1
Aluminium AnloMUHWRA <7%Si 1xd 03xd 196 003 004 0045 005 0,07 0,1 0,12 0,15
Ti sp. alloys < 1300 N/mm? 1xd | 0,1xd 56 0,02 003 | 0035 004 005 007 0,08 0,1
TuTaHOBLIE CNaBLI
Hardened steel up to 54 HRC 0,05xd 0,05xd 70 0,02 003 0035 004 005 007 0,08 0,1
H  3axanennan crans

*  Peripheral cooling is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended.
MepudepuiiHoe oxnamaeHe peKoMeHayeTCcA ANA ONTUMANbLHOMO YAANEHWA CTPYHKKM M CPOKA CAYMObI MHCTPYMeHTa. [1A *KecTKoM 06paboTu peKoMeHayeTcA
oxnaxgeHve Bo34yXOM.

** For HSC-finishing with a. = 0,02xd the cutting speed v, can be increased by 50 %.

[na HSC umcToBOM 06paboTkM C @e = 0,02xd CKOPOCTb pe3aHuA Ve MOXET yBenmunTbeA Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

Slot Drills (3-fluted), Centre Cutting
®pe3bl 4N 06pa3oBaHMA Na3oB (3-Ne3BMMHbIE), C LeHTpasibHbIM PE30M

KTU O3N... D s PN poc
Universal solid carbide milling cutter 6527
YHuBe
pcanbHaA TBepgocnnaBHan dpesa - h?’ \Qmo
” 3
: 9 = kA
2 Al
13
1 Coating
MHCTPyMeHTa
KTU 03N060-020 2,000 6,000 57,00 6,00 10,40 0,03 3
KTU 03N070-025 2,500 6,000 57,00 7,00 11,40 0,05 3
KTU 03N070-030 3,000 6,000 57,00 7,00 11,40 0,05 3
KTU 03N070-035 3,500 6,000 57,00 7,00 11,40 0,05 3
KTU 03N080-040 4,000 6,000 57,00 8,00 13,90 0,05 3
KTU 03N080-045 4,500 6,000 57,00 8,00 13,90 0,05 3
KTU 03N100-050 5,000 6,000 57,00 10,00 16,90 0,05 3
KTU 03N100-060 Solid carbide 6,000 6,000 57,00 10,00 21,00 0,05 3
KTU 03N130-070 with coating 7,000 8,000 63,00 13,00 21,90 0,10 3
KTU 03N160-080 Izeopg':ﬁ;g'ga'g 8,000 8,000 63,00 16,00 27,00 0,10 3
KTU 03N160-090 9,000 10,000 72,00 16,00 27,40 0,10 3
KTU 03N190-100 10,000 10,000 72,00 19,00 32,00 0,10 3
KTU 03N220-120 12,000 12,000 83,00 22,00 38,00 0,10 3
KTU 03N220-140 14,000 14,000 83,00 22,00 38,00 0,15 3
KTU 03N260-160 16,000 16,000 92,00 26,00 44,00 0,15 3
KTU 03N260-180 18,000 18,000 92,00 26,00 44,00 0,15 3
KTU 03N320-200 20,000 20,000 104,00 32,00 54,00 0,15 3

Cutting values: Slotting* and roughing
MapameTpbl pesaHuA: obpasoBaHne nasos* U YepHoBaa o6paboTka

=
z AP
[}
=K ‘ €8 52 |2, f, [mm/tooth] with nom. @
© o |Material Hardness 8¢ 3¢ b £ f, [MM/3y6] c @
2 © | Marepuan TBepaocTs B8 | Ba|lEad
[ o>| o= |58%
T wsS | w3l |0da
g E
m >
s 2
Steel < 850 N/mm? 0,5xd 1xd 125 0,013 0,018 0,025 0,032 0,042 0,049 0,063 0,07
Cransb 850-1400 N/mm? 0,5xd 1xd 95 0,01 0015 002 0,024 0033 0,039 0,048 0,057
‘Stainless steel < 750 N/mm? 0,5xd | 1xd 85 0,01 0015 002 0,024 0,033 0,039 0,048 0,057
‘HEPH‘aBE"JU—\aH CcTanb > 750 N/mm? 0,5xd 1xd 50 0,007 001 0,015 0,018 0,027 0,03 0,039 0,048
Cast mat. YyryH > 240 HB 30 0,5xd 1xd 100 0,01 0015 0,02 0,024 0033 0,039 0,048 0,057
Aluminium  AnloMUHMA <7%Si 1xd 1xd 160 0,013 0,018 0,025 0,032 0,042 0049 0,063 0,07

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.

MepudepuitHoe oxnawaeHne peKoMeHA4yeTCa A1A ONTUMANbHOMO YAANEHUs CTPYXKM U CPOKa CNYObl MHCTPYMeHTa.
** For slotting with ae = 0,02xd the cutting speed v can be increased by 50%.

[inA 06paboTkM ae = 0,02xd CKOPOCTb PE3aHUA Ve MOXKET YBENMUMUTLCA Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f, -25 %!

Bce pekoMeHAaumn AenNcTBUTENbHBI ANA MHCTPYMEHTA C MOKPLITUEM. [I1A MHCTPYMeHTa 6e3 MoKpbITUA HeobxoanMo Ve ~40% u f; -25 %!

www.konradtools.com 77



KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

End Mills (4-fluted), Centre Cutting
dpe3bl (4-ne3BuiiHble), C LieHTpanbHbIM PE30M

KTU O4N... DIN
’ ) . - HB 507 HPC
Universal solid carbide milling cutter
YHuBepcanbHaa TBepgocnnaBHan dpesa
7 4
e 3 .
12 vy oo
13
11 Coating

Ordennglcode Tool material Dimensions [mm] Pa3mepsi [MM]
Ko Matepuman

KTU 04N070-020 2,000 6,000 57,00 7,00 11,40 0,03 4
KTU 04N080-030 3,000 6,000 57,00 8,00 1290 0,05 4
KTU 04N110-040 4,000 6,000 57,00 11,00 1690 0,05 4
KTU 04N130-050 5,000 6,000 57,00 13,00 1990 0,05 4
KTU 04N130-060 6,000 6,000 57,00 13,00 21,00 0,05 4
KTU 04N160-070 Solid carbide 7,000 8,000 63,00 16,00 23,90 0,10 4
KTU 04N190-080 with coating 8,000 8,000 63,00 19,00 27,00 0,10 4
KTU 04N190-090 Teepgslii cnas 9,000 10,000 72,00 19,00 28,40 0,10 4
KTU 04N220-100 C NOKPBITVEM 10,000 10,000 72,00 22,00 32,00 0,10 4
KTU 04N260-120 12,000 12,000 83,00 26,00 38,00 0,10 4
KTU 04N260-140 14,000 14,000 83,00 26,00 38,00 015 4
KTU 04N320-160 16,000 16,000 92,00 32,00 44,00 015 4
KTU 04N320-180 18,000 18,000 92,00 32,00 44,00 015 4
KTU 04N380-200 20,000 20,000 104,00 38,00 54,00 015 4

Cutting values: Slotting* and roughing
MapameTpbl pesaHuA: obpasoBaHne nasos* U YepHoBaa o6paboTka

=
z AP
(]
=K ‘ €8 52 |2, f, [mm/tooth] with nom. @
o o Material Hardness gm |z E’g = f, IMM/3y6] C @
2 © | Marepuan TBepaocTs B8 | Ba|lEad
[ o>| o= |58%
T wsS | w3l |0da
L e
m >
s 2
Steel < 850 N/mm? 15xd 05xd 125 0,013 0,018 0,025 0,032 0,042 0,049 0063 0,07
Cranb 850-1400 N/mm?  1,5xd 0,5xd S5 0,01 0,015 002 0,024 0,033 0,039 0,048 0,057
‘Stainless steel < 750 N/mm? 15xd 0,5xd 85 0,01 0015 002 0,024 0,033 0,039 0,048 0,057
‘Hepmaaenomaﬂ cTane > 750 N/mm? 1,5xd | 0,2xd 50 0,007 001 0015 0,018 0,027 003 0,039 0,048
Cast mat. YyryH > 240 HB 30 15xd 05xd 100 001 0015 002 0,024 0033 0,039 0,048 0,057
Aluminium  AnloMuHMiI <7%Si 15xd 03xd 160 0,013 0,018 0,025 0,032 0,042 0049 0,063 0,07

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.

MepudepuitHoe oxnawaeHne peKoMeHA4yeTCa A1A ONTUMANbHOMO YAANEHUs CTPYXKM U CPOKa CNYObl MHCTPYMeHTa.
** For slotting with ae = 0,02xd the cutting speed v can be increased by 50%.

[inA 06paboTkM ae = 0,02xd CKOPOCTb PE3aHUA Ve MOXKET YBENMUMUTLCA Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f, -25 %!

Bce pekoMeHAaumm AencTBUTENbHBI ANA MHCTPYMEHTA C MOKPbITUEM. [Ns MHCTPYMeHTa 6e3 NoKpbITWA Heobxoammo Ve -40% u f; -25 %!
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

High-performance End Mills, Centre Cutting
BbICOKO3®QEKTMBHbIE KOHLIEBbIE dpe3bl, C LIeHTPaslbHbIM Pe30M

KTU O4H... DIN s
) ) ) - B HB 6527 HPC b
Universal solid carbide milling cutter

YHuBepcanbHaa TBepgocnnaBHan dpesa hﬁ/@_’ 350
38° 45° >
4 PR

3 J
: T
2 —+
13

1 Coating ;&_‘ :Vm

hva
MHCTPyMeHTa

KTU 04H110-040 4,000 6,000 3,800 57000 11,000 18000 0,100 4
KTU 04H130-050 5,000 6,000 4,800 57,000 = 13,000 18000 0,100 4
KTU 04H130-060 6,000 6,000 5,700 57,000 = 13,000 = 20,000 0,150 4
KTU 04H190-080 8,000 8,000 7,700 63,000 = 19,000 26,000 0,150 4
KTU 04H220-100 Solid carbide 10000 10,000 9,500 72,000 = 22,000 30,000 0,200 4
KTU 04H260-120 with coating 12000 12,000 @ 11,500 @ 83000 26000 | 36,000 0,200 4
KTU 04H260-140 Iﬁﬁ'ﬁ.ﬁﬁ?ﬂ“ 14000 = 14000 13500 83000 26000 @ 36000 0,250 4
KTU 04H320-160 16000 16000 | 15500 @ 92,000 32,000 | 42,000 0,350 4
KTU 04H320-180 18000 18000 17,500 @ 92,000 @ 32,000 42,000 0,400 4
KTU 04H380-200 20,000 | 20,000 19500 104,000 | 38,000 @ 52,000 0,450 4
KTU 04H450-250 25000 | 25000 24000 121,000 | 45000 @ 63,000 0,600 4

Cutting values: HPC-roughing*
MapaMeTpsbl pe3aHusa: YepHoBana obpa6oTka HPC*

=
© = s [T
% < 3 = g (] .
S s ac|8c | &, f, [mm/tooth] with nom. @
o .&_ﬁ Material Hardness gm |z E’g = f, IMM/3y6] C @
2 © | Marepuan TBepaocTs B8 | Ba|lEad
[ o>| o= |58%
T o wsS | w3l |0da
3 E
] e T [ w e w ]
Steel < 850 N/mm? 2xd | 03xd 200 0,02 0,04 0055 0,07 0,085 0,1 0,12 0,17
Cransb 850-1400 N/mm? 2xd  0,3xd 180 0,02 0,04 0,055 0,07 0,085 0,1 0,12 0,17
Cast mat. YyryH > 240 HB 30 2xd | 0,4xd 180 0,02 0,04 005 0065 0,08 0095 011 0,16

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MeprdepuitHoe oxnarkaeHne peKoMeH4yeTcs ANA ONTUMANBLHOr0 YAANEHUA CTPYKM M CPOKA CYHKObI MHCTPYMEHTA.
** For trochoidal milling and imachining with a. 0,1-0,2xd the cutting speed and feed rate can be increased by 50 %.

[inA TpoxomaaneHoro ¢pesepoBanuns € ae 0,1-0,2xd CKOPOCTb pe3aHnaA Ve M CKOPOCTb MOAAYN MOXKET yBenMunTLCA Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

Roughing End Mills (Fine Teeth), Centre Cutting
KoHueBble ¢pe3bl 4718 YepHOBOM 06paboTKM (TOHKME 3y6bA), C LIEHTPaslbHLIM Pe30M

KTU O4R..., KTU O5R... BHB DN NRf

Universal solid carbide milling cutter 6527

YHuBepcanbHaa TBepgocnnaBHan dpesa hﬁ/@_’
NRF \%3” 450 m"
4-5 PR
___/ o
; I
L

12

3 o %
oatin
i <

Ordering Code Tool material Dimensions [mm] Pa3veps! [MM]
Ko Matepman
: o T B N R B

KTU 04R130-060 6,000 6,000 57,00 13,00 21,00 0,30 4
KTU 04R190-080 8,000 8,000 63,00 19,00 27,00 0,30 4
KTU 04R220-100 10,000 10,000 72,00 22,00 32,00 0,30 4
KTU 04R260-120 Solid carbide 12,000 12,000 83,00 26,00 38,00 050 4
KTU 04R260-140 ‘;"th coating 14,000 14,000 83,00 26,00 38,00 0,50 4
KTU 04R320-160 cieoprgiﬁ:;:as 16,000 16,000 92,00 32,00 44,00 0,550 4
KTU 04R320-180 18,000 18,000 92,00 32,00 44,00 0,50 4
KTU 04R380-200 20,000 20,000 104,00 38,00 54,00 0,50 4
KTU 05R450-250 25,000 25,000 121,00 45,00 65,00 0,60 5

Cutting values: Slotting* and roughing
MapameTpbl pesaHuA: obpasoBaHne nasos* U YepHoBaa o6paboTka

=
- 2. 5%

s g . -":5:. 4 % 2 5. f, [mm/tooth] with nom. @

T Material Hardness R 5@ E’g% f, IMM/3y6] C @

2 ©| Matepuan TeepaocTs T3 | ga|lsSenm

[ o= oS |580

T S | o3d | 0da

g E

m >

s 2
Steel < 850 N/mm? 2xd  0,5xd 160 0,02 0,028 0,036 0,04 0,052 0,064 0,096
Cranb 850-1400 N/mm? 2xd  04xd 130 0,016 0,024 0,028 0,032 0,044 0,052 0,064
‘ Stainless steel < 750 N/mm? 2xd  0.25xd 115 0,02 0,028 0,036 0,04 0,052 0,064 @ 0,096
‘ Heprkasetowas cranb > 750 N/mm? 2xd | 0,2xd 80 0,011 0,018 0,021 0,025 0,032 0,042 0,049
Cast mat. YyryH > 240 HB 30 2xd | 04xd 150 0,021 0,028 0,035 0,042 0,049 0,063 0,091
Aluminium  AntoMUHMIA <7%Si 2xd | 03xd 250 0,024 0,032 0,04 0,048 0,056 0,072 0,104

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.

NepudepuitHoe oxnamaeH1e peKoMeHAYeTCs A1 ONTUMANBHOO YAANEHUSA CTPYMKKM M CPOKA CNYHKObI UHCTPYMEHTA.
** For slotting with ae = 0,02xd the cutting speed v can be increased by 50%.

[nA 06paboTkM ae = 0,02xd CKOPOCTb Pe3aHUA Ve MOXKET YBENMUMUTLCA Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f, -25 %!

Bce pekoMeHAaumm AencTBUTENbHBI ANA MHCTPYMEHTA C MOKPLITUEM. 1A MHCTPYMeHTa 6e3 NoKpbITUA HeobxoanMo Ve ~40% u f; -25%)!
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

High-performance Finishing End Mills, Centre Cutting
BbICOKO3DPEKTVBHbIE KOHLIEBLIE Gpe3bl 418 YMCTOBOW 06paboTKM, C LIEHTPasIbHBIM Pe30M

KTU O6N..., KTU O8N... D”B NH S
Universal solid carbide milling cutter
YHuBepcanbHaa TBepgocnnaBHan dpesa
Tl |
<, 5
/|
: : 4 A7
o o >
2 o v
13

Coating

Tool material

Dimensions [mm] Pa3mepsbl [MM]
K Matepuman Z

Ordering Code

KTU 06N210-060 6,000 6,000 57,000 13,000 21,000 0,050 6
KTU 06N270-080 Solid carbide 8,000 8,000 63,000 19,000 27,000 0,100 6
KTU 06N320-100 with coating 10,000 10,000 72,000 22,000 32,000 0,100 6
KTU 06N380-120 Teepabllt cnnas 12,000 12,000 83,000 26,000 38,000 0,100 6
KTU 06N440-160 C MOKPbITUEM 16,000 16,000 92,000 32,000 44,000 0,150 6
KTU 08N540-200 20,000 20,000 104,000 38,000 54,000 0,150 8

Cutting values: Finishing*** and HPC-roughing**
MapaMeTpbl pe3aHua: uuctoBas obpaboTka*** u HPC-uepHoBana obpaboTka**

=
z AP
(]
s g . -":5:. 4 é 2 5. f, [mm/tooth] with nom. @
e Material Hardness gm | F E"g = f, IMM/3y6] C @
= © | Marepuan TBepaocTs B8 | Ba|lEam
o o>| o= |58%
T wsS | w3l |0da
L c
m >
s 2
Steel < 850 N/mm? 2xd  02xd 280 0,014 0,027 0036 005 0059 0,072 0086 0,12
Crasnb 850-1400 N/mm? 2xd 0,15xd 180 0,012 0,024 0,032 0,04 0,048 0,056 0,072 0,104
‘Stainless steel < 750 N/mm? 2xd | 0,15xd 150 @ 0,014 0,027 | 0,036 0,045 0,054 0,063 0,081 011
‘Hepmaaenomaﬂ cTane > 750 N/mm? 2xd | 0,1xd 100 0,014 0,027 0,036 0045 0054 0,063 0081 011
Cast mat. YyryH > 240 HB 30 2xd  02xd 160 0016 0,03 004 0055 0065 008 0095 0,14
Aluminium  AnloMuHMiR <7%Si 2xd 0,15xd 280 0,018 0,035 0,045 005 0065 008 012 015

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.

MepydepuitHoe oxnaraeHne peKoMeH4yeTcA ANA ONTUMANbHOr0 YAANEHWA CTPYMKM M CPOKA CYHKObI MHCTPYMEHTA.
** For trochoidal milling and imachining with ae. 0,1-0,2xd the cutting speed and feed rate can be increased by 50 %.

[nA TpoxomaaneHoro dpesepoBanms ¢ ae 0,1-0,2xd CKOPOCTb pe3aHna Ve M CKOPOCTb MOAAYM MOXKET yBeNMUnUTLCA Ha 50 %.
*** For finishing with a. 0,01xD the feed rate must be reduced by 25% to achieve optimal surfaces.

[ns 06paboTku @ 0,01xD cKopocTb Nodaum Ao/MKHA bbITh CHUMKEHA Ha 25 % A8 OCTUMKEHWA ONTUMAaSbHBLIX MOBEPXHOCTEN.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

End Mills Alu, Centre Cutting
KoHueBble Anto-¢pe3bl, C LIeHTpasibHbIM Pe30M

KTA 02W... BHB DN s

Solid carbide milling cutter for aluminium e

TeepaocnnasHas dpesa AnA anoMUHWA hﬁ/@_’
45° 45° >
2 PR

<

=1 Kk
- ¢ kb ol

OrderinglCode Tool material Dimensions [mm] Pa3mepsi [MM]
Ko Matepman

d2
N
dl

KTA 02W070-030 3,000 6,000 57,000 7,000 10,900 0,030 2
KTA 02W080-040 4,000 6,000 57,000 8,000 11,900 0,030 2
KTA 02W100-050 5,000 6,000 57,000 10,000 15,400 0,030 2
KTA 02W100-060 Solid carbide 6,000 6,000 57,000 10,000 21,000 0,030 2
KTA 02W160-080 ‘;"th"”tf"at'”g 8,000 8,000 63,000 16,000 27,000 0,050 2
KTA 02W190-100 625‘1‘%%;:;:3 10,000 10,000 72,000 19,000 32,000 0,050 2
KTA 02W220-120 12,000 12,000 83,000 22,000 38,000 0,100 2
KTA 02W260-160 16,000 16,000 92,000 26,000 44,000 0,100 2
KTA 02W320-200 20,000 20,000 104,000 32,000 54,000 0,100 2

Cutting values: Slotting and HPC-roughing*
MapaMeTpsbl pe3aHusa: o6pa6oTka nasos u HPC-uepHoBasa obpaboTka*

=
: :l 5|8
Q
g ¢ s8] £¢ o f. [mm/tooth] with nom. @
o .&_ﬁ Material Hardness 9 @ B 25 g £, IMM/3y6] c @
2 © | Marepuan TBepaocTs T8 | Ba|88®
[ o = oS | 520
=2 w S w3 | O0a
-
m >
fs at | w3 s 8 | 10 12 16| 20
Aluminium < 3% Si 1xd 1xd 600 0,03 0,045 0,05 0,065 0,08 0,12 0,14
ANIOMUHUM < 7% Si 1xd 1xd 280 0,025 0,03 0,045 0,05 0,065 0,08 0,12

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MepudepuitHoe oxnamaeH1e peKoMeHAYEeTCA 41A ONTUMANBHOTO YAANEHUA CTPYMKKM 1 CPOKA CNYHObI MHCTPYMEHTA.
** For trochoidal milling and imachining with a, 2xd and a. 0,15xd the cutting speed and feed rate can be increased by 50 %.

[nA TpoxonaaneHoro gppesepoBanHnA C ap 2xd 1 ae 0,15%d CKOPOCTb pe3aHnA 1 CKOPOCTb NodauM MOXeT yBennunTLCA Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

KTA O3W... BHB WS
3

Solid carbide milling cutter for aluminium

TeepaocrnasHaa ¢ppesa ANns anoMUHUA 390 o
40: %
. 41 _

3
3 | [ s a/3 % %r
T 2
13
: X o, ol
hv2
- Marepuan ’ o x45°] zZ
KTA 03W080-030 3,000 6,000 2,800 57,000 8,000 15,000 0,030 3
KTA 03W110-040 4,000 6,000 3,800 57000 11,000 18000 0,040 3
KTA 03W130-050 5,000 6,000 4,800 57000 13000 18000 0,050 3
KTA 03W130-060 Solid carbide 6,000 6,000 5700 | 57,000 13,000 20,000 0,060 3
KTA 03W190-080 :E';hw;:ﬁ;';g 8,000 8,000 7,700 63,000 = 19,000 26,000 0,080 3
KTA 03W220-100 663"; ‘oo 10000 10,000 9,500 72,000 22000 30,000 0,100 3
KTA 03W260-120 12000 12000 11,500 83000 26000 36,000 0,120 3
KTA 03W320-160 16000 16000 15500 92,000 32000 42,000 0,160 3
KTA 03W380-200 20000 | 20,000 = 19500 104000 38000 52,000 0,200 3

Cutting values: Slotting and HPC-roughing*
MapameTpsbl pe3aHun: o6paboTka nasos n HPC-uepHoBaa o6paboTka*

=
= 3 | T
3 sh|lgg |8 :
s Ha|8c | &, f, [mm/tooth] with nom. @
S '8 Material Hardness Yo| 3T E’g% £, MMm/3y6] C @
O © | Matepuan TBepaocTb o3| B |E5am
T = v < U S | ¥om
& o 2 31338
{.-J = w - w LU A
"5
=2 Vc 10 12 16 25
Aluminium <3%Si 1xd 1xd 600 0045 0,05 0,065 0,08 0,12 0,15 0,18 0,25
ANOMUHUI <7%Si 1xd 1xd 280 0,03 0045 0,05 0,065 0,08 0,12 0,15 0,18

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MepudepuitHoe oxnaxaeHne peKoMeHAYeTCA A1A ONTUMANLHOMO YAAEHWA CTPYXKM M CPOKA CITYMObl MHCTPYMEHTA.
** For trochoidal milling and imachining with a, 2xd and ae 0,15xd the cutting speed and feed rate can be increased by 50 %.

[nA TpoxonganeHoro gppesepoBaHunA ¢ ap 2xd 1 ae 0,15%d CKOPOCTb pe3aHnA 1 CKOPOCTb NoAauM MOMKeT yBennunTbea Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocrnnasHbe Gpesbl

KTA O3W... D”A w =T

Solid carbide milling cutter for aluminium ANRSRSNY 3
TeepaocnnasHaa ¢ppesa ANns anoMUHUA 39° 10°
40° | 45° >
< 41° vy O

i=
bs
e
=

2
3
o X

Ordering Code Tool material Dimensions [mm] Pa3mepsi [MM]

Ko Matepuan z
KTA 03W240-060 6,000 6,000 65,00 24,00 29,00 0,06 3
KTA 03W320-080 Solid carbide 8,000 8,000 75,00 32,00 39,00 0,08 3
KTA 03W400-100 without coating 10,000 10,000 100,00 40,00 60,00 0,10 3
KTA 03W480-120 TBepablii cnnas 12,000 12,000 100,00 48,00 55,00 0,12 3
KTA 03W640-160 6e3 noKpeITMA 16,000 16,000 125,00 64,00 77,00 0,16 3
KTA 03W800-200 20,000 20,000 150,00 80,00 100,00 0,20 3

Cutting values: HPC-roughing*
MapameTpbl pe3aHun: yepHoBas o6pa6oTka HPC*

=
= 3 | T
= i 2|3
g ¢ 2eE | FE |5, f, [mm/tooth] with nom. @
o @ |Material Hardness | 5T obE f, [MM/3y6] C @
ok N S | Eozx °
— T | Matepman Hardness Tg | B3d|8am
T = v < U S | ¥om
‘= © (7] = (7] 3 3 X L
o C w = w LU a
s
=& Ve 10 12 16 25
Aluminium <3%Si 3xd | 0,25xd 600 0,03 0,045 005 0065 008 012 015 0,18
AnOMUHWI <7%Si 3xd | 02xd 280 | 0,025 003 0045 005 0065 008 012 015

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
nepVId)EDVIVIHOE oxnaxjeHuve peKkoMeHAyeTCcA ONA ONTUMAIbHOro yaaneHuA CTPYXKKM U CpoKa cny)+(65| WMHCTPYMEHTa.
** For trochoidal milling and imachining with a, > 2xd and ae 0,15xd the cutting speed and feed rate can be increased by 50 %.

[nA TpoxonganeHoro gppesepoBaHunA ¢ ap 2xd 1 ae 0,15xd CKOPOCTb pe3aHnA 1 CKOPOCTb NoAauM MOXKET yBennunTbea Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

End Mills, Centre Cutting
KoHueBble ¢pe3bl, C LieHTpaibHbIM Pe30M

KTH 04N... BHB DN e

Solid carbide milling cutter for hard material e

TeepaocnnasHble dpe3bl 417 TBEpAbIX MATepnanos hﬁ,@_’ 40°
42° 45° >
4 N

: 5k L B

d2
dl

—— el I e
o T S R N e B
NHCTPYMEHTa

KTH 04N130-060 6,000 6,000 5,700 57,00 13,00 20,00 0,15 4
KTH 04N190-080 Solid carbide 8,000 8,000 7,700 63,00 19,00 26,00 0,15 4
KTH 04N220-100 with coating 10000 10000 | 9,500 72,00 22,00 30,00 0,20 4
KTH 04N260-120 TBepAabIv cnnas 12,000 12,000 11,500 83,00 26,00 36,00 0,20 4
KTH 04N320-160 C MOKpbITUEM 16,000 16,000 15,500 92,00 32,00 42,00 0,35 4
KTH 04N380-200 20,000 20,000 19,500 104,00 38,00 52,00 0,45 4

Cutting values: HPC-roughing* and hard finishing
NapameTpsbl pesaHua: HPC-uepHoBaA o6paboTka* u TBepaan uncrosas obpaboTka

=

o ¢ "CS,_ a8 é 2| &, f, [mm/tooth] with nom. @

<] .&_ﬁ Material Hardness g 5 G E’E% f, [Mm/3y6] c @

2 ©| Matepuan TeepaocTs T38| 332|887

o o > 2= | 529

T w S wd | OS5 a

3 E

L s e e e e
Steel < 850 N/mm? - - - - - - - - - -
Cranb 850-1400 N/mm? 1xd - 140 0,02 0,04 0,05 0,065 0,08 0,095 0,11
Cast mat. YyryH > 240 HB 30 1xd 0,5xd 130 0,014 0,027 0,036 0,05 0,059 0,072 0,086
Hardened steel < 54 HRC 1xD  0,15xD 110 0,015 0,03 0,04 0,05 0,06 0,07 0,09

H | 3akaneran crans < 63 HRC 2xD  0,03xD 80 0,01 0,015 0,025 0,035 0,042 0,05 0,08

*

Air cooling is recommended for optimal chip evacuation and tool life.
PexoMeHAyeTcA BO34yLUHOE OXNamaeHWe 418 ONTUMATIBHOMO YAANEHWA CTPYMKM 1 CPOKA CITyM6bl MHCTPYMEHTa.
**  For slotting (up to 54 HRC) the cutting speed and feed rate should be reduced by 30%.

[na 06paboTkm (4o 54 HRC) cKOpoCTb pe3aHuna M CKOPOCTb NMoAauM A0MKHbI BbiTe YMeHbLeHb! Ha 30 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHbie ppessi

Hard Multi-tooth End Mills, Centre Cutting
TBepable MHOro3ybble KoHLIEBLIE Gpe3bl, C LIeHTPasIbHbIM PE30M

KTH O6N..., KTH O8N... D TS
Solid carbide milling cutter for hard material
TeepaocnnasHble dpe3bl 47 TBEpAbIX MATEPUanoB hﬁp
s \@59
< Y

i

dz2
dl

%(_

70
>
L

12

13

Coating

11

Ordering Code Tool material Dimensions [mm] Pa3veps! [MM]

Ko Matepman

KTH 06N130-060 6,000 6,000 57,00 13,00 21,00 0,05 6
KTH 06N190-080 8,000 8,000 63,00 19,00 27,00 0,10 6
KTH 06N220-100 Solid carbide 10,000 10,000 72,00 22,00 32,00 0,10 6
KTH 06N260-120 with coating 12,000 12,000 83,00 26,00 38,00 0,10 6
KTH 06N260-140 TBepablii crnas 14,000 14,000 83,00 26,00 38,00 0,15 6
KTH O6N320-160 C MOKpbITUEM 16,000 16,000 92,00 32,00 44,00 0,15 6
KTH 08N320-180 18,000 18,000 92,00 32,00 44,00 0,15 8
KTH 08N380-200 20,000 20,000 104,00 38,00 54,00 0,15 8

Cutting values: Finishing*** and HPC-roughing**
MapaMeTpsbl pe3aHusa: Yncrosaa obpaborTka*** u HPC-uepHoBana o6paboTka**

=
z AP
[}
s g . -‘:5;. a % 2 5. f, [mm/tooth] with nom. @
o o Material Hardness O © 5@ E’g% f, IMM/3y6] C @
2 ©| Marepuan TeepaocTs TS| ga|lsSenm
o o>| o= |58%
T o wsS | w3l |0da
3 E
fs et v | 3 6 8 10 126 20 |
Steel < 850 N/mm? - - - - -
Crans 850-1400 N/mm? 2xd 0,05xd 180 0,012 0,024 0,032 004 0048 0,056 0,072 0,104
Cast mat. YyryH > 240 HB 30 2xd | 0,05xd 160 0016 0,03 0,04 0055 0,065 008 0095 0,14
Hardened steel < 54 HRC 15xd 0,05xd 120 0,012 0,024 0032 0,04 0048 0,056 0,072 0,104
H " 3akanennas crans < 63 HRC 15xd 0,02xd 90 0,01 0,015 0,025 0,035 0,042 0,05 0,08 0,09

*  Peripheral cooling is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended.
MepudepuitHoe oxnaraeHe peKoMeHAyeTcsa ANA ONTUMANBHOMO YAANEHWUA CTPYXKM U CPOKA CNY6bl MHCTPYMEHTa. [1nA eCTKon 06paboTki pekoMeHayeTca
oxnaraeHne BO34yXoM.

** For trochoidal milling and imachining with ae 0,1-0,2xd the cutting speed and feed rate can be increased by 50 %.
[na TpoxomaansHoro dpesepoBanms ¢ a. 0,1-0,2xd CKOpPOCTb pe3aHna 1 CKOPOCTb NoA4ayn MoryT BbiTb yBenmyeHsl Ha 50 %.

*** For finishing with a. 0,01xD the feed rate must be reduced by 25% to achieve optimal surfaces.

[ns 06paboTku ae 0,01xD cKopocTb Nodaum Ao/MKHA bbITh YMeHbLIEHA Ha 25 % AR AOCTUXEHUS ONMTUMASIbHBIX MOBEPXHOCTEN.
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KONRAD Notes

TOOLS 3ameTkM
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KONRAD
TOOLS

Symbol Navigator
0630p cMBOIOB

Shank form ®opma xBocTOBMKA

o (I

To DIN 6535
Mo DIN 6535

U Cyl

Cylindrical
LUnnuHapuyeckue

Standard HopwMa

DIN DIN DIN DIN
6527 6537K 6537L 6539

Solid Carbide Drills
TBepaocnnaBHble ceepna

Tolerance on @ [lonyck @

m7 h7

Internal coolant BHyTpeHHee oxnaxgeHue

X

With internal coolant Without internal coolant
To DIN C BHYTpEHHMM bes BHyTpeHHero
Mo DIN oxnawaeHnem oxnamaeHna
Type Tun Coating MoxkpbiTne

w HPC NH H NRf U

Application range similar to DIN 1836
06nactb NpuMeHeHus, aHanorndHana Kk DIN 1836

Coating ><

With coating Without coating
C noKkpbITHemM be3 nokpbiTmA

Cutting edge form ®opma peyLieil KpOMKK

118° 140°

Chamfer end mill angles
Yrnel dpesbl

Cutting depth My6uHa pesanuna

3xD 5xD
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Cutting direction Hanpasnenue pesku

® D

Right-hand cutting Left-hand cutting
MNpaBas pe3ka Nesan pe3ka



KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLIe ceepna

KD3D-... DIN
U Ol G539 HPC
3IxD U
118°

XX @

Ordering Code Tool material Dimensions [mm] Pa3vepbl [MM]
Matepuan

Kon
VHCTPYMEHTa

KD3D-020 2,000 38,000 12,000
KD3D-021 2,100 38,000 12,000
KD3D-022 2,200 40,000 13,000
KD3D-023 2,300 40,000 13,000
KD3D-024 Solid carbide 2,400 43,000 14,000
KD3D-025 :'th"“tfc’a““g 2,500 43,000 14,000
KD3D-026 622%‘;‘;:;‘;’:5‘ 2,600 43,000 14,000
KD3D-027 2,700 46,000 16,000
KD3D-028 2,800 46,000 16,000
KD3D-029 2,900 46,000 16,000
KD3D-030 3,000 46,000 16,000

Material group Application
[pynna mateprana MprmeHeHne

Web thinning = @ 2,100; facet point grinding; main cutting edge form straight

Mpw ycnosun, ecnn gnameTp ceepna = @ 2,100 MM, nepeMblvKa NoaTo4eHa C ONTUMU3MPOBAHHOW reoMeTpuen

Structural and case hardened steels; free-cutting steels, heat-treatable steels; gray cast iron; bronze, brass;
aluminium and Al-alloys; Magnesium and magnesium alloys; plastics

KOHCTPYKUMOHHbIE M 3aKasieHHble CTanu; aBToMaTtHas CTasb; TepMoobpaboTaHHan CTasib; Cepblit YyryH; 6poH3a;

NaTyHb; anioMUHUIA U ero Cnnasbl; MarHesui 1 ero crnaasbl; NNAcTUK

H

@ Main application OcHoBHoe NpyMeHeHne
O Secondary application BTopocTeneHHoe npumeHeHve
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KONRAD Solid Carbide Drills

TOOLS TBepaocnnasHbLIe ceepsa

KD3DC-... DIN

c DHA ess7k U

tmax 3xD U m7

140°
%] | S ) = Coating >< @

3 2
i

Ordering Code Tool material Dimensions [mm] Pa3vepb! [MM]
Ko Matepuan

KD3DC-030 3,000 6,00 62,00 20,00 36,00 155
KD3DC-031 3,100 6,00 62,00 20,00 36,00 15,35
KD3DC-032 3,200 6,00 62,00 20,00 36,00 152
KD3DC-033 3,300 6,00 62,00 20,00 36,00 15,05
KD3DC-034 3,400 6,00 62,00 20,00 36,00 149
KD3DC-035 3,500 6,00 62,00 20,00 36,00 14,75
KD3DC-036 3,600 6,00 62,00 20,00 36,00 146
KD3DC-037 3,700 6,00 62,00 20,00 36,00 14,45
KD3DC-038 3,800 6,00 66,00 24,00 36,00 183
KD3DC-039 3,900 6,00 66,00 24,00 36,00 18,15
KD3DC-040 4,000 6,00 66,00 24,00 36,00 18
KD3DC-041 4,100 6,00 66,00 24,00 36,00 17,85
KD3DC-042 4,200 6,00 66,00 24,00 36,00 17,7
KD3DC-043 4,300 6,00 66,00 24,00 36,00 17,55
KD3DC-044 4,400 6,00 66,00 24,00 36,00 174
KD3DC-045 4,500 6,00 66,00 24,00 36,00 17,25
KD3DC-046 4,600 6,00 66,00 24,00 36,00 17,1
KD3DC-0465 4,650 6,00 66,00 24,00 36,00 17,025
KD3DC-047 4,700 6,00 66,00 24,00 36,00 1695
KD3DC-0476 4,760 6,00 66,00 28,00 36,00 20,86
KD3DC-048 4,800 6,00 66,00 28,00 36,00 208
KD3DC-049 4,900 6,00 66,00 28,00 36,00 20,65
KD3DC-050 5,000 6,00 66,00 28,00 36,00 20,5
KD3DC-051 Solid carbide 5,100 6,00 66,00 28,00 36,00 20,35
KD3DC-052 with coating 5,200 6,00 66,00 28,00 36,00 20,2
KD3DC-053 Teepasiit cnas 5,300 6,00 66,00 28,00 36,00 20,05
KD3DC-054 C NOKpBITVIEM 5,400 6,00 66,00 28,00 36,00 199
KD3DC-055 5,500 6,00 66,00 28,00 36,00 19,75
KD3DC-0555 5,550 6,00 66,00 28,00 36,00 19675
KD3DC-056 5,600 6,00 66,00 28,00 36,00 196
KD3DC-057 5,700 6,00 66,00 28,00 36,00 19,45
KD3DC-058 5,800 6,00 66,00 28,00 36,00 193
KD3DC-059 5,900 6,00 66,00 28,00 36,00 19,15
KD3DC-060 6,000 6,00 66,00 28,00 36,00 19
KD3DC-061 6,100 8,00 79,00 34,00 36,00 24,85
KD3DC-062 6,200 8,00 79,00 34,00 36,00 247
KD3DC-063 6,300 8,00 79,00 34,00 36,00 24,55
KD3DC-064 6,400 8,00 79,00 34,00 36,00 24,4
KD3DC-065 6,500 8,00 79,00 34,00 36,00 24,25
KD3DC-066 6,600 8,00 79,00 34,00 36,00 24,1
KD3DC-067 6,700 8,00 79,00 34,00 36,00 23,95
KD3DC-068 6,800 8,00 79,00 34,00 36,00 238
KD3DC-069 6,900 8,00 79,00 34,00 36,00 23,65
KD3DC-070 7,000 8,00 79,00 34,00 36,00 235
KD3DC-071 7,100 8,00 79,00 41,00 36,00 30,35
KD3DC-072 7,200 8,00 79,00 41,00 36,00 30,2
KD3DC-073 7,300 8,00 79,00 41,00 36,00 30,05
KD3DC-074 7,400 8,00 79,00 41,00 36,00 299
KD3DC-075 7,500 8,00 79,00 41,00 36,00 2975
KD3DC-076 7,600 8,00 79,00 41,00 36,00 296
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KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLIe ceepsa

B Tool material Dimensions [mm] Pa3mepsi [Mv]

K Matepuan

KD3DC-077 7,700 8,00 79,00 41,00 36,00 29,45
KD3DC-078 7,800 8,00 79,00 41,00 36,00 293
KD3DC-079 7,900 8,00 79,00 41,00 36,00 29,15
KD3DC-080 8,000 8,00 79,00 41,00 36,00 29

KD3DC-081 8,100 10,00 89,00 47,00 40,00 34,85
KD3DC-082 8,200 10,00 89,00 47,00 40,00 347
KD3DC-083 8,300 10,00 89,00 47,00 40,00 34,55
KD3DC-084 8,400 10,00 89,00 47,00 40,00 344
KD3DC-085 8,500 10,00 89,00 47,00 40,00 34,25
KD3DC-086 8,600 10,00 89,00 47,00 40,00 34,1
KD3DC-087 8,700 10,00 89,00 47,00 40,00 33,95
KD3DC-088 8,800 10,00 89,00 47,00 40,00 3338
KD3DC-089 8,900 10,00 89,00 47,00 40,00 33,65
KD3DC-090 9,000 10,00 89,00 47,00 40,00 335
KD3DC-091 9,100 10,00 89,00 47,00 40,00 33,35
KD3DC-092 9,200 10,00 89,00 47,00 40,00 332
KD3DC-093 9,300 10,00 89,00 47,00 40,00 33,05
KD3DC-094 9,400 10,00 89,00 47,00 40,00 329
KD3DC-095 9,500 10,00 89,00 47,00 40,00 3275
KD3DC-096 9,600 10,00 89,00 47,00 40,00 326
KD3DC-097 9,700 10,00 89,00 47,00 40,00 3245
KD3DC-098 9,800 10,00 89,00 47,00 40,00 323
KD3DC-099 9,900 10,00 89,00 47,00 40,00 32,15
KD3DC-100 10,000 10,00 89,00 47,00 40,00 32

KD3DC-101 10,100 12,00 102,00 55,00 45,00 39,85
KD3DC-102 10,200 12,00 102,00 55,00 45,00 397
KD3DC-103 10,300 12,00 102,00 55,00 45,00 39,55
KD3DC-104 10,400 12,00 102,00 55,00 45,00 394
KD3DC-105 10,500 12,00 102,00 55,00 45,00 39,25
KD3DC-106 Solid carbide 10,600 12,00 102,00 55,00 45,00 39,1
KD3DC-107 ‘;"th coating 10,700 12,00 102,00 55,00 45,00 38,95
KD3DC-108 Czeopgt:ﬁlfggw 10,800 12,00 102,00 55,00 45,00 38,8
KD3DC-109 10,900 12,00 102,00 55,00 45,00 38,65
KD3DC-110 11,000 12,00 102,00 55,00 45,00 385
KD3DC-111 11,100 12,00 102,00 55,00 45,00 38,35
KD3DC-112 11,200 12,00 102,00 55,00 45,00 382
KD3DC-113 11,300 12,00 102,00 55,00 45,00 38,05
KD3DC-114 11,400 12,00 102,00 55,00 45,00 379
KD3DC-115 11,500 12,00 102,00 55,00 45,00 37,75
KD3DC-116 11,600 12,00 102,00 55,00 45,00 376
KD3DC-117 11,700 12,00 102,00 55,00 45,00 37,45
KD3DC-118 11,800 12,00 102,00 55,00 45,00 373
KD3DC-119 11,900 12,00 102,00 55,00 45,00 37,15
KD3DC-120 12,000 12,00 102,00 55,00 45,00 37

KD3DC-122 12,200 14,00 107,00 60,00 45,00 417
KD3DC-125 12,500 14,00 107,00 60,00 45,00 4125
KD3DC-127 12,700 14,00 107,00 60,00 45,00 40,95
KD3DC-128 12,800 14,00 107,00 60,00 45,00 408
KD3DC-130 13,000 14,00 107,00 60,00 45,00 405
KD3DC-132 13,200 14,00 107,00 60,00 45,00 402
KD3DC-135 13,500 14,00 107,00 60,00 45,00 39,75
KD3DC-137 13,700 14,00 107,00 60,00 45,00 39,45
KD3DC-140 14,000 14,00 107,00 60,00 45,00 39

KD3DC-142 14,200 16,00 115,00 65,00 48,00 437
KD3DC-145 14,500 16,00 115,00 65,00 48,00 4325
KD3DC-147 14,700 16,00 115,00 65,00 48,00 42,95
KD3DC-150 15,000 16,00 115,00 65,00 48,00 425
KD3DC-152 15,200 16,00 115,00 65,00 48,00 422
KD3DC-155 15,500 16,00 115,00 65,00 48,00 4175
KD3DC-157 15,700 16,00 115,00 65,00 48,00 4145
KD3DC-160 16,000 16,00 115,00 65,00 48,00 41
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KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLIe ceepna

WMHCTPYMEHTa max
KD3DC-165 16,500 18,00 123,00 73,00 48,00 48,25
KD3DC-170 17,000 18,00 123,00 73,00 48,00 47,5
KD3DC-175 Solid carbide 17,500 18,00 123,00 73,00 48,00 46,75
KD3DC-180 with coating 18,000 18,00 123,00 73,00 48,00 46
KD3DC-185 TBepabli cnnas 18,500 20,00 131,00 79,00 50,00 51,25
KD3DC-190 C MOKPLITMEM 19,000 20,00 131,00 79,00 50,00 50,5
KD3DC-195 19,500 20,00 131,00 79,00 50,00 49,75
KD3DC-200 20,000 20,00 131,00 79,00 50,00 49

Material group Application
[pynna maTeprana MprmeHeHne

Web thinning = @ 3,000; facet point grinding; main cutting edge form straight; optimised cutting geometry

Mpwv ycnosuu, ecnv guameTp ceepna = @ 3,000 MM, nepeMblyKka NoAToHeHa C ONTVMU3MPOBAHHOM reoMeTpuen

Structural and case hardened steels; free-cutting steels, heat-treatable steels;
alloyed steels up to 1200 N/mm?2; cast materials; bronze, brass; high-alloyed AlSi-alloys

KOHCTPYKUMOHHBIE M 3aKaNieHHble CTanu; aBToMaTHanA CTasb; TepMoobpaboTaHHasA CTasb; nermpoBaHHas

cranb 4o 1200 N/mm?; nuTble Matepuarsl; 6poH3a; BbICOKOermpoBaHHsie crinassl AlSi

H

@ Main application OcHoBHOe NpyMeHeHve
O Secondary application BTopocTeneHHoe npumeHeHie
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KONRAD Solid Carbide Drills

TOOLS TBepaocnnasHbLIe ceepsa

KD5DC-... DIN

c DHA ess7. U

tmax 5xD U m7

140°
%l | CX ) = Coating >< @

3 2
1L

Ordering Code Tool material Dimensions [mm] Pa3mepsi [MM]
Ko Matepuan

KDSDC-030 3,000 6,00 66,00 28,00 36,00 235
KDSDC-031 3,100 6,00 66,00 28,00 36,00 2335
KD5DC-032 3,200 6,00 66,00 28,00 36,00 232
KD5DC-033 3,300 6,00 66,00 28,00 36,00 23,05
KDSDC-034 3,400 6,00 66,00 28,00 36,00 229
KDSDC-035 3,500 6,00 66,00 28,00 36,00 2275
KDSDC-036 3,600 6,00 66,00 28,00 36,00 226
KD5DC-037 3,700 6,00 66,00 28,00 36,00 22445
KD5DC-038 3,800 6,00 74,00 36,00 36,00 303
KD5DC-039 3,900 6,00 74,00 36,00 36,00 30,15
KDSDC-040 4,000 6,00 74,00 36,00 36,00 30
KD5DC-041 4,100 6,00 74,00 36,00 36,00 2985
KDSDC-042 4,200 6,00 74,00 36,00 36,00 297
KD5DC-043 4,300 6,00 74,00 36,00 36,00 2955
KDSDC-044 4,400 6,00 74,00 36,00 36,00 294
KD5DC-045 4,500 6,00 74,00 36,00 36,00 2925
KD5DC-046 4,600 6,00 74,00 36,00 36,00 29,1
KDSDC-0465 4,650 6,00 74,00 36,00 36,00 29,025
KDSDC-047 4,700 6,00 74,00 36,00 36,00 2895
KDSDC-0476 4,760 6,00 82,00 44,00 36,00 36,86
KD5DC-048 4,800 6,00 82,00 44,00 36,00 36,8
KD5DC-049 4,900 6,00 82,00 44,00 36,00 36,65
KDSDC-050 5,000 6,00 82,00 44,00 36,00 36,5
KD5DC-051 Solid carbide 5,100 6,00 82,00 44,00 36,00 36,35
KDSDC-052 with coating 5,200 6,00 82,00 44,00 36,00 36,2
KD5DC-053 Teepawiii cinas 5,300 6,00 82,00 44,00 36,00 36,05
KDSDC-054 C MOKPbITMEM 5,400 6,00 82,00 44,00 36,00 359
KD5DC-055 5,500 6,00 82,00 44,00 36,00 3575
KD5DC-0555 5,550 6,00 82,00 44,00 36,00 35,675
KD5DC-056 5,600 6,00 82,00 44,00 36,00 356
KDSDC-057 5,700 6,00 82,00 44,00 36,00 3545
KD5DC-058 5,800 6,00 82,00 44,00 36,00 353
KD5DC-059 5,900 6,00 82,00 44,00 36,00 35,15
KDSDC-060 6,000 6,00 82,00 44,00 36,00 35
KD5DC-061 6,100 8,00 91,00 53,00 36,00 43,85
KD5DC-062 6,200 8,00 91,00 53,00 36,00 437
KDSDC-063 6,300 8,00 91,00 53,00 36,00 4355
KDSDC-064 6,400 8,00 91,00 53,00 36,00 434
KD5DC-065 6,500 8,00 91,00 53,00 36,00 43,25
KD5DC-066 6,600 8,00 91,00 53,00 36,00 43,1
KD5DC-067 6,700 8,00 91,00 53,00 36,00 42,95
KDSDC-068 6,800 8,00 91,00 53,00 36,00 428
KDSDC-069 6,900 8,00 91,00 53,00 36,00 42,65
KD5DC-070 7,000 8,00 91,00 53,00 36,00 425
KD5DC-071 7,100 8,00 91,00 53,00 36,00 42,35
KD5DC-072 7,200 8,00 91,00 53,00 36,00 42,2
KD5DC-073 7,300 8,00 91,00 53,00 36,00 42,05
KDSDC-074 7,400 8,00 91,00 53,00 36,00 419
KDSDC-075 7,500 8,00 91,00 53,00 36,00 4175
KDSDC-076 7,600 8,00 91,00 53,00 36,00 416
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KONRAD Solid Carbide Drills

TOOLS TBepaocnnasHbLIe ceepsa
MHCTPYMEHTa max
KD5DC-077 7,700 8,00 91,00 53,00 36,00 41,45
KD5DC-078 7,800 8,00 91,00 53,00 36,00 413
KD5DC-079 7,900 8,00 91,00 53,00 36,00 41,15
KD5DC-080 8,000 8,00 91,00 53,00 36,00 41
KD5DC-081 8,100 10,00 103,00 61,00 40,00 4885
KD5DC-082 8,200 10,00 103,00 61,00 40,00 487
KD5DC-083 8,300 10,00 103,00 61,00 40,00 48,55
KD5DC-084 8,400 10,00 103,00 61,00 40,00 484
KD5DC-085 8,500 10,00 103,00 61,00 40,00 48,25
KD5DC-086 8,600 10,00 103,00 61,00 40,00 48,1
KD5DC-087 8,700 10,00 103,00 61,00 40,00 47,95
KD5DC-088 8,800 10,00 103,00 61,00 40,00 478
KD5DC-089 8,900 10,00 103,00 61,00 40,00 47,65
KD5DC-090 9,000 10,00 103,00 61,00 40,00 475
KD5DC-091 9,100 10,00 103,00 61,00 40,00 47,35
KD5DC-092 9,200 10,00 103,00 61,00 40,00 47,2
KD5DC-093 9,300 10,00 103,00 61,00 40,00 47,05
KD5DC-094 9,400 10,00 103,00 61,00 40,00 46,9
KD5DC-095 9,500 10,00 103,00 61,00 40,00 46,75
KD5DC-096 9,600 10,00 103,00 61,00 40,00 466
KD5DC-097 9,700 10,00 103,00 61,00 40,00 46,45
KD5DC-098 9,800 10,00 103,00 61,00 40,00 46,3
KD5DC-099 9,900 10,00 103,00 61,00 40,00 46,15
KD5DC-100 10,000 10,00 103,00 61,00 40,00 46
KD5DC-101 10,100 12,00 118,00 71,00 45,00 55,85
KD5DC-102 10,200 12,00 118,00 71,00 45,00 557
KD5DC-103 10,300 12,00 118,00 71,00 45,00 5555
KD5DC-104 10,400 12,00 118,00 71,00 45,00 554
KD5DC-105 10,500 12,00 118,00 71,00 45,00 55,25
KD5DC-106 Solid carbide 10,600 12,00 118,00 71,00 45,00 55,1
KD5DC-107 with coating 10,700 12,00 118,00 71,00 45,00 54,95
KD5DC-108 TBEpABIV CTIaB gy 12,00 118,00 71,00 45,00 548
C NOKpbITEM
KD5DC-109 10,900 12,00 118,00 71,00 45,00 54,65
KD5DC-110 11,000 12,00 118,00 71,00 45,00 54,5
KD5DC-111 11,100 12,00 118,00 71,00 45,00 5435
KD5DC-112 11,200 12,00 118,00 71,00 45,00 54,2
KD5DC-113 11,300 12,00 118,00 71,00 45,00 54,05
KD5DC-114 11,400 12,00 118,00 71,00 45,00 539
KD5DC-115 11,500 12,00 118,00 71,00 45,00 5375
KD5DC-116 11,600 12,00 118,00 71,00 45,00 536
KD5DC-117 11,700 12,00 118,00 71,00 45,00 5345
KD5DC-118 11,800 12,00 118,00 71,00 45,00 533
KD5DC-119 11,900 12,00 118,00 71,00 45,00 5315
KD5DC-120 12,000 12,00 118,00 71,00 45,00 53
KD5DC-122 12,200 14,00 124,00 77,00 45,00 587
KD5DC-125 12,500 14,00 124,00 77,00 45,00 58,25
KD5DC-127 12,700 14,00 124,00 77,00 45,00 57,95
KD5DC-130 13,000 14,00 124,00 77,00 45,00 57,5
KD5DC-135 13,500 14,00 124,00 77,00 45,00 56,75
KD5DC-137 13,700 14,00 124,00 77,00 45,00 56,45
KD5DC-140 14,000 14,00 124,00 77,00 45,00 56
KD5DC-142 14,200 16,00 133,00 83,00 48,00 617
KD5DC-145 14,500 16,00 133,00 83,00 48,00 61,25
KD5DC-147 14,700 16,00 133,00 83,00 48,00 60,95
KD5DC-150 15,000 16,00 133,00 83,00 48,00 60,5
KD5DC-152 15,200 16,00 133,00 83,00 48,00 60,2
KD5DC-155 15,500 16,00 133,00 83,00 48,00 5975
KD5DC-157 15,700 16,00 133,00 83,00 48,00 5945
KD5DC-160 16,000 16,00 133,00 83,00 48,00 59
KD5DC-165 16,500 18,00 143,00 93,00 48,00 68,25
KD5DC-170 17,000 18,00 143,00 93,00 48,00 67,5

94 www.konradtools.com



KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLIe ceepna

B Tool material Dimensions [mm] Pa3mepsi [Mv]

K EYEIZEN

KDSDC-175 17,500 18,00 143,00 93,00 48,00 66,75
KDSDC-180 Solid carbide 18,000 18,00 143,00 93,00 48,00 66
KD5DC-185 with coating 18,500 20,00 153,00 101,00 50,00 73,25
KD5DC-190 Teepasii cnnas | 19,000 20,00 153,00 101,00 50,00 72,5
KD5DC-195 C NOKpBLITEM 19,500 20,00 153,00 101,00 50,00 7175
KDSDC-200 20,000 20,00 153,00 101,00 50,00 71

Material group Application
[pynna maTeprana MprmeHeHne

Web thinning = @ 3,000; facet point grinding; main cutting edge form straight; optimised cutting geometry

Mpwv ycnosuu, ecnv gnameTp ceepna = @ 3,000 MM, nepeMblyKka NoATo4eHa C ONTYMU3MPOBAHHOM reoMeTpuen

Structural and case hardened steels; free-cutting steels, heat-treatable steels;

alloyed steels up to 1200 N/mm?2; cast materials; bronze, brass; high-alloyed AlSi-alloys
KOHCTPYKLMOHHbIE M 3aKaneHHble CTany; aBToMartHanA CTasb; TepMoobpaboTaHHas CTasb; NervpoBaHHan

ctanb 4o 1200 N/mm?; nuTble Matepuarsl; 6poH3a; BbICOKOermpoBaHHsie crinassl AlSi

H

@ Main application OcHoBHOe npvMeHeHue

O Secondary application BTopocTeneHHoe npumeHeHve
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KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLIe ceepsa

Cutting Values
NapameTpbl pe3aHuA

Feed column No. f [mm/rev] Kateropwa nogauv No. f [Mm/o6opoT] Tools with bold feed column No. are

[ T T N I I NN cferred choice.

0,50 0,004 0,006 0,007 0,008 0,010 0,012 0,014 0016 0,019 MapameTpbl MOAaqM [ANA KOHKPETHOrO
1,00 0,006 0,008 0,012 0,014 0,016 0,018 0,020 0,023 0,025
2,00 0,020 0,025 0,032 0,040 0,050 0,063 0,080 0,100 0,125 marepuana npueeaeHbiB Tabnmue Huxe v Ha
2,50 0,025 0,032 0,040 0,050 0,063 0,080 0,100 0,125 0,160 cTpaHmue 97.
3,15 0,032 0,040 0,050 0,063 0,080 0,100 0,125 0,160 0,160 MpuMep: [1nA KaTeropuy Matepnana M (1.4005)
4,00 0,040 0,050 0,063 0,080 0,100 0,125 0,160 0,200 0,200
5,00 0,040 0,050 0,063 0,080 0,100 0,125 0,160 0,200 0,250 4NA Nioboro ceepna Mpum yKkasaHHOM CKOpoCTU
6,30 0,050 0,063 0,080 0,100 0,125 0,160 0,200 0,250 0315 pesaHus, kateropus nogadu 2. Ana grameTpa
8,00 0,063 0,080 0,100 0,125 0,160 0,200 0,250 0315 0315 20 MM B TabnvLie HANeBO HaBepx
10,00 0,080 0,100 0,125 0,160 0,200 0,250 0,315 0,400 0,400 ceepna pXy
12,50 0,080 0,100 0,125 0,160 0,200 0,250 0315 0,400 0,500 onpegensemM nogady 0.16 mm.
16,00 0,100 0,125 0,160 0,200 0,250 0315 0,400 0,500 0,630
0,200 0250 0315 0,400 0,500 0630 0630
25,00 0,160 0,200 0,250 0315 0,400 0,500 0,630 0,800 0,800
31,50 0,160 0,200 0,250 0315 0,400 0,500 0,630 0,800 1,000 Coolant Oxnamparowan }1MAKOCTb
40,00 0,200 0,250 0315 0,400 0,500 0,630 0,800 1,000 1,250 O Air Bozayx
50,00 0,250 0310 0,400 0,500 0630 0,800 1,000 1,250 1,250 .
63,00 0315 0,400 0,500 0630 0,800 1,000 1,250 1,600 1,600 ® Neatoil Macro
80,00 0,400 0,500 0,630 0,800 1,000 1,250 1,600 1,600 2,000 © Soluble oil PactopymMoe Macso

Tensile strength
[Mpegen npoyHocTH
[N/mm?2]

Hardness
TBepaocTb

Material group Material examples (figures in bold = material no. to DIN EN 10 027)

pynna matepvana MpvMepel MaTepranos (supHbIM WprdT = Ho. Mateprana no DIN EN 10

Common structural steels 1.0035 S185(5t33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2) <500 ]
06wan KOHCTPYKLMOHHAA CTaNb 1.0050 E295 (St50-2), 1.0070 E360 (St70-2), 1.8937 PSOONH (WStES00) <1000 o
Free-cutting steels 1.0718 115MnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36) <850 o
ABTOMaTHaA ctasb 1.0727 46520 (45520), 1.0728 (60520), 1.0757 465Pb20 (455Pb20) <1000 o
Unalloyed heat-treatable steels 1.0402 (22, 1.1178 C30E (Ck30) <700 ]
HEﬂEFMpOBaHHaﬂ TEpMOOﬁpaéOTaHHaH CTanb 1.0503 C4S, 1.1191 C45E (Ck4s) <850 o
1.0601 C60, 1.1221 C60E (Ck60) <1000 o
Alloyed heat-treatable steels 1.5131 50MnSi4, 1.7003 38(Cr2, 1.7030 28Cr4 <1000 ]
JlernposarHan TepMoo6paboTaHHan cTanb 1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4 <1400 o
Unalloyed case hard. steels HenervposanHan 3akanenHas crank - 1.0301 (C10), 1.1121 C10E (Ck10) <850 o
Alloyed case hardened steels 1.7276 10CrMol1, 1.5125 11MnSi6 <1000 )
JlernposarHan 3akaneHHan cTanb 1.5752 15NiCrl13, 1.7131 16MnCr5, 1.7264 20CrMo5 <1400 [ ]
Nitriding steels 1.8504 34CrAl6 <1000 [9)
A3oTupyeman cTanb 1.8519 31CrMoVS, 1.8550 34CrAINi7 <1400 [ J
Tool steels 1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9 <850 o
NHCTpyMeHTanbHan crasnb 1.2080 X210Cr12, 1.2083 X42Cr13, 1.2419 105WCr6, 1.2767 X45NiCrMo4 <1400 (]
High speed steels Boictpoperyiias crans 13243 S 6-5-2-5,1.3343 S 6-5-2, 1.3344 S 6-5-3 <1400 o
Spring steels [NpyvHHaA ctans 1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51Crv4) <350 HB o
Stainless steels Sulphured CynbdatHas <900 [
M Hepsaselowan Austenitic AycteHntHas 1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A) <1100 L]
crane Martensitic MapTteHcuTHaA 1.4057 X20CrNi172 (X17CrNil6-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2 <1500 [ ]
Cast iron 0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20) <240 HB [eXe]
HyryH 0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35) <350 HB (eXe)
Spheroidal graphite iron and malleable cast iron | 0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GJMW-350-4 (GTW35) <240 HB [0
Cdepuyecknii rpaguToBEIN YyryH 1 KOBKWA 4YryH | 0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70) <350 HB o
Chilled cast iron 3akaneHHsIn YyryH - <350 HB o
New cast materials GGV EN-GJV250 (GGV25), EN-GJV350 (GGV35) <220 HB (o))
Hoseble nTbie MaTepuansl GGV EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6 <300 HB o0
New cast materials ADI EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000) <1000 (eXe)
Hosele nnTble MaTepuansl ADI EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400) <1400 (eXe)
Aluminium and Al-alloys AntomuHmia 1 ero cninassl | 3.0255 Al99,5, 3.2315 AlMgSil, 3.3515 AlMgl <400 o
Al wrought alloys AnioMuHvessie crinassl 3.0615 AlMgSiPb, 3.1325 AlCuMgl, 3.3245 AlMg3Si, 3.4365 AlZnMgCul,5 <650 [9)
Al cast alloys ‘ <10% Si 3.2131 G-AlSi5Cul, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9 <600 o
Al uTble cnnasb! ‘ < 24% Si 3.2581 G-AlSil2, 3.2583 G-AlSil2Cu, - G-AlSi12CuNiMg <600 o
Magnesium alloys Martvessie crinasbl 3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Znl <400 o
Copper, low-alloyed Mefp, HM3KoNerMposaHHas 2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb <500 [9)
Brass Short-chipping Kopotkan cTpyska| 2.0380 CuZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2 <600 o
NaTyHb Long-chipping [nvHHan crpyxka | 2.0250 CuZn20, 2.0280 CuZn33, 2.0332 CuZn37Pb0,5 <600 [9)
Bronze Short-chipping 2.1090 CuSn7ZnPb, 2.1170 CuPb55n5, 2.1176 CuPb10Sn <600 oe
Bporsa KopoTkas cTpyka 2.0790 CuNi18Zn19Pb <850 [ ]
Long-chipping 2.0916 CuAl5, 2.0960 CuAl9Mn, 2.1050 CuSn10 <850 ]
HAmmHHan cTpyka 2.0980 CuAl11Ni, 2.1247 CuBe2 <1000 [ ]
Special alloys CreuvansHble cnnasbl Nimonic, Inconel, Monel, Hastelloy <2000 [ ]
Ti and Ti-alloys 3.7024 Ti99,5, 3.7114 TiAl55n2,5, 3.7124 TiCu2 <850 [ J
TWTaH 1 TUTaHoBbIE Crinasbl 3.7154 TIAl6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4M0o4Sn2,5, - TIAIBMo1V1 <1400 [ J
Hardened steels - <48 HRC ]
H 3aKaneHHble cTanu — <66 HRC [ ]
Duroplastics Duroplastics Epoxy resin, Resopal, Pertinax, Moltopren <150 )
Thermoplastics Tepmonnacts Plexiglass, Hostalen, Novodur, Makralon <100 [eXe}
Kevlar Keenap Kevlar <1000 )
Glass, carbon concentr. plastics Crekno, anmas, nnactuk . GFK/CFK <1000 (0]
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KD3D-...

DIN
U N 6539

3xD

118°

o X @ X

Ve

[m/min] [M/MyH]

Feed col. No.
Kateropwa nogaum No.

KD3DC-...

DIN
D HA 6537k

u 3xD
140°

m7 >< @ Coating

Feed col. No.
Kareropwsa nogaym No.

Solid Carbide Drills
TBepaocnnaBHble ceepna

KD5DC-...

DIN
D HA  es37L

u 5xD U

140°

m7 >< @ Coating

Ve
[m/min] [M/MyH]

Feed col. No.
Kareropws nogayum No

80 4 130 7 130 7
70 4 110 6 110 6
80 5 145 8 145 8
70 4 110 7 110 7
80 4 120 7 120 7
70 4 110 7 110 7
60 4 105 7 105 7
60 4 105 7 105 7
100 6 100 6
80 5 130 8 130 8
60 4 120 7 120 7
85 5 85 5
50 4 100 6 100 6
90 5 90 5
50 3 65 6 65 6
55 5 55 5
55 55
25 2 45 3 45 3
s 2 e 2 e
15 1 15 1 15 1
25 2 35 2 35 2
90 4 210 8 210 8
80 4 155 8 155 8
80 4 155 7 145 7
70 4 125 7 125 7
10 3 35 3 35 3
200 7 260 9 260 9
200 7 260 9 260 9
150 6 220 8 235 9
120 6 180 8 170 8
180 6 260 8 260 8
80 5 105 7 105 7
180 5 270 8 270 8
180 5 180 7 180 7
120 5 105 6 105 6
120 5 85 6 85 6
70 4 80 5 80 5
50 3 60 5 60 5
15 2 25 4 25 4
15 1 15 1 15 1
15 1 15 1 15 1
20 3 40 1 35 1
10 20 1 20 1
50 4
40 3
80 3
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Ramping
Bpesanwve noa yrnom

Bevel angle W1 max. for plunge milling “ramping”
Yron HaknoHa W1 Makc. Ans nayHKepHon 06paboTkm

Technical Hints
TexH14ecKkne pexkoMeHgaumm

Face Milling Cutter Topueas ¢pe3q -m BF90

12,7
b 14
Ap max 55 8 14
di [mm mm] W1 max [degree cteneHb]
40 8,5 10 15
50 6,5 038 11
63 5,0 0,6 038
80 3,5 0,5 0,6
100 3,0 0,5
Internal cutting
depth BHyTpeHHsAA
rnybvHa pesku
0,7 x apmax

Bevel angle W1 max. for plunge milling “ramping”
Yron HaknoHa W1 Makc. Ans nayHKepHon 06paboTkm

End milling cutter KoHuesas dpe3a BE9O

‘ ‘ W1 max
[degree creneHb]
16 8 6,65 3,0
20 8 6,65 2,1
25 8 6,65 15
25 14 9,52 2,8
32 14 9,52 2,0
40 14 9,52 15

Formulas
DopmySbl

Revolutions 060poTbi

no= Y1000 [rev/min 06/MUH]
n- d1

Feed rate CkopocTb nogaumn

vi = fz- zef - n [MmM/min MM/MyH]

Chip volume O6bem cTpyKku

Q = % [cm3/min cm3/MmH]
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Cutting speed CkopocTb pe3aHua

Ve = +Oodl [m/min m/MuH]

Feed per tooth lMopaua Ha 3y6

\%
f,=—  [mm wMl
Zeff - N

Drive power MouHocTb npusoga

Pe = L [kW kBT]
LF

Units EavHmUbl n3mMepeHmns

Ve Cutting speed CkopocTb pe3aHuA m/min M/MVH
n Revolution O060poTsl rev/min 06/MuH
di | Cutter diameter [duametp dpesbl mm MM
Feed rate mm/min
V| Ckopoctb nogaum MM/MUH
¢ Feed per tooth mm/tooth
z Mopava Ha 3y6 MM/3y6
Drive power kw
Pe MouwwHocTb NpuBoaa KBT
Effective number of teeth
Zeff | 3hdeKTMBHOE KONMUECTBO 3y6beB
Chip volume cm?/min
Q 06BEM CTPYHKKM CM3/MUH
ae | Depth of cut MMybuHa pesaHun mm MM
ap | Width of cut unpuHa pesanua mm MM
Efficiency factor cm3/min/kW
LF KoadpduumeHT 3pdeKTnBHOCTH CM3/MUH/KBT




KONRAD Technical Hints
TOOLS TexH14eck1e peKoMeHgaumm

Calculation of Approach Angle s
PacueT yrna Bpe3aHvis Qs

Centerline location ®pe3epoBaHe BAOSb LIEHTPASIHON AMHM

= 2.sint (_ae )
®s 1 a

Edge millling ®pe3epoBaHvie, Korga nosioBMHA UCTPYMEHTA B KOHTAKTE C MaTepuasnom

_ -1 @e- Y2d1 N
= %" 21 ), 90
¢= = o ( ods )

a.
Adjusted milling ®pe3epoBaHne BHe LIEHTPANbHOM AMHWM

di
singy = 2'( 2 - aw )
= —— £ Suwe 7
d
. 2 - (e - e1)
sings R

sin@s = sin@1+singz

Q1 || e
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Dimensions, units and application formulas

Pasmepbl, eAVHALL 1 GOPMYSIbl MPUMEHEHIS

Dimensions and Units

PaBME‘DbI " eanHnLbl n3MepeHnA

Application Formulas
®opMy/ibl MPUMEHEHA

a Width of cut mm Revolutions per minute
P | WupnHa pe3anua MM Konmuectso 060poTOB B MUHYTY
a Depth of cut mm
¢ | Tny6uHa pesanus MM Ve - 1000
. n = [rev/imin 06/MuH]
l Machined length mm n-de
ObpaboTtaHHas gavHa MM
h Medium chip thickness mm d ra
™ | CpeaHAA TONLWMHA CTPYMKKM MM OpPOCTb MOAA
v Cutting speed m/min
C
CKopoCTb pe3anua M/MWH v = fuez-n [mmimin ]
£ Feed per tooth mm/tooth
* | Mogava Ha 3y6 MM/3y6
d External tool diameter mm eed per revolutio
b BrewHui OnaMeTp MHCTpyMeHTa MM ofava 3a 060po
Effective diameter with different
de inserts anE:I at specified cut depth mm fo [mmirev m/o6]
IhdeKTUBHBIA AMaMeTp € pasHbIMW NNACTUHAMK | MM n
1 CreumrIeckoi rybuHon pesku
d Insert diameter mm dp 00
[OvnameTp nnacTuHbI MM ofava Ha 3y6
5 Number of tool cutting edges
KonmuecTBo pexyLymx KpOMOoK d
- PEMYLX Kp f, = hm ° [mm/tooth mm/3y6]
K Setting angle e
HacTtponka yrna
Approach angle valid only up to geicTayeT TosneKo 40 2 < 03
®s | yron Bpe3aHuA d
respectively 30 % or ¢ = 60°
cooTBeTcTBeHHo. 30% nnm ¢ = 60°
Setting angle Feed per tooth
Hactpoika yrna Mopaya Ha 3y6
k =
90° f,
45° 1414 f,
30° 2f;
therwi f, -M
otherwise 8 npoTtusHoM cnydae f; = 360 a0 s

Attachment
MNpunorkeHra

Medium chip thickness

valid only up to geicTasyeT TosbKo 40 e
d,

e

<03
respectively 30% or ¢ = 60°
cooTBeTcTBeHHo. 30% nnm ¢ = 60°

360 - f; - ae - sin(k)

otherwise B npoTnBHOM Cnydae hm =
n-de- @s

_ %@ VF 3/ 3
Q 1000 [em3/min cm3/MuH]
Clla ete O (
pope BHb ANaMeTp pe3d A

de = di-d+2a \’(d—ap) [mm mm]
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Solutions of Problems in Milling
PeLLeHve npobnem nNpu Gppe3npoBaHmn

Problem T[lpo6nema

Removal and solutions
Cnocobebl pelueHna

Mnactnyeckan gedopmaums
HapocT Ha perkyLuen KpoMKe
[110X0e Ka4ecTBo MOBEPXHOCTM

Flank wear

M3Hoc dnaHua

Crater wear

M3HoC KpaTepa
Flaking

Wenywenne

Thermal cracks
TepMumueckre TpeLuyHbI
Fatigue cracks
YCTanocTHbIe TpeLLmHbI
Plastic deformation
Notch wear

13HOC 3a3y6pWHbI
Cutting edge failure
C6omt pe3aHms
Vibrations

Bubpaumm

Poor surface quality

Carbide grade with higher wear
resistance Knacc kapbuaa c 6onee [ J [ ] [ ] [ o
BbICOKOWM M3HOCOCTOMKOCTbIO

Tougher carbide grade
Bonee TBeApbI Kapbug

Increase cutting speed
YBenuyeHne cKopoCcTu pe3aHua

Reduce cutting speed
CHVKEHWE CKOPOCTM pe3aHus

Increase feed per tooth
MoBbiWeHWe nogaym Ha 3yb

Reduce feed per tooth
YMeHblLUeHVe nogaym Ha 3y6

Change cutter position
M3MeHeHre no3mumm pexyLiero [ J [ ]
MHCTpyMeHTa

Smaller cutter diameter
MeHbwwnin anameTp dpesbl

Improve rigidity
VryulieHve ctabunbHoCTH

Use coated grade
/icnonb3oBaHuWe Knacca c NMoKpbITUEM

Use coolant
Mcnonb3oBanne COXK
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Material Comparison Chart
CpaBHWTeNbHAA TabMLUa MaTepranos

Great Britain
BenvkobpuTanma

Germany
[epmanma

o
2
a

5 ¢
=
o 2
—_— O
T >
T m
g c
" s
s 2

Constructional steels CTpouTtenbHas U KOHCTPYKLMOHHAA CTasb

France
OpaHumA

Italy USA Russia
NTanma CWA Poccua

10401  C15 080M15 - cc12 C15C16 1015 15
10402 €22 050A20 2C €C20 20021 1020 20
10501 €35 060A35 - €35 €35 1035 35
10503 €45 080M46 - ccas €45 1045 45
10535 (55 070M55 - - 55 1055 55
10601 | C60 080A62 43D ccss 60 1060 60
10715  95Mn28 230M07 - S250 CF9SMn28 1213
10718  95MnPb28 - - S250Pb CF9SMnPb28 12L13
10722 10SPb20 - - 10PbF2 CF105Pb20 - Al2
10726 35520 212M36 8M 35MF4 - 1140 A30
10736  95Mn36 240M07 1B $300 CF9SMn36 1215
10737  9SMnPb36 - - S300Pb CF9SMnPb36 12114
10904  55Si7 250A53 45 5557 555i8 9255 5502
10961  60SiCr7 - - 60SC7 60SiCr8 9262 60C2
11141 | Ck15 080M15 32C XC12 16 1015
11157  40Mn4 150M36 15 35M5 - 1039 40r
11158 | Ck25 - - - - 1025 25
11167  36Mn5 - - 40M5 - 1335 35MN
11170  28Mn6 150M28 14A 20M5 C28Mn 1330 35r2
11183  Cf35 060A35 - XC38TS 36 1035
11191 | Ck45 080M46 - Xc42 45 1045 45
11203 | Ck55 070M55 - XC55 50 1055 55
11213 Cf53 060A52 - XC48TS 53 1050 50
11221 | Ck60 080A62 43D XC60 60 1060 60r
11274 | Ck101 060A96 - - - 1095
13401  X120Mnl2 7120M12 - 7120M12 XG120Mn12 -
13505 | 100Cr6 534A99 31 100C6 100Cr6 52100 LWIX15
15415 | 15Mo3 1501-240 - 15D3 16Mo3KW ASTM A204GrA  15HM
15423 | 16Mo5 1503-245-420 | - - 16Mo5 4520
15622  14Ni6 - - 16N6 14Ni6 ASTM A350LF5  15MHN
15662 | X8Ni9 1501-509; 510 | - - X10Ni9 ASTM A353
15680 | 12Nil9 - - Z18N5 - 2515 15MH4M
15710  36NiCr6 640A35 111A 35NC6 - 3135 35XH2M/1
15732 | 14NiCrl0 - - 14NC11 16NiCr11 3415 12XH3A
15752  14NiCrl4 655M13; 36A 12NC15 - 3415; 3310 20XH40A
655A12
16511 | 36CrNiMo4 816M40 110 40NCD3 38NiCrMo4(KB) 9840 40XH2MA
16523  21NiCrMo2 805M20 362 20NCD2 20NiCrMo2 8620 20XTHM
16546  40NiCrMo22 311-Type7 - - 40NiCrMo2(KB) 8740
16582  34CrNiMo6 817M40 24 35NCD6 35NICrMo6(KB) | 4340 38X2H2MA
16587  17CrNiMo6 820A16 - 18NCD6 - - 18X2H4BA
16657 | 14NiCrMol34 832M13 36C - 15NiCrMo13 - 18X2H4MA
17015 | 15Cr3 523M15 - 12C3 - 5015 15X
17033 34Cr4 530A32 18B 3204 34Cr4(KB) 5132 35X
17035  41Cr4 530M40 18 4204 41Cr4 5140 40X
17045  42Cr4 - - - - 5140
17131  16MnCr5 (527M20) - 16MC5 16MnCr5 5115 18Xr
17176  55Cr3 527A60 48 55C3 - 5155 S0XTA
17218  25CrMo4 1717CDS110 | - 25CD4 25CrMo4(KB) 4130 20XM
17220  34CrMo4 708A37 198 35CD4 35CrMo4 41374135 35XM
17223  41CrMo4 708M40 19A 420D4TS 41CrMo4 41404142 38XMA
17225  42CrMo4 708M40 19A 420D4 42CrMo4 4140 40XH2MA
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Material Comparison Chart
CpaBHWTeNbHAA TabMLUa MaTepranos

Germany Great Britain France Italy Russia
lepmaHusa Bennkobputanva OpaHumA NTanva Poccua

o
2
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5 ¢
oo
o &
— ©
T >
‘= ©
o C
m® =
s 2

‘ UNI ‘ AISI/SAE

Constructional steels CTpouTenbHas U KOHCTPYKLMOHHAA CTasb

1.7262 15CrMo5 - - 12CD4 - - 15XM
1.7335 13CrMo4 4 1501-620Gr27 - 15CD3.5 14CrMo4 5 ASTM A182 12XM
15CD4.5 F11;F12

1.7361 32CrMo12 722M24 40B 30CD12 32CrMol2 - 30X3BA

1.7380 10CrMo9 10 1501-622 - 12CD9,10 12CrMo9,10 ASTM A182 12X2MOA
Gr.31;45 - - F.22

1.7715 14MoV6 3 1503-660-440 - - - - 12X1IMO

1.8159 50Crv4 735A50 47 50Cv4 50Crv4 6150 50X0A

1.8509 41CrAlMo7 905M39 41B 40CAD6,12 41CrAlMo7 - 38XMIOA

1.8523 39CrMoV13 9 897M39 40C - 36CrMoV12 - 40X5MO

Tool steels MHcTpyMeHTanbHaA ctanb

1.1545 C105wW1 - - Y1105 C98KU W.110
C100KU
1.1663 C125W - - Y2 120 C120KU W.112
1.2067 100Cr6 BL3 - Y100C6 - L3 9X2
1.2080 X210Cr12 BD3 - Z200C12 X210Cr13KU D3 X12
X250Cr12KU
1.2344 X40CrMoV51 BH13 - Z40CDV5 X35CrMoVO5KU H13 4X5M01C
X40CrMoV511KU
1.2363 X100CrMoV51 BA2 - Z100CDV5 X100CrMoV51KU | A2 X6BO
1.2419 105WCr6 - - 105WC13 10WCr6 - XBr
107WCr5KU
1.2436 X210Crw12 - - - X215CrW121KU - X12BM
1.2542 45WCrVv7 BS1 - - 45WCrV8KU S1 5XB2C
1.2581 X30WCrv9 3 BH21 - Z30WCV9 X28WO0SKU H21 3X2B8O
X30WCrV9 3KU X30WCrV9 3KU
1.2601 X165CrMoV12 - - - X165CrMoW12KU | - X12MO
12713 55NiCrMoV6 - - 55NCDV7 - L6 5XHM
1.2833 100V1 BW2 - Y1105V - w210

High speed steels BricTpopeyLian crtans

1.3243 S 6-5-2-5 - - Z85WDKCV HS 6-5-2-5 - PEM5KS
06-05-04-02

1.3255 S 18-1-2-5 BT4 - Z80WKCV X78WCo1805KU | T4 P18K50

- 18-05-04-01

1.3343 S 6-5-2 BM2 - Z85WDCV X82WMo0605KU M2 PEM5
06-05-04-02

1.3348 S 2-9-2 - - Z100WCWV HS 2-9-2 M7
09-04-02-02

1.3355 S 18-0-1 BT1 - Z80WCV X75W18KU Tl P18
18-04-01
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Material Comparison Chart
CpaBHWTeNbHAA Tabmua MaTepranos

Germany Great Britain France Italy USA Russia
[epMaHva BenmkobputaHma OpaHumA Wranua CLIA Poccua

Stainless and heat resisting steels HeprageloLye 1 KaponpoyHsle cranm

o
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T >
T ©
g c
® s
s 2

1.4000 X6Crl13 403s17 - 76C13 X6Cr13 403
14001 X7Cr14
1.4006 X10Cr13 410S21 56A Z10C14 X12Crl3 410
1.4016 X6Crl7 430515 60 78C17 X8Crl17 430 12X17
1.4027 G-X200Cr14 420029 56B Z20C13M - -
1.4034 X46Crl3 420545 56D Z40CM X40Cr14 - 40X13
Z38C13M
1.4057 X20CrNi172 431529 57 Z15CNi6.02 X16CrNil6 431
14104 X12CrMoS17 - - Z10CF17 X10CrS17 430F
14113 X6CrMol171 434517 - Z8CD17.01 X8CrMol17 434
14313 X5CrNil34 425C11 - Z4CND13.4M - -
1.4408 G-X6CrNiM01810 | 316C16 - - -
14718 X45CrSi9o3 401545 52 745(Cs9 X45CrSi8 HW3
14724 X10CrAl13 403517 - 710C13 X10CrA112 405 10X13Cl0
14742 X10CrAl18 430S15 60 Z10CAS18 X8Crl7 430
1.4747 X80CrNiSi20 443505 59 Z80CSN20.02 | X8CrSiNi20 HNV6
1.4762 X10CrAl24 - - Z10CAS24 X16Cr26 446
14301 X5CrNil810 304515 58E Z6CN18.09 X5CrNi1810 304 08X18H10
1.4305 X10CrNiS189 303521 58M Z10CNF 18.09 | X10CrNi518.09 303
1.4306 X2CrNil911 304512 - Z2CN 18.10 X2CrNil8.11 304L 03X18H11
304C12 Z3CN 19.10
1.4308 G-X6CrNil8 9 304C15 - Z6CN18.10M - -
14310 X12CrNil77 - - Z12CN17.07 X12CrNil707 301 07X16H6
14311 X2CrNiN1810 304526 - Z2CN18.10 - 304LN
M 14401 X5CrNiMol17122 | 316516 58J Z6CND17.11 X5CrNiMo1712 316
1.4429 X2CrNiMoN17133 - - Z2CND17.13 - 316LN
1.4435 X2CrNiMo18143 316512 - Z2CND17.13 X2CrNiMo1713 316L 03X17H14M3
1.4438 X2CrNiMol17133 | 317512 - Z2CND1915 X2CrNiMo1816 317L
1.4460 X8CrNiMo275 - - - - 329
14541 X6CrNiTi1810 2337 312512 Z6CNT18.10 X6CrNiTi1811 321
1.4550 X6CrNiNb1810 347517 58F Z6CNNb18.10 | X6CrNiNb1811 347 08X18H12b
14571 X6CrNiMoTil7122 | 320S17 58J Z6NDT17.12 X6CrNiMoTil712  316Ti
14581 G-X5CrNi 318C17 - Z4CNDNb XG8CrNiMo1811 -
MoNb1810 18 12M
1.4583 X10CrNi - - Z6CNDNb X6CrNiMoNb1713 318
MoNb1812 17 13B
1.4828 X15CrNiSi2012 309524 - Z15CNS20.12 - 309
1.4845 X12CrNi25 21 310524 - Z12CN2520 X6CrNi2520 310S 10X23H18
1.4864 X12NiCrSi3616 - - Z12NCS35.16 - 330
1.4865 G-X40NiCrSi3818  330C11 - - XG50NiCr3919 -
14871 X53CrMnNiN219 | 349554 - Z52CMN21.09 | X53CrMnNiN21S  EV8
321512 58B
1.4878 X12CrNiTil89 321520 58C Z6CNT18.12B | X6CrNiTi1811 321
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Great Britain
Benvkobputanma

France
OpaHumA

Attachment
[NpunoxeHuA

11\ USA Russia
NTanva CLWA Poccna

Unalloyed grey cast iron Cepbliit YyryH (HenerMpoBaHHbIi)

ASTM A48-76
GG 10 Ft 10D cylo
GG 15 Grade 150 Ft 15D No 20 B Q415
GG 20 Grade 220 Ft20D No 25 B Cu20
GG 25 Grade 260 Ft25D No 30 B Cu25
No 35 B
GG 30 Grade 300 R30D No 40 B Cy30
GG 35 Grade 350 Ft35D No 45 B Cy35
GG 40 Grade 400 Ft 40D No 50 B C440
No 55 B
Alloyed grey cast iron Cepblii YyryH (nermpoBaHHbIN)
DIN4694 3468; 1974 ASTM
GGL- A32-301 A436-72
NiCr 20 2 L-NiCr 20 2 L-NC 20 2 Type 2
Unalloyed nodular cast YyryH ¢ waposnaHsIM rpaduTom
2789; 1973 NF A32-201 A536-72
GGG 40 SNG 420/12 FCS 400-12 60-40-18 Bu42-12
GGG 403 SNG 370/17 FGS 370-17 -
GGG 35.3 -
GGG 50 SNG 500/7 FGS 500-7 80-55-06 B450-2
GGG 60 SNG 600/3 FGS 600-3 - Bu60-2
GGG 70 SNG 700/2 FGS 700-2 100-70-03 B470-2
Alloyed cast steels Jlutas nermpoBaHHas ctanb
DIN 1694
GGG NiMn 137 L-NiMn 13 7 L-NM 13 7 -
GGG NiCr20 2 L-NiMn 20 2 L-NC 20 2 Type 2
Malleable cast iron KoBKkuii vyryH
ASTM A47-74
A 220-762)
- 8 290/6 MN 32-8
GTS-35 B 340/12 MN 35-10 32510 Ku35-10
GTS-45 P 440/7 40010 Ku45-6
GTS-55 P 510/4 MP 50-5 50005 Ku55-4
GTS-65 P 570/3 MP 60-3 70003 Ku60-3
GTS-70 P 690/2 IP 70-2 (002)
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Material Comparison Chart
CpaBHWTeNbHAA TabMua MaTepranos

European
Germany France Italy Great Britain Standard Russia
[epMaHva OpaHumA Nranua Benvkobputanua | EBponeiickmin | Poccua
cTaHaapT
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Nonferrous heavy metal alloys L|BeTHble crinasbl TAMKENbIX MaTepuasnos

20321 CuzZn37(Ms63) C27400 Cuzn37 P-Cuzn37 Cz 108 Cw508L
2.0402 CuZn40Pb2 (Ms58) 37700 CuZn39Pb2 P-CuZn3940Pb2  (CZ 122 CW617N
2.0872 CuNil0felMn C70600 CuNilOFelMn | Pt-CuNilOFelMn | CZ 135 CW352H
2.0920 CuAl8 P-CuAl8

2.0932 CuAl8Fe3 C61400 CuAl7Fe2 P-CuAI8Fe3 CA106 CW303G
2.0966 CuAl10Ni5Fe4 C63000 CuAl10Ni5Fe4 CA104 CW307G
2.0975 CUuAILLONi (95800 CuAlLOFe5Ni5 | CuAlllFe4Ni4 AB2

2.1020 CuSn6 51900 CuSn6P Cusn7 PB103 CW452K
2.1498 CuSP Cus(P0O,01)

2.3205 PbSb5
2.3290 PbSb9

Light metal alloys Jlerkue metansbl

3.1355 AlCuMg2 AA 2024 2024 2024 2024 AW-2024
3.1645 AlCuMgPb AW-2007
3.2581.01 AlSil2 B413.0 A-S 13 3051/G-ASSMG | LM6 AC-44200
3.3527 AlMg2Mn0,8 AW-5049
3.3535 AlMg3 AA 5754 5754 AW-5754
34365 AlZnMgCul,5 AA 7075 7075 7075 7075 AW-7075
3.5312 MgAI3Zn AZ31B G-A371 MAG-E-111 MG-P-62
35161 MgzZn6Zr ZK60A MAG-E-161

35194 MgAI9Zn1 AZS1 G-A9Z1 MAG 7 MC-21120
37115 Ti-5Al-2,55n Grade 6 T-ASE

3.7165 Ti-6Al-4V Grade 5 T-A6V TA10-13 Ti P63
37174 Ti-6Al-6V-25n 4971 Ti P64

European
Germany France Italy Great Britain Standard Russia
Tradename [epmanmA DOpaHumA NTanma BennkobputaHma | EBponeickuii Poccna

HanmeHosanve CTaHgapT

High temperature materials BbicokoTepMocTolikve MaTepuassi
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HS-27 NiCo32Cr26Mo KC20WN

Hastelloy-C NiMol6Cr15W  B366 NC17DWY N01276 DIN 2.4819
Inconel 718 NiCr19NbMo 5662 NO7718 HR8 DIN 2.4668
Lescalloy NiCr16FeTi

Nimonic90 NiCr20Co18Ti NO7090 DIN 2.4632
Unitemp NiCr16Co8WAITi

Vakumell NiCr20TiAl

Vakumelt NiColOCrOWAITi

Alloy 625 NiCr22MoSN 5599 NO6625 NA21 DIN 2.4856
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