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KONRAD Grade Overview
TOOLS 0630p perkyLLIMx MaTeprasnos

Cnnas ISO O6nacTb NnpUMeHeHUsA F'pynna maTepuanos MpumeHeHne LisetoBas
Grade Application range Material group Application ramma
nnacTtuH B
M N S H T M D S | asucumoctn
2 E 8‘_ o o _ ﬁ ° OT MOKPbLITUSA
S ., 8 PR32 23 P s o| Color guide
05 15 25 35 45 °38 g%‘ng%% §§§ %g %m 25 g‘S% for inserts
01 | 10 | 20 30 40 @ 50 £c BeSBc; 800 9¢ | S 85 28§ depending
£ S2E6TS 28 22| 65| 85 £ 28F|oncoating
A4M-A1  HC-P20 T m o ’
HO-p25 —— .
ASM-B1  HC-M25 > ° ‘
HC-K25 Ny O
ABM-C1 | HC-P30 o [ ] ’
HC-P35 [ =
A7M-D1 ) ‘
HC-M35
HC-P40 ! u
A8M-E1 ° ‘
HC-M40 ™
HC-M35 — g
B7M-F1  HC-P20 T O ’
HC-S30 ™S
B8M-G1  HC-M40 > ° ’
C3M-HL  HC-K15 Ty n ° ’
HC-K20 y u
cam-11 ° ’
HC-P10 - O
Muk npumeHerus
Application peak 01 10 20 30 40 50 | OCII-IOBHoe. I'Ipl./lMeHeHMe 3
05 15 25 35 45 Main application ® CraHpapTHbIN cnnas
L —— [ JanbHenwmne npumeHeHns Standard grade
MonHbIM ananasoH no ISO 513 Further app”cations
Full range to ISO 513
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0630p peryLLyX MaTepManos

CnnaB ISO O6nacTb NpUMeHeHUs F'pynna matepuanoB MpumeHeHue LipeToBas
Grade Application range Material group Application ramma
nNacTuH B
M _N S H T M D S | sasncumoctn
é é o é ) _ .‘_g ° OT MOKPbITUSA
8 84 g2gg 2 3 o s o| Color guide
05 15 25 35 45 'GE g%mgg%ggg %g ?)'cn §m g‘g% for inserts
01 | 10 | 20 30 | 40 50 e BESBcg 828 25| 3S | §£ 8% | depending
285 S2ESTS RS2 B2 | 63| 855 |£ LF| oncoating
HC-N10 H\
D2M-J1  HC-S20 ~ ° ‘
HC-M20 \|
D2M-K1  HW-N10 °
Muk npumeHerns o
Applicati k B OcHoBHOE NpUMeHeHne
T 01110 | 20 | 30 | 40 | 50 Main applicsftion ® CraHaapTHbIii cinas
— 05 15 25 35 45 P

S el
MonHbiii Anana3soH no 1SO 513
Full range to ISO 513

[J OanbHenwvne npyuMeHeHus
Further applications

Standard grade
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Grades for milling inserts

® 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.

® A6M-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.

7 www.konradtools.com

Grade Description Milling
OnmcaHmne pexkyLImx MaTepmranoB

B7M-F1 (HC-M35/S35)
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.

® 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.

® D2M-K1 (HW-N10)
Uncoated grade for the machining of non ferrous metals and aluminium.
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Knaccebl MaTepuanoB AnA CMeHHbIX NAacTUH

® A4M-Al (HC-P20) TERAspeed 2.0

Bonee TBepaana anbTepHatmea K Knaccy ASM-b1, c HR-CVD; Bbicokan
M3HOCOCTOMKOCTb. [lJaHHbIN Kapbua NpurodeH ANA TOPLEBOrO
$pe3rpoBaHUA CTaslbHbIX MATEPMAIOB MPW BbICOKOW CKOPOCTM pe3aHns
B YCTOMYMBbBIX YC/TOBUSAX.

® AS5M-B1 (HC-P25/M25) Goldlox

YHMBepcanbHbIM Knacc Ana GpesepoBaHMA HenernpoBaHHOM,
HM3KONEerMpoBaHHOW, BLICOKOSIErMPOBAHHOM 1 HEPXKaBEIOLWEN CTanu.
[aHHbi knacc ¢ PVD NoKpbITMEM NOAXOAUT CreunanbHO A1A BbICOKOM
CKOPOCTM pe3aHuns Npu cyxoi obpaboTke nnm ¢ COXK B ycTonumBbIxX
YCNoBUSAX.

® A6M-C1 (HC-P30) TERAspeed 2.0

YHMBepcasbHbIN Knacc CTanun, NpeaHasHayveHHbIn AnA GppesepoBaHmA
NA0OCKOCTW NapannenbHo ocn ¢pe3sbl. OueHb BA3KWI MaTepuan
rapaHTUpyeT BbICOKYI0 TOYHOCTb 06pPaboTKM MHOMMX TUMOB CTaslbHbIX
MaTtepuanos. CoBpeMeHHoe HR-CVD noKpbiTMe obecneyvBaeT

3KOHOMMYHOCTb MPU BLICOKOM CKOPOCTM Pe3aHus npu cyxon 06paboTke.

® A7M-D1 (HC-P35/M35) Goldlox

YHMBepcasbHbIA KNacc CTaan, OTAMYHO NOAXOANT ANA NNACTUH C YoM
90°. PVD cnoi 1 BA3KWIA Kapbuag npurogeH ana ¢pesepoBaHns
CTaHAapTHbIX BUAOB CTanu. MMasHbIM 06pa3oM NoaxoauT AA CyXomn
06paboTKM C HU3KOM M CpeaHeR CKOPOCTbI0 Pe3aHNA NP TAMKENbIX
YCNOBUAX.

® A8M-E1 (HC-P40/M45) Goldlox

Knacc ¢ PVD cnoeM B codeTaHnu Co CTOMKMM KapbuaoM npurogeH
[ONA YepHOBOWM 06paboTKK, Mpexae BCero, TePMUYECKN YITyULLEHHOM
1 3aKaneHHOM CTanu, a TaKKe ayCTeHUTHOM CTann N HepasetoLwmx
MaTepuanos.

Grade Description Milling
OnucaHve pexsyLImMx Matepranos

B7M-F1 (HC-M35/S35)
M3HococTorkoe PVD NOKpbITME C TOHKOM CTPYKTYpOM NpegHasHa4veHo
0718 06pabOTKN HEPHKABEIOLWMX M aYCTEHUTHBIX CTaslbHbIX MaTepuasnos.
MpurogeH ana cyxor 06paboTky, a Takke ¢ COXK.

B8M-G1 (HC-M40)
OueHb BA3KMIN, OTHOCUTESHO MENbKO3EPHUCTbIN Kapbuz C TOHKUM
rnagkum cnoem PVD nokpelTvA. geanbHbin Knacc anAa pesepoBaHma
QYCTEHUTHON HeprKaBeloLen CTann, a TakyKe rpynmnbl 4ynaeKcHbIX MapoK
CTann Npy HU3KOM 1 CpeaHein CKOpoCTM pe3aHusA. [NoaxoauT Takke ansA
06paboTkm ¢ COMK, xoTa ncnonb3osaHne COX pekoMeHayeTcAa Bcerga.

® (3M-H1 (HC-K15) TERAspeed 2.0

M36paHHoe cbipbe AnA onTuMmM3npoBaHHoro K15 kapbuaa

C MHOrOC/10MHbBIM NoKpbITMeM HR-CVD - coveTaHve TBepaoCcTM

M M3HOCOCTOMKOCTW. MaeaneH ansa cyxov 06paboTKy Ceporo YyryHa,
YyryHa C WapoBuaHbIM rPaduUTOM, KOBKOTO YyryHa M nermpoBaHHOro
yyryHa.

® (4M-11 (HC-K20/P10)

BsskocTb K20 1 cnoi PVD noKpbiTvs Ana 06paboTki YyryHa.
TakKe ynoTpebnaeTca npyu YUCTOBOM pe3aHnn CTanm n 0bpaboTke
xonogHoaedopmmpoBaHHon ctanm 54 HRC.

® D2M-J1 (HC-N10/S20)

MaeanbHbIM Knacc Ans 06paboTKM anioM1HMEBBLIX MaTepuanos v Apyrux
LBEeTHbIX MeTannoB. bnarogapsa ynetpatoHkoMy cnoto PVD TiAIN atoT
Kapbua oTIMYHO NoAX0AMT ANA YMCTOBOM 06PabOTKM HEPHKABEIOLLEeN
CTanM 1 Ceporo YyryHa.

® D2M-K1 (HW-N10)

Martepuan 6e3 NoKpbITUA 418 06paboTKN LIBETHBIX METASNOB, B T.4.
anoMUHNA.
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Grades for CCMT ..., SCMT ... and TCMT ..., coated

® A31-Al (HC-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-Bl1 (HC-P25, HC-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.

® A81-Cl1 (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
OnmcaHmne pexkyLImx MaTepmranoB

B41-D1 (HC-M20, HC-520)
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.

® (31-J1 (HCGK15)
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 (K05-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
OnucaHve pexsyLImMx Matepranos

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

® A31-Al (HC-P15, HC-K15)

M3HOCOCTOMKMIM Knacc MaTepuana ana HernpepbiBHOM 06paboTkm Npu
BbICOKOM CKOPOCTM pe3aHna A0 300 M/MWH. B KauecTse BTOPUYHOIO
NpUMeHeHWA NOAXOAWT ANA 06paboTKM Ceporo YyryHa.

® A51-B1 (HC-P25, HC-M25)

(YHvBepcanbHbIi MaTepyan ans 06paboTkum)

OCHOBHOW Knacc AnA 06paboTKM CTanbHbIX MAaTepPUAnoB W ferko
06pabaTbiBaEMbIX HepXKaBeloLMX MaTepyanos Npy CpeaHnX

CKOPOCTAX pe3aHus, B TOM YMC/Ie 1 NPepbIBUCTON paboTel. ITOT Knacc
XapaKTepy3yeTCcA M3HOCOCTOMKOCTLIO M BA3KOCTLIO 41A MHOMMX obnactei
NpYMeHeHus.

® A81-C1 (HC-P40, HC-M40)

Knacc ctanm Steeltec LC240F rapaHTMpyeT 0TM4YHYi0 paboTy BO BpemsA
NpepbLIBUCTOr0 pe3aHnd, 6r1aroaapsa CoUeTaHMI0 IKCTPEMASIBHO MECTKOro
Kapbuga co cnoeM Nanolock yellow MT-CVD.

B41-D1 (HC-M20, HC-520)
Knacc kapbvaa ana 06paboTkM ayCTEHUTHBIX MaTepranos Npu BbICOKON
CKOpOCTM pe3anuns - 170-220 M/MUH.

B51-E1 (HC-M25, HC-P30)
Knacc kapbvaa Ana ayCTeHUTHOM HepraBeloLwein cTany npy cpeaHux
1 BbICOKMX CKOPOCTAX pe3aHuA.

B81-F1 (HC-M40, HC-P40)
OueHb BA3KWUIA KNacc ANA HepyaBeloLwern ctanu, NoaXoAAWMIA ANA HUSKMX
CKOPOCTEl pe3aHus, a TakKe Ana 06paboTkm ctanm.

B71-G1 (HCG-M35, HC-P35)
[MaBHbIM KNacc gna 06paboTKM ayCTEHUTHON HepHKaBeloLwen ctanm
npy CpeaHUX CKOPOCTAX pe3aHuA. Bo3MoXKHOe NpuMeHeHve Takke ana
aponpoyHbIX MaTepnanos.

® (31-J1 (HCK15)

06paboTKa YyryHa gns 3oHbl K15. OntuManeH ana o6paboTkm
MatepuanoB GG 1 GGG. Bo3moxHble ckopocTy pe3aHna anAa GG go
400 M/MUH.

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

® (21-Q1 (K05-K15)

[nA 06paboTkM 0THENEeHHOro YyryHa, Ceporo YyryHa co chepovganbHbiM

rpaduToM M NErMpoBaHHOIr0 CEPOro YyryHa, a Takke AnA aloMUHUA
1 anioMuHWeBbIX cniasoB. 06paboTKa BbICOKOCOPTHBIX W 3aKaneHHbIX
CTanen, a TakKe ayCTeHNTHOM MapraHueBon CTanun.
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Designation System
Cucrema 0bo3HaueHuA

Cutter designation system
0603HadveHne Gpe3

SE 1 % 025 (L)

o
D
(00]
(s}
o
()}
N
| —
o
=

| | | | |
. Model Diameter Angle Insert size Internal code
Tvn Mopgenb LR 2 ety SEELT: BHyTpeHHuUI Koa
[mm] [°] NNacTuHBbI
SE 020 DC 02 30 06
Shoulders 025 Different 03 45 08
End mill 032 Construction 04 60 09
KoHueBble 040 CneundnyHoe 06 89 10
dpe3bl AnsA 063 CBOWMCTBO 08 90 15
06paboTkm 10 16
yCcTyrnos NC 15
1 nasos No Cooling
be3
Ss oxNnamaeHna
Shoulders Shell
HacagHble L
dpesbl Long
OnuHHan
FE
Face End mill F
KoHueBble Finishing
TopueBble [na uictoBomn
odpe3bl 0bpaboTkm
FS
Face Shell
HacagHble
TopLeBble
dpesbl
HE

Helical End mill
CnvpanbHble
dpesbl

HS
Helical Shell
CnvpanbHble

HacagHble
dpesbl

CH
Chamfering
CHATMe dacok

1S
T-slot
T-06pasHble
dpesbl

DE
Drilling End mill
MnyH»<epHble
dpesbl

SF
Spot Facing
LlekoBKkn

AB
Adjust Bar
PacTtouHble

onpasku

11 www.konradtools.com



KONRAD
TOOLS

Cutting materials, designation system
PexyLLme Matepuassl, cMcteMa 0603HaveHma

Designation System
Cuctema 0603HaueHWA

| | |
CHIP BREAKER INSERT MJIACTUHA
Operation Special sign Grade Internal code
R AL P=A 10=2 M
Roughing Aluminium M=B 15=3 Milling
K=C 20=4
N=D 25=5
S=E 30=6
MR w H=F 35=7
Medium Roughing Wiper Cermet = G 40=8
CBN =H 45=9
PCD =1 50=0
M
Medium
MF
Medium Finishing
F
Finishing
Symbols for milling operations
CMBOJIbI pe3epHblx onepaumn
Face milling Trimming Linear ramping
TopueBoe 3auncTka JIvHeMHoe Bpe3aHne
dpesepoBaHne nog yrnom
Pocket milling Plunge milling Copy milling
Ope3epoBaHue MnyHxepHoe MpodunbHoe
rnybovx KapmMaHoB dpe3epoBaHme dpe3sepoBaHne
Edge milling Helical ramping Chamfering
Yrnosoe CnunpanbHoe Ope3epoBaHve
dpesepoBaHne Bpe3aHue noj yrnom dacok
Slot milling Pocketing
Dpe3epoBaHne Nasos Dpe3epoBaHue
KapMaHoB

www.konradtools.com 12



ISO Indexable Insert Designation
Cuctema 0603Ha4veHWA nnactiH no 1SO

S N M X 12
Chip breaker, fixation Cutting edge length
Insert shape Clearence angle Tolerances 9
9 CTpy»KonomaTtenb, [nvHa perkyLen
MopMa nnacTuHel 3aaHui yron [lomycK — KAacc To4HOCTM
3aKpenneHve KDOMKM
t m s d l
A 85° 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 09 9,525
% : : : °_qn° .
B t 82° '/ — %] F +0,005 +0025 0013 (70°-90°) 11 11,000
/ G 0025 0130 0025 8 OV 12 12,700
/ H +0,013 +0,025 +0,013 15 15,875
C Q 80° A J +0,005 +0,025  SeeCw.Tab.1 (70°-90°) 16 16,500
K +0,013 +0,025 See Cm. Tab. 1 =S 19 19,050
’ ’ C ’
L +0,025 +0,025  SeeCm Tab.1 %;% 22 22,000
D Q 550 M See Cm. Tab. 2 +0,130 See (m. Tab. 1 25 25,400
N See (M. Tab. 2 +0,025 See Cm. Tab. 1 31 31,750
U See Cm. Tab. 2 iO,lSO See Cm. Tab. 1 F %% 38 38,100
E Q 75° an
Tab.1 d
d G % % &
H O 120° A 3° over—up to i’ ':4' U
6onblue yeM -0 !
39-10,0 +0,05 +0,08 (70°-90%)
K Q 55° B 5° 10,0-15,0 +0,08 +0,13 H %%
15,0-20,0 +0,10 +0,18
D 20,0-26,0 0,13 0,25 (70°-90°)
L 90° C 70 26,0-32,0 0,15 +025 @
' A%
Tab.2 m
M Q 86° D 15° d
over—up to M, N u M %::%
6onblue YeM- a0
o () 133 20° 39-100 0,08 0,13
10,0-15,0 +0,13 +0,20 %
N
15,0-20,0 +0,15 +0,27
P () 108 F 250 20,0-26,0 +0,18 +0,38
26,0-32,0 +0,20 +0,38 (40°-60°)
* iz
R (O - G 30° g
> —
o o R D2
S I: ElY N 0 Corner rounding uneven number of sides
BrnncanHan OKPYXHOCTb, HeYeTHOe KON-BO
(40°-60°) L
KPOMOK
PN e e ' v
m
N )
' >0 ’ Y iz

Corner rounding, even number of sides

BnncaHHan OKPYX*HOCTb, YeTHOe KO/1-BO KPOMOK
(40°-60°)

€
>

80° Normal clearance
angles, which require
a special description.

:
=

The corner angle is HopManbHble 3agHve With special feature

in the case of not yribl, TpE6yioLme x  according to drawing
CneumanbHblin

equiangular basic cneuvanbHoro COMMacHo YepTemy

forms always onncaHus.

the smaller angle. Chamfered inserts () Cone angle for screw

B cnyuae MnactuHel C dackom Yron Ans ronosku

HenpasubHOM BUHTA

HOpPMbI NpUBEAEHHBIN /—ﬁ

yron Bcerga ToT,

KOTOPbI MeHbLLUE. Thickness

TonwmHa
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Thickness
TonwmHa

s
s
02 2,38
03 3,18
T3 3,97
04 4,76
05 5,56
06 6,35
07 7,94
08 8,00
09 9,52

Dimensions in mm
Pa3mepbl B MM

08 AN
Cutting edge corner
Yron npv BepLUnHe

For radius inserts
[Ona nnactmH
C pagunycom

Corner radius
Pagnyc npu
BepLluHe r

00 sharp-edged
0CTpan KPOMKa

02 0,2

04 04

08 0,8

12 1,2

16 16

20 20
etc. T

For chamfered
inserts face milling
[Ona nnactmH

c dackon

&\\l*x

Approach angle
Yron dackn

Xr

45°

60°

75°

85°

90°

Special Creu,.

Clearance angle

of face milling edge
3agHuii yron

Mpy1 TOPLIEBOM
dpe3epoBaHn

an
30
5o
70
15°
20°
25°
30°
0°
11°
Special Creu,.

N T Tmo»

N 77Z o mTmon o >

m

MO Round insert metric

Kpyrnble nnactuHbl

MeTpuyeckue

00 Round insert Inch

Kpyrnble nnactuHbl

[10MMOBbIe

S
Cutting edge type®

®opMa CKpyreHus
pexyLLel KpoMKu®)

Sharp-edged
OcTpan KpoMKka

m

Rounded
CKrpyrnenve

-

Chamfered
3awmTtHan dacka
Qacka

ﬂ

Chamfered and
rounded ®acka
N CKpyrnexHne

m

Double chamfered
[sonHana dacka

m

Double chamfered
and rounded
[BonHasa dacka

N CKpyrnexHne

ISO Indexable Insert Designation
Cnctema 0603HaveHra NaacTuH no 1S0

N

Direction of cut!

M1

Geometry
[eMomeTpum

Hanpasnenwve
pe3saHuA)

M1 Geometry for steel machining
leomeTpus AnA 06paboTku cTanm

Z

Right hand cut only
Mpasoe

L

4

Left hand cut only
Jesoe

Z

Right and left hand cut
Mpasoe 1 nesoe

D The use of these
reference letters is
optional.
[aHHble 3HaKku MoryT
OTCyTCTBOBATb.
Example lNpumep
S NM X 12 06 AN S N-MM1

# 1 2 3 4 5 6 7 8 9 10

1 Basic form square
OcHoBHanA dopma KBagpatHas
Clearance angle o
2 . (o}
3agHuii yron
Tolerances m & 0013
3 Tonyck s+ 0,025
v d+013
with special feature
4 Fixing cutting face according to drawing
TN NAacTUHbI cneumansHoe
MCMoNHeHne
Length of cutting edge
5 [AnvHa pexyLyen 12,7
KDOMKM
6 Thickness 556
TonwmHa
Cutting edge corner 45° chamfer
7 o
Yron npu BepwmnHe 45° packa
8 Cutting edge rounded
OwpyrneHve Kpyrnan
9 Direction of cut right- and lefthand
HanpasneHue pe3aHnA | npasoe 1 nesoe
Internal designation TR = Geometry o
10 leoMeTpuA AnA cpegHel

BHYTpeHHWIA Kog o6paoTKM

Indexable insert designation
0603Ha4eHne CMeHHbIX MacTvH
ISO 1832.2 DIN 4987

www.konradtools.com 14



KONRAD Indexable Inserts

TOOLS CMeHHble MIacTyHbI

Dimentions [mm]

N = Number of
cutting edges Item code Cutting material  Ordering No.  Availability Pasmepb! [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Homep ans | locTynHoCTb
KPOMOK 3aKasa L IC S D1 RE
ADKX 110308 SR-TR A7M-D1 5100445 ) 119 79 347 3,4 08
v 1%
[
LS.
CEDC =2
APET 150412 SN-MA A7M-D1 5153562 (@) 15 19,73 526 45 1,2
APKT 1003 PDSR-M1 A5M-B1 5080850 [ 10 ' 6,7 35 28 0,5
APKT 1003 PDSR-M1 A6M-C1 5080852 ° 10 ' 6,7 35 28 05
APKT 1003 PDSR-M1 A7M-D1 5080854 ° 10 ' 6,7 35 28 0,5
APKT 1003 PDSR-M2 B8M-G1 5080847 ° 10 6,7 | 35 28 05
APKT 1003 PDSR-M1 C3M-H1 5080855 ® 10 | 6,7 35 28 05
APKT 1003 PDSR-M1 C4M-I1 5081942 ° 10 6,7 35 28 05
APHT 100304 FR-MD D2M-J1 5092189 ° 10 6,7 35 28 04
APHT 100304 FR-MD D2M-K1 5092191 ® 10 6,7 35 28 04
APKT 1604 PDSR-M1 A5M-B1 5079677 ° 16 19,52 526 45 0,8
APKT 1604 PDSR-M1 A6M-C1 5079680 ° 16 9,52 526 45 0,8
APKT 1604 PDSR-M1 A7M-D1 5079683 ® 16 19,562 526 45 0,8
APKT 1604 PDSR-M2 B8M-G1 5079687 ® 16 19,52 526 4,5 0,8
APKT 1604 PDSR-M1 C3M-H1 5079689 ° 16 19,52 526 4,5 0,8
APHT 160408 FR-MD D2M-J1 5092182 ° 16 19,52 526 4,5 0,8
APHT 160408 FR-MD D2M-K1 5092188 [ 16 19,52 526 4,5 0,8
APKT 160416 SR-M1 A6M-C1 5080870 ® 16 1 9,55 526 45 1,6
APKT 160416 SR-M1 A7M-D1 5125093 ° 16 19,55 526 45 1,6
APKT 160424 SR-M1 A6M-C1 5080872 ® 16 19,55 526 45 24
APKT 160424 SR-M1 A7M-D1 5125092 o) 16 19,55 526 45 24
APKT 160432 SR-M1 A6M-C1 5080873 ® 16 1 9,55 526 45 3,2
APKT 160432 SR-M1 A7M-D1 5125095 ) 16 1 9,55 526 4,5 3,2
Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-A1l Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3aaBkn: 10 wrtyk SNMX 1206 ANSN-MM1 A4M-Al LiBeT opurnHanbHbIX NAACTUH MOXET 0TIMYaThCA OT M306parkeHWs B KaTtanore!
@ Available from stock Ha cknage Description of grades page Onvcanne matepuanos crp. 5-7
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KONRAD

TOOLS

N = Number of

Indexable Inserts
CMeHHble NaacTVHbI

Dimentions [mm]
Pa3amepbl [mm]

cutting edges Item code Cutting material  Ordering No. Availability
N = Kon-Bo pexywmx | ApTUKyn MeTtepuan Howmep gnst | JocTynHocTb
KPOMOK 3akasa L IC S D1 RE
APKT 100304 SR-MA2 A5M-B1 5085192 ° 10 6,7 35 28 04
APKT 100304 SR-MA2 A7M-D1 5085190 ° 10 ' 6,7 35 28 04
APKT 100304 SR-MB2 | B8M-G1 5085158 (] 10 6,7 | 35 28 04
APHT 100304 FR-MD2 D2M-J1 5092158 [ 10 6,7 | 35 28 04
APHT 100304 FR-MD2 D2M-K1 5092159 ° 10 6,7 35 28 04
APKT 100304 SR-RA2 A6M-C1 5092141 ° 10 6,7 | 35 28 04
APKT 100304 SR-RA2 A7M-D1 5085194 ° 10 6,7 | 35 28 04
APKT 100304 SR-RA2 A8M-E1 5092143 ° 10 6,7 35 28 04
APKT 100304 SR-RC2 C3M-H1 5092144 ° 10 1 6,7 35 28 04
APKT 100304 SR-RC2 C4M-I1 5085202 ) 10 ' 6,7 35 28 04
APKT 160408 SR-MA2 A5M-B1 5085147 ° 16 | 96 526 45 0,8
APKT 160408 SR-MA2 A7M-D1 5085140 ° 16 | 96 526 45 0,8
APKT 160408 SR-MB2 | B8M-G1 5080859 ° 16 9,6 526 45 0,8
APHT 160408 FR-MD2 D2M-J1 5092154 ° 16 19,52 526 45 0,8
APHT 160408 FR-MD2 D2M-K1 5092155 ° 16 9,52 526 45 0,8
APKT 160408 SR-RA2 A6M-C1 5092136 ® 16 9,6 526 4,5 08
APKT 160408 SR-RA2 A7M-D1 5085148 [ 16 9,6 526 45 08
APKT 160408 SR-RA2 A8M-E1 5092137 ° 16 9,6 5,26 4,5 | 0,8
APKT 160408 SR-RC2 C3M-H1 5092140 ° 16 9,6 526 4,5 0,8
APKT 160408 SR-RC2 C4M-I1 5085153 [ 16 9,6 526 4,5 08

Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-Al
Mpumep 3aaBkn: 10 wrtyk SNMX 1206 ANSN-MM1 A4M-Al

@ Available from stock Ha cknage

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

LiBeT opurnHanbHbIX NAACTUH MOXET 0TIMYaThCA OT M306parkeHWs B KaTtanore!

Description of grades page Onvcanne matepuanos crp. 5-7
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KONRAD Indexable Inserts

TOOLS CMeHHble MIacTyHbI

N = Number of Dimentions [mm]
cutting edges Item code Cutting material  Ordering No. Availability Pasmepe! [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Howmep anst | [JocTynHocTb
KPOMOK 3aKasa L IC S D1 RE
LNMX 100605 SR-RA A5M-B1 5085137 ® 10 66 6,35 28 0,5
LNMX 100605 SR-RA A7M-D1 5081015 ® 10 66 6,35 28 0,5
LNMX 100605 SR-RA A8BM-E1 5081956 ° 10 66 6,35 28 0,5
LNMX 100605 SR-RB B8M-G1 5105547 ° 10 66 6,35 2,8 0,5
LNMX 100605 SR-RC C3M-H1 5092063 ® 10 66 6,35 28 0,5
LNMX 100605 SR-RC C4M-I1 5081881 ® 10 66 635 28 05
LNMX 151008 SR-RA A5M-B1 5085138 ° 15 /9,52 10,0 4,5 0,8
LNMX 151008 SR-RA A7M-D1 5081016 ® 15 /9,52 10,0 4,5 0,8
LNMX 151008 SR-RA A8M-E1 5081957 ® 15 9,52 /10,0 4,5 0,8
LNMX 151008 SR-RB B8M-G1 5105540 ® 15 /9,52 10,0 45 0,8
LNMX 151008 SR-RC C3M-H1 5092102 ° 15 /9,52 10,0 45 0,8
LNMX 151008 SR-RC C4M-I1 5081017 ° 15 /9,52 10,0 45 0,8
ONMU 1205 ANN-M A4M-Al ( ] 12,70 4,80 6,00 5,20 0,5
~ /X; ONMU 1205 ANN-M A6M-C1 ® 12,70 4,80 6,00 5,20 0,5
?} i dl
euilivs
ONMU 1205 ANN-M C4M-11 ) 12,70 4,80 6,00 5,20 0,5
Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-A1l Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3aaBkn: 10 wrtyk SNMX 1206 ANSN-MM1 A4M-Al LiBeT opurnHanbHbIX NAACTUH MOXET 0TIMYaThCA OT M306parkeHWs B KaTtanore!
@ Available from stock Ha cknage Description of grades page Onvcanne matepuanos crp. 5-7
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KONRAD

TOOLS

Dimentions [mm]

Indexable Inserts
CMeHHble NaacTvHb

N = Number of
cutting edges Item code Cutting material  Ordering No.  Availability Pasmepsl [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Howmep gnst | JocTynHocTb
KPOMOK 3akasa L IC S D1 RE
& SCMX 120512 A6M-C1 5080883 ° 12,70/12,70 5,56 5,5 | 1,2
£
SDHT 1204 AESN A5M-B1 5080886 ° 12,7012,70/ 4,76 | 55 @ -
SDHT 1204 AESN A6M-C1 5080888 ° 12,7012,70 4,76 | 55 -
SDHT 1204 AESN A7M-D1 5080889 ° 12,7012,70 4,76 | 55 -
SDHT 1204 AESN-M2 | B8M-G1 5080890 ° 12,70/12,70 4,76 55 | -
SDHT 1204 AESN C3M-H1 5081946 ° 12,70/12,70 4,76 55 | -
SDHT 1204 AEFN-M-AL = D2M-J1 5080884 ° 12,7012,70 4,76 | 55 -
SDHT 1204 AEFN-M-AL = D2M-K1 5080885 ° 12,7012,70 4,76 | 55 -
SDHT 1504 AESN A6M-C1 5080892 ° 15,88/15,88 4,76 55 | -
SDHT 1504 AEFN-M-AL = D2M-K1 5080891 ° 15,88/15,88 4,76 55 | -
& SDMT 090308 A5M-B1 5080893 ° 9,52 9,52 /318 4 | 08
7115
o @ i:E SDMT 120408-SN ABM-C1 5080895 o 12,7012,70 4,76 55 08
L s SDMT 1205 PDSR-M1 = A6M-C1 5080897 ° 12,70/12,70 5,56 5,5 | 0,8
SDMT 1205 PDSR-M1  A7M-D1 5080899 ° 12,7012,70 5,56 | 55 0,8
SDMT 1205 PDSR-M1  C4M-I1 5168337 o 12,70/12,70 5,56 5,5 | 0,8

v

Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-A1
Mpumep 3aaBkn: 10 wrtyk SNMX 1206 ANSN-MM1 A4M-Al

@ Available from stock Ha cknage

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

LiBeT opurnHanbHbIX NAACTUH MOXET 0TIMYaThCA OT M306parkeHWs B KaTtanore!

Description of grades page Onvcanne matepuanos crp. 5-7
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KONRAD Indexable Inserts

TOOLS CMeHHble MIacTyHbI

Dimentions [mm]

N = Number of
cutting edges Item code Cutting material  Ordering No.  Availability Pasmepb! [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Homep ans | [JloctynHocTb
KPOMOK 3aKasa L IC S D1 RE

SEKN 1203 AFSN-MA A5M-B1 5080905 ° 12,70/12,70 3,18 | - -
SEKN 1203 AFSN-MA A6M-C1 5080906 ° 12,7012,70 3,18 - -
SEKN 1203 AFSN-MA A7M-D1 5080907 ° 12,70/12,70 3,18 | - -
SEKN 1203 AFEN-VMB B8M-G1 5080909 ° 12,7012,70 3,18 | - -
SEKN 1203 AFSN-MC C3M-H1 5080908 ° 12,7012,70 3,18 - -
SEKN 1203 AFSN-MC C4M-11 5085208 ° 12,7012,70 3,18 - -
SEKR 1203 AFSN-MA A5M-B1 5080910 ¢} 12,7012,70 3,18 - -
SEKR 1203 AFSN-MA A6M-C1 5080911 ¢} 12,7012,70 3,18 | - -
SEKR 1203 AFSN-MA A7M-D1 5085209 (¢} 12,70/12,70 3,18 | - -
SEKR 1203 AFEN-MB B8M-G1 5080912 ¢} 12,7012,70 3,18 | - -
SEKT 1204 AFSN-MA A4M-A1 5085213 o 12,70/12,70 4,76 | 5,5 -
SEKT 1204 AFSN-MA A5M-B1 5081955 ° 12,70/12,70 4,76 | 5,5 -
SEKT 1204 AFSN-MA A6M-C1 5085210 ° 12,70/12,70 4,76 | 5,5 -
SEKT 1204 AFSN-MA A7M-D1 5080920 ° 12,70/12,70 4,76 | 5,5 -
SEKT 1204 AFEN-MB B7M-F1 5092292 ° 12,70/12,70 4,76 | 5,5 -
SEKT 1204 AFEN-MB B8M-G1 5081931 ° 12,70/12,70 4,76 | 5,5 -
SEHT 1204 AFFN-M-AL D2M-J1 5080918 ° 12,70/12,70 4,76 | 5,5 -
SEHT 1204 AFFN-M-AL = D2M-K1 5080919 ° 12,70/12,70 4,76 | 5,5 -

Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-A1 Colours of the original indexable inserts may deviate from the illustration!

Mpumep 3aaBkn: 10 wrtyk SNMX 1206 ANSN-MM1 A4M-Al LiBeT opurnHanbHbIX NAACTUH MOXET 0TIMYaThCA OT M306parkeHWs B KaTtanore!

@ Available from stock Ha cknage Description of grades page Onvcanne matepuanos crp. 5-7
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Indexable Inserts
CMeHHble NAacTvHb

Dimentions [mm]

N = Number of
cutting edges Item code Cutting material  Ordering No.  Availability Pasmepsl [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Homep ans | JocTynHocTb
KPOMOK 3akasa L IC S D1 RE

SEKW 1204 AFSN-MA A5M-B1 5080939 ° 12,70/12,70 4,76 5,5 -
SEKW 1204 AFSN-MA A6M-C1 5080941 ° 12,70/12,70 4,76 = 5,5 -
SEKW 1204 AFSN-MA A7M-D1 5081933 ° 12,70/12,70 4,76 = 5,5 -
SEKW 1204 AFSN-MA = A8M-E1 5092177 ° 12,70/12,70 4,76 = 5,5 -
SEKW 1204 AFEN-MB B8M-G1 5080931 ° 12,70/12,70 4,76 = 5,5 -
SEKW 1204 AFSN-MC  C3M-H1 5080982 ) 12,70/12,70 4,76 = 5,5 -
SEKW 1204 AFSN-MC = C4M-I1 5081934 ° 12,70/12,70 4,76 = 5,5 -
SNEX 1206-M-W B7M-F1 5090743 ° 12,70/12,70) 5,8 5,2 -
SNMX 1206 ANSN-MA = A4AM-Al 5092061 ° 12,70/12,70) 5,8 5,2 -
SNMX 1206 ANSN-MA = A5M-B1 5081869 ) 12,70/12,70) 5,8 5,2 -
SNMX 1206 ANSN-MA = A6M-C1 5081870 ° 12,70/12,70, 5,8 @ 5,2 -
SNMX 1206 ANSN-MA = A7M-D1 5081011 ) 12,7012,70, 5,8 @ 5,2 -
SNMX 1206 ANSN-MB = B7M-F1 5090093 ° 12,7012,70, 6,2 @ 5,2 -
SNMX 1206 ANSN-MB | B8M-G1 5081872 ° 12,70/12,70) 6,2 5,2 -
SNMX 1206 ANSN-MC  C3M-H1 5081013 ° 12,70/12,70, 5,8 @ 5,2 -
SNMX 1206 ANSN-MC = C4M-I1 5081012 ° 12,70/12,70, 5,8 @ 5,2 -
SNHX 1206 ANFN-MD D2M-J1 5141461 ° 12,7 /12,7 6,2 5.2 -
SNHX 1206 ANFN-MD D2M-K1 5141458 ° 12,7 1 12,7 6,2 5,2 -
SNMX 1206 ANSN-ME = E7M-L1 5162141 ° 12,7012,70, 6,2 @ 5,2 -
SNMX 1206 ANSN-ME = E8M-M1 5168101 ° 12,70/12,70, 6,2 @ 5,2 -

Order Example: 10 pieces APKT 1003 PDSR-M1 ASM-B1 Colours of the original indexable inserts may deviate from the illustration!

Mpwumep 3aaBku: 10 wryk APKT 1003 PDSR-M1 ASM-B1 LIBeT opurMHanbHbIX MAacTUH MOXKET OTIMYaTLCA 0T M30bpakeHus B KaTanore!

@ Available from stock Ha cknape Description of grades page Onvcanve maTtepuanos crp. 5-7
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KONRAD Indexable Inserts

TOOLS CMeHHble MIacTHbI

N = Number of Dimentions [mm]
cutting edges Item code Cutting material  Ordering No. ~ Availability Pasmepb! [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Homep ans | [JloctynHocTb
KPOMOK 3aKasa L IC S D1 RE
SNMX 120608 SN-MA A6M-C1 5081873 ° 12,7012,70| 5,8 | 52 0,8
SNMX 120608 SN-MA A7M-D1 5081014 ° 12,70112,70 5,8 | 52 | 0,8
SNMX 120608 SN-MB B8M-G1 5081871 ° 12,7012,70/ 6,2 | 52 0,8
SNMX 120608 SN-MC C3M-H1 5085128 ° 12,7012,70| 5,8 | 52 0,8
SNMX 120608 SN-MC C4M-I1 5081875 ° 12,7012,70| 5,8 | 52 0,8
SNMX 120612 SN-MA A6M-C1 5085133 ° 12,7012,70| 5,8 | 52 1,2
SNMX 120612 SN-MA A7M-D1 5085131 ° 12,7012,70| 5,8 | 52 1,2
SNMX 120612 SN-MC C3M-H1 5085136 ° 12,7012,70| 5,8 | 52 1,2
SNMX 120612 SN-MC C4M-11 5085135 ° 12,7012,70| 5,8 | 52 1,2
SPET 1204 ADSN-MA A7M-D1 5153561 ° 12,70/12,70 4,76 | 5,2 -
SPKN 1203 EDSR-MA A4M-Al 5096940 ¢} 12,70/12,70 3,18 | - -
SPKN 1203 EDSR-MA A5M-B1 5096944 (¢} 12,70/12,70 3,18 | - -
SPKN 1203 EDSR-MA A6M-C1 5096928 (¢} 12,70/12,70 3,18 | - -
SPKN 1203 EDSR-MA A7M-D1 5094542 o 12,70/12,70 3,18 | - -
SPKN 1203 EDSR-MC C3M-H1 5096946 o 12,7012,70 3,18 | - -
SPKN 1203 EDSR-MC CaM-11 5096950 ¢} 12,70/12,70 3,18 | - -
CEDC =4
Order Example: 10 pieces SEGT 1204 AFEN-M-AL D1M-B2 Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3aaBku: 10 wryk SEGT 1204 AFEN-M-AL D1M-B2 LIBeT opurnHasnibHbIX NAACTUH MOMET OT/IMYATLCA OT M306parkeHWs B KaTtasnore!
@ Available from stock Ha cknape Description of grades page Onucanvie Matepuanos ctp. 5-7
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Indexable Inserts
CMeHHble NAacTvHb

N = Number of Dimentions [mm]
cutting edges ltem code Cutting material  Ordering No. Availability Pasmepsl [mm]
N = Kon-Bo pexywmx | ApTUKyn Metepuan Howmep gnst | JocTynHocTb
KPOMOK 3aKa3a L IC S D1 RE
Q}':,% SPMT 060304 A6M-C1 5080993 ° 6,35 6,35 3,18 3,4 | 04

SPMT 120408 SN A6M-C1 5080994 ° 12,7012,70 4,76 52 0,8
SPMT 120408 SN A7M-D1 5080995 ° 12,7012,70 4,76 52 0,8
SPMW 120408 C3M-H1 5080996 ° 12,7012,70 4,76 | 52 0,8
CEDC =4
Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-A1l Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3anBkK: 10 wtyk SNMX 1206 ANSN-MM1 A4M-Al LiBeT opurMHanbHbIX NAACTUH MOXKET OTAMYATLCA OT M306parkeHns B Katanore!
@ Available from stock Ha cknape Description of grades page Onucanve mMatepuanos ctp. 5-7
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KONRAD Indexable Inserts

TOOLS CMeHHble MIacTHbI

Dimentions [mm]

N = Number of
cutting edges Item code Cutting material Ordering No. Availability Pasmepb! [mm]
N = Kon-Bo pexywmx | ApTUKyn MeTtepuan Howmep gnst | JocTynHocTb
KPOMOK 3aKasa L IC S D1 RE

WNEX 040304-MA A4M-A1 5145419 ° 4 6,7 397 32 04
WNEX 040304-MA A5M-B1 5125085 ° 4 6,7 397 32 04
WNEX 040304-MA A6M-C1 5145420 ¢} 4 6,7 397 32 04
WNEX 040304-MA A7M-D1 5125086 ° 4 6,7 397 32 04
WNEX 040304-MB B7M-F1 5125087 ) 4 6,7 397 32 04
WNEX 040304-MB B8M-G1 5145421 ) 4 6,7 397 32 04
WNEX 040304-MC C3M-H1 5145422 e} 4 6,7 397 32 04
WNEX 040304-MC C4M-11 5125088 ° 4 6,7 397 32 04
WNEX 040304-MF F1M-O1 5145423 (@) 4 6,7 397 32 04
WNEX 040304-MF F2M-P1 5145424 ° 4 6,7 397 32 04
WNEX 040308-MA A5M-B1 5166013 e} 4 6,7 397 32 08
WNEX 040308-MA A7M-D1 5166014 ° 4 6,7 397 32 08
WNEX 040308-MB B7M-F1 5166015 ¢ 4 6,7 397 32 08
WNEX 040308-MB B8M-G1 5166016 ° 4 6,7 397 32 08
WNEX 040308-MC C4M-11 5166017 ° 4 6,7 397 32 08
WNEX040308-MF F2M-P1 5166018 ° 4 6,7 397 32 08
WNEX 080608-RA A4M-A1 5142996 ° 8 12,7655 46 | 0,8
WNEX 080608-RA A5M-B1 5099627 ° 8 12,7 /6,55 46 | 0,8
WNEX 080608-RA A6M-C1 5142997 ° 8 12,7655 46 | 0,8
WNEX 080608-RA A7M-D1 5098314 ° 8 12,7655 46 | 0,8
WNEX 080608-RA A8BM-E1 5142998 ° 8 12,7655 46 | 0,8
WNEX 080608-RB B7M-F1 5099629 ° 8 12,7 /6,55 46 | 0,8
WNEX 080608-RB B8M-G1 5117593 ° 8 12,7 /6,55 46 | 0,8
WNEX 080608 RK C3M-H1 5142999 ° 8 12,7655 46 | 0,8
WNEX 080608 RK C4M-11 5104081 ° 8 12,7655 46 | 0,8
WNEX 080608-MD D2M-J1 5117591 ° 8 12,7 /6,55 46 | 0,8
WNEX 080608-MD D2M-K1 5117589 ° 8 12,7 6,55 46 0,8
WNEX 080608-MF F1M-O1 5143000 ° 8 12,7655 46 | 0,8
WNEX 080608-MF F2M-P1 5143003 ° 8 12,7655 46 | 0,8
WNEX 080608-MF F6M-Q1 5174381 e} 8 12,7655 46 | 0,8
WNEX 080612-RA A5M-B1 5166020 ¢ 8 12,7 655 46 | 1,2
WNEX 080612-RA A7M-D1 5166021 ° 8 12,7655 46 | 1,2
WNEX 080612-RB B7M-F1 5166022 e} 8 12,7 /6,55 46 | 1,2
WNEX 080612-RB B8M-G1 5166023 ° 8 12,7 /655 46 | 1,2
WNEX 080612-RC C4AM-11 5166024 ° 8 12,7 655 46 | 1,2
WNEX 080612-MF F2M-P1 5166025 ¢} 8 12,7655 46 | 1,2

CEDC =6

Order Example: 10 pieces SNMX 1206 ANSN-MM1 A4M-Al Colours of the original indexable inserts may deviate from the illustration!

Mpumep 3aaBkn: 10 wrtyk SNMX 1206 ANSN-MM1 A4M-A1 LiIBeT opurnHanbHbIX NAACTUH MOXKET 0TIMYATLCA 0T M306parkeHWs B KaTtanore!

@ Available from stock Ha cknage Description of grades page Onvcanne matepuanos crp. 5-7
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Milling Cutters

Opes3bl
21 31 32
Shoulder Milling Cutters Face Milling Cutters 75° Face Milling Cutters 45°
Ope3bl 4nA 06paboTkK YCTYMOB ¥ Na3os TopueBble ¢pesbl 75° TopueBble Gpesbl 45°
SE1-. 21 SE9-. 31 SS11-... 32
SE2-. 21 S59-... 31 SE12-... 33
SS1-... 22 S510-... 31 S512-... 33
552-... 22 S513-... 34
SE3-.. 23 S516-... 34
SE5-... 26
SS5-... 24
SE6-... 25
SE35-... 26
S536-... 26
SE40-... 27
SS37-... 27
SE38-... 28
5539-... 28
SS6-... 29
SE7-... 29
S57-... 30
558-... 30
35 38 40

Helical Roughing End Mill
CnmpasnbHble ¢pesbl 418 YepHOBON

Cutting Speed Recommendations
PexkoMeH4auUmm Mo CKopoCTH

Cutting parameters universal grade
MapameTpbl pe3aHus yH1BEepCasbHbIX

06paboTKM pe3aHus K/1ACCOB Cr1aBoB

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

S517-... 35 | forMilling Cutter 45° and 90° APKT 100304 PDTR-M A6M-A2 41

PeKkoMeHAaumm Mo CKOpoCTW pe3aHna anA

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

<s18-. - 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 A6M-A2 45
APKT 160416 PDTR-M A6M-A2 46
SEKN 1203 AFTN-M A6M-A2,
SEKR 1203 AFTN-M A6M-A2,
SEKT 1203 AFTN-M A6M-A2 47
SPMT 060304TN-M A6M-A2 48
SPMT 09T308 TN-M A6M-A2 49
SPMT 120408 TN-M A6M-A2 50
SEGT 1204 AFEN-M AGM-A2 50

51

Technical Hints
TexHun4yeckme pexkoMeHgaumm

Cutting data recommendations
PexkomeHgaumv no napameTpam pe3aHnAa 51
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KONRAD
TOOLS

SE1-...

Ordering Code

Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

L1

Dimensions [mm] Pa3veps! [MM]

O

Spare Parts 3anuactu

g
Koa o
L L1 £ (O] i i —
2
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 YanuHeHHble Mogenv
SE1-016L.02.89.06.2-0 16 16 150 100 6 2 0,210 SPMT V125 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-...

Dimensions [mm] Pa3smeps [MM]

L1

Ordering Code E'
Koa =
L £ [©]

(]

2
SE2-025.02.89.09.2-0 25 25 100 44 9 2 0,380 SPMT
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

VT35S

O

Spare Parts 3anyactu

ﬁ Without coolant Be3 COX

With coolant C COX
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Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

SS1-..

;.

- ﬁ .

8]l
O

Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

Ordering Code i
Koo =
£ (O] (i [ I—
Q
=
551-040.06.89.06.2-0 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 0,610
SS2-... d

2]
6l

: O
Spare Parts 3anyactu

Ordering Code E'
Koa =
£ o] mm 0O
(]
=
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
$52-100.08.89.09.2-0 100 32 50 9 8 1,670
ﬁ Without coolant Bes COX O With coolant C COX
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KONRAD Shoulder Milling Cutters
TOOLS Dpesbl 418 06pabOTKM YCTYMOB W Na30B

;.

SE3-...

8l -

- ﬁ .

Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

[o] o O

Ordering Code
Koa

Weight [kg]

$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

553-100.08.89.12.2-0 100 32 50 12 8 1,540

§53-125.09.89.12.2-0 125 40 63 12 9 3,280

SE5-... |
- o

L"Ll
O

Spare Parts 3anyactu

D
|
|

d

Dimensions [mm] Pa3smeps [MM]

Ordering Code Eu
Koo -
L L1 £ @ (i ] —
=
SE5-025.02.90.16.2-0.1 25 25 100 44 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 YanvHeHHble Mogenn
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 O With coolant C COX
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Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

SS5-...

H

Q| =

) o

Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

Ordering Code i

Koa o
£ [o] o O
=

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

S$55-050.05.90.16.2-0.1 50 22 40 17 5 0,290

S555-063.06.90.16.2-0.1 63 22 40 17 6 0,530

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

555-100.08.90.16.2-0.1 100 32 50 17 8 1,670

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

S5S5-160NC.10.90.16.2-0.1 ]8( 160 40 63 17 10 5,280

SS5-200NC.13.90.16.2-0.1 )2( 200 60 63 17 13 10,200

555-250NC.06.90.16.2-0.1 %X 250 60 63 17 16 13,810

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

SE6-...

Ordering Code
Koa

SE6-010.01.90.10.2-0.1
SE6-011.01.90.10.2-0.1
SE6-012.01.90.10.2-0.1
SE6-013.01.90.10.2-0.1
SE6-014.01.90.10.2-0.1
SE6-015.02.90.10.2-0.1
SE6-0157.02.90.10.2-0.1
SE6-016.02.90.10.2-0.1
SE6-017.02.90.10.2-0.1
SE6-018.02.90.10.2-0.1
SE6-0195.03.90.10.2-0.1
SE6-0197.03.90.10.2-0.1
SE6-020.03.90.10.2-0.1
SE6-022.03.90.10.2-0.1
SE6-0247.04.90.10.2-0.1
SE6-025.03.90.10.2-0.1
SE6-025.04.90.10.2-0.1
SE6-028.04.90.10.2-0.1
SE6-030.04.90.10.2-0.1
SE6-0317.05.90.10.2-0.1
SE6-032.05.90.10.2-0.1

11
12
13
14
15
15,7
16
17
18
195
19,7
20
22
24,7
25
25
28
30
31,7
32

Long models YanvHeHHble Moaenn

SE6-010L.01.90.10.2-0.1
SE6-012L.01.90.10.2-0.1
SE6-016L.02.90.10.2-0.1
SE6-018L.02.90.10.2-0.1
SE6-020L.03.90.10.2-0.1
SE6-025L.04.90.10.2-0.1
SE6-032L.05.90.10.2-0.1

ﬁ Without coolant Be3 COX

10
12
16
18
20
25
32

Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

(o

|
d

AAEAJLI

Dimensions [mm] Pa3veps! [MM]

'.
10 16 80 24

16 80 24
16 80 24
16 80 24
16 80 24
16 85 25
16 85 25
16 85 25
16 85 25
20 85 25
20 90 25
20 90 25
20 90 25
25 95 25
25 95 25
25 95 25
25 95 25
25 95 25
25 95 25
25 95 26
25 95 26

16 150 24
16 150 24
16 150 100
16 150 25
20 150 100
20 150 25
25 150 25

O With coolant C COX

10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10
10

10
10
10
10
10
10
10

LU hADNDAWDAWWWWNNNNNERERERRFRF

A WNNRE B

Weight [kg]

0,100
0,100
0,120
0,120
0,120
0,120
0,120
0,130
0,130
0,170
0,180
0,180
0,200
0,220
0,320
0,320
0,340
0,340
0,340
0,360
0,380

0,200
0,200
0,210
0,330
0,330
0,350
0,560

0

Spare Parts 3anuactu

(o]

APKT 1003 ...

APKT 1003 ...

o O0—
V125 BT08
V125 BT08

www.konradtools.com
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SE35-...

Ordering Code

SE35-010.02.90.06.2-0.2
SE35-012.03.90.06.2-0.2
SE35-014.03.90.06.2-0.2
SE35-016.04.90.06.2-0.2
SE35-018.04.90.06.2-0.2
SE35-020.05.90.06.2-0.2
SE35-025.07.90.06.2-0.2
SE35-032.08.90.06.2-0.2

SS36-...

Dimensions [mm] Pa3smeps [MM]

5,2 8

Ordering Code
Kog

5536-032.08.90.06.2-0.2
5536-032.10.90.06.2-0.2
5536-032.11.90.06.2-0.2

ﬁ Without coolant Be3 COX

31 www.konradtools.com

12
14
16
18
20
25
32

12
12
16
16
20
20
25

O With coolant C COX

Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

0P

=

L1

d

100
120
120
120
150
150
150

Ko,
ﬂ '.
10 10 100 28

Dimensions [mm] Pa3veps! [MM]

/

©
X
-
£ (o] [
(7]
2
52 2 0,060 APKT 0602 ... VT18 06
30 5.2 3 0,080
32 52 3 0,120
32 52 4 0,160
32 52 4 0,170
35 52 5 0,300
35 52 7 0,320
35 52 8 0,560
e d
=\_;—’_r
|
pu
| O o
i
D

40
40
40

5,2
52

10
11

(=]

s

= (o] (i
2

0,250  APKT 0602 ... VT18 06
0,270

0,430

4.

Spare Parts 3anyactu

!
O

Spare Parts 3anuactu

BTO6

0

BTO6



KONRAD
TOOLS

SE40-...

Ordering Code
Koa

Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

Dimensions [mm] Pa3veps! [MM]

O

Spare Parts 3anuactu

©
™~
)
L u £ O i i
]
2
SE40-016.08.90.06.2-0.2 16 16 80 22,5 5,2 2 8 0,16 APKT 06 ... VT18 06 BT 06
SE40-020.15.90.06.2-0.2 20 20 90 28 52 3 15 03
SE40-025.30.90.06.2-0.2 25 25 100 335 52 5 30 0,32
K Forward feed factor Mogava Shell type roughing cutter HacagHas dpesa ans vepHoBo 06paboTKM
SS37-... % @
[ 1 \’
o
90° q|
o O

Ordering Code Eu
£= e
=

K=

(]

3
5537-050.05.90.08.2-2 50 22 40 7 5 0,336 WNEU ...
5537-063.06.90.08.2-2 63 22 40 7 6 0,476 WNEX ...
5537-080.07.90.08.2-2 80 27 50 7 7 1,084
5537-100.08.90.08.2-2 100 32 50 7 8 1,525
5537-125.10.90.08.2-2 125 40 63 7 10 3,110
S537-160.11.90.08.2-2 160 40 63 7 11 5,280

VT40 835

ﬁ Without coolant Be3 COX

O With coolant C COX
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SE38-...

Ordering Code

Shoulder Milling Cutters

Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

L1

o] 4y

Dimensions [mm] Pa3veps! [MM]

L90° a

)
X
Koo ey
L = o (0 0
(1
=
SE38-020.03.90.04.2-0.2 20 20 100 30 4 3 035 WNEU V125 BTO8
SE38-025.04.90.04.2-0.2 25 25 115 35 4 4 06 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 05
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 21
SS39-... —— @‘
I ‘
® © .’

Dimensions [mm] Pa3smeps [MM]

Ordering Code .. Eu

Koa = - @
24

$539-040.05.90.04.2-0.2 40 16 40 4 5 03 WNEU

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

$539-063.07.90.04.2-0.2 63 22 50 4 7 09

)

im!

VT25

Spare Parts 3anyactu

BTO8

ﬁ Without coolant Be3 COX
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KONRAD Shoulder Milling Cutters
TOOLS Dpesbl 418 06pabOTKM YCTYMOB W Na30B

SS6-...

H

Q| =

)

Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

Ordering Code i

Koa o
£ [o] o O
=

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

S$56-050.07.90.10.2-0.1 50 22 40 10 7 0,430

S556-063.08.90.10.2-0.1 63 22 40 10 8 0,610

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

556-100.12.90.10.2-0.1 100 32 50 10 12 1,980

SE7-... |

Dimensions [mm] Pa3smeps [MM]

Ordering Code Eu
Koo -
L L1 £ [O] (i ] —
=
SE7-020.03.90.10.2-1 20 20 100 30 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 YanvHeHHble Mogenn
SE7-020L.03.90.10.2-1 20 20 150 50 9 3 0,340  LNMX 1006 ... VT30 745 BT09
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 COX O With coolant C COX
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SS7-...

Ordering Code
Koa

H

Weight [kg]

Shoulder Milling Cutters
Ope3bl AnA 06paboTKK YCTYMNOB 1 Na30B

!
O

Spare Parts 3anuactu

(o]

LNMX 1006 ...

557-040.05.90.10.2-1 40 16 40 9 5 0,260
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 S 0,600

i

VT30 745

BTOS

SS8-...

Ordering Code
Kog

Weight [kg]

(o]

LNMX 1510 ...

T
S
o
[0}
m
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
5$58-160.11.90.15.2-1 160 40 63 14 11 5,280

VT40 735

ﬁ Without coolant Be3 COX
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KONRAD

TOOLS

Face Milling Cutters 75°
TopueBble ¢ppe3bl 75°

SES-...

— 0
)

Weight [kg]

Ordering Code
Ko
A L L1
25 95 25

SE9-025.02.75.10.2-0.1 286 20 4 2 0,220
SE9-032.03.75.10.2-0.1 32 356 25 95 25 4 3 0,320
SE9-040.04.75.10.2-0.1 40 436 25 100 25 4 4 0,400

(o]

APKT 1003 ...

i

V125

O

Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

BTO8

SS9-...

o]

Ordering Code E’
Koa =

K=

2

Q

=
559-050.05.75.10.2-0.1 50 54 22 40 6,5 5 0,360
559-063.06.75.10.2-0.1 63 67 22 40 6,5 6 0,600

(]

APKT 1003 ...

m!

VT25

O

Spare Parts 3anyactu

i S

BTO8

SS10-...

=]

Ordering Code

O

=)
X
Koa o
£ [o] o O
=
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
SS510-080.05.75.16.2-0.1 80 84 27 50 6,5 5 1,150
SS10-100.06.75.16.2-0.1 100 104 32 50 6,5 6 1,800
SS510-125.07.75.16.2-0.1 125 129 40 63 6,5 7 3,140
ﬁ Without coolant Be3 COX O With coolant C COX
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Face Milling Cutters 45°
TopueBble ¢pe3bl 45°

SS11-... =I_T_J_ %
8¢

|

i

I

D |
L De @
Dimensions [mm] Pa3mepsbl [MM] Sg:;i:;;ts

eight [kg]

O

W
B

Ordering Code
Ko
A dl c

5511-050.04.45.12.2-0.1 50 63 22 - 17 21 104 63 48 6 4 0,600  SEKN 1203 ...
5511-063.05.45.12.2-0.1 63 76 22 - 19 21 104 63 40 6 5 0,690 SEKR 1203 ..
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
§511-125.07.45.12.2-0.1 125 138 40 - 56 32 164 9 63 6 7 3,900
S511-160DC.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 1017 178 32 257 14 63 6 13 15,000

Spare Parts 3anyactn

Insert locking screw

@ Support BuHT anA Screw support Key Key

Moaknagka rpyKpensieHna 3alUMTHBIA BUHT Knioy Knioy
NAACTUHbI

AKE12,4 CVB55 VF4 BT25 - TORX PLUS BT 08

ﬁ Without coolant Be3 COX O With coolant C COX
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KONRAD Face Milling Cutters 45°

TOOLS Topuesble Gpesbl 45°
SE12-... L
L1
al
& a 5 | ©
@ |

O
Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

Ordering Code i
Ko =
A L | L1 £ <O> i i —
2
SE12-025.02.45.12.2-0.1 25 38 25 100 44 6 2 0,370 = SEHT 1204 ... VTS0 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

?{ { g}%@@

D |

k d

De

Dimensions [mm] Pa3vepb! [MM] Spare Parts 3anvactu

Ordering Code Ei
Kon =

= © 0 O

2
5512-040.03.45.12.2-0.1 40 53 16 40 6 3 0,270 = SEHT 1204 ... VT50 BT20
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
5512-100.06.45.12.2-0.1 100 113 32 50 6 6 1,790
5512-125.07.45.12.2-0.1 125 138 40 63 6 7 3,470
5512-160.08.45.12.2-0.1 160 173 40 63 6 8 5,280
§512-200NC.12.45.12.2-0.1 ¥ 200 213 60 63 6 12 7,800
S512-250NC.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
ﬁ Without coolant Bes COX O With coolant C COX
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Face Milling Cutters 45°
TopueBble ¢pe3bl 45°

SS13-..

ot

Spare Parts 3anuactu

Ordering Code
Koa

Weight [kg]

8 o (0 O
g
5513-050.04.45.12.2-1 50 63 22 48 6 4 0,520  SDHT 1204 ... VT45P BT20
5513-063.05.45.12.2-1 63 76 22 48 6 5 0,800
5513-080.06.45.12.2-1 80 93 27 50 6 6 1,300
5513-100.06.45.12.2-1 100 113 32 50 6 6 1,770
5513-125.07.45.12.2-1 125 138 40 63 6 7 3,700
5513-160.08.45.12.2-1 160 173 40 63 6 8 5,280
SS13-200NC.1245122-1 ¥ 200 213 60 63 6 12 14,000
S513-250NC.16.45.12.2-1 ¥ 250 263 60 63 6 16 14,000
SS16-... d T @
i | [@®
A/J i ¥
[ | CUE
D
L ) De )

Dimensions [mm] Pa3vepb! [MM] Spare Parts 3anvactu

Ordering Code
Koa

Weight [kg]

: ROMNONN =R
o Y
$516-050.04.45.12.2-1 50 63 22 40 6 4 0,520 SNEX ONMU VT40S BT20
5516-063.06.45.12.2-1 63 76 22 40 6 6 0,640 1206 ... 1205 ..
5516-080.07.45.12.2-1 80 93 27 50 6 7 1,250 SNMX
5516-100.0845.12.2-1 100 113 32 50 6 8 1830 1206
$S16-125.10.45.12.2-1 125 | 138 40 63 6 10 3,920
SS16-160.12.45.12.2-1 160 | 173 40 63 6 12 5,280
SS16-200NC.14.45.12.2-1 200 213 60 63 6 14 | 10,200
SS516-250NC.16.45.12.2-1 250 263 60 63 6 16 | 13,900
SS16-050F.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
SS16-125F.16.45.12.2-1 125 138 40 63 6 16 3,920
SS16-160F.20.45.12.2-1 160 173 40 63 6 20 5,280
ﬁ Without coolant Bes COX O With coolant C COX
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SE17-...

Helical Roughing End Mill
CnmnpanbHble dpesbl 41A YepHOBOM 06paboTKM

Dimensions [mm] Pa3veps! [MM]

O

Spare Parts 3anuactu

Ordering Code i
Koa e
L1 £ O i | —
(7]
2
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 Mogava Shell type roughing cutter HacagHas dpesa ans vepHoBo 06paboTKM
d
SS17-...

=2

o

==

[

Dimensions [mm] Pa3smeps [MM]

(]

APKT 1604 ...

Ordering Code Eu

Koa -

Lt E"

(]

3
5517-050.06.90.16.2-0.1 50 27 50 30 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
5517-100.18.90.16.2-0.1 100 40 60 44 16 6 18 1,730

VT40

O

K Forward feed factor Mogaua

ﬁ Without coolant Be3 COX

O With coolant C COX
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Helical Roughing End Mill
CnmnpanbHble dpesbl 41A YepHOBOM 06paboTKM

SE18-...

Spare Parts 3anuactu

Ordering Code i
Koa e
£ o (i [ I—
(7]
2
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 ans vepHoBon 06paboTkM
SS18-... d

Dimensions [mm] Pa3smeps [MM] Spare Parts 3anyactu

Ordering Code
Kog

Weight [kg]

e = el o O—
:
S5518-040.12.90.10.2-0.1 40 16 50 37 10 3 12 0,250 APKT 1003 ... V125 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 O With coolant C COX
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Cutting Speed Recommendations for Milling Cutter 45° and 90°
PexkoMeHaaumm No CKopocTwv pesanusa ana ¢pes 45° 1 90°

(15}
=
2 ¢ Insert grade Without coolant | With coolant
2 @ Tvn NNacTUHbI Bes COMK C COMK
]
= =
e ‘ ISO Code
8 E
g § Material Marepvan
Structural steel
CTpouTensHas cTans () (@) 190-290 175-265 160-240
Heat treated steel
TepMuyecKkn ynydlweHHas cTanb ® O 160-230 145-215 140-150
Tool steel
VHCTpyMeHTanbHas CTarb () (@) 145-210 130-190 120-175
Hardened steel
3aKaneHHan ctanb b o 110-170 100-160
Stainless steel Austenitic
HepkaBelowan ctanb | AycTeHUTHanA ctanb 90-150
M Austenitic hardened
AyCTeHUTHaA 3aKaneHHas 60-110
Grey cast iron
Cepblit UyryH ® O 140-300
Nodular graphite cast iron
YyryH ¢ waposnaHbIM rpadrom ® O 100-160
Aluminium
ANIOMUHUI L O
Copper and copper alloys
Mengb v MeaHble cnnasbl ® o
Heat resistant alloys
TepMoCTOMKKWe cnnasbl O L
Titanium alloys
TuTaHOBbIE CN/aBbI O ®

@ Recommended application PekomergosaHHoe npumeHeHie
O Alternative application reduced by 30-50% reduced AnbTepHaTVBHOE MpUMeHeHMe — NoHMKeHre Ha 30-50%
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150-230

130-180

110-160

80-140

100-220

145-215

130-190

70-130

Cutting Speed Recommendations for Milling Cutter 45° and 90°
PexkoMeHaaumm No CKopocTwv pesanusa ana ¢pes 45° 1 90°

B7M-F1

M35

110-180

80-130

B8M-G1

M40

100-160

70-120

180-360

140-250

30-70

30-80

200-300

180-250

160-220

120-180

150-320

110-180

400-2500 500-3000
120-400 160-500
25-80
30-80
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Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

APKT 1003 PDTR-M A6M-A2

D.0.C. [mm] Gt Ve

My6uHa SRt [m/min]

e3Ku [MM] i) [M/MWH]
P [MM/06]

Suggested Starting
Parameters
PexkomeHpoBaHHble
HaYasbHbIe NapaMeTpbl

Material
Examples
Mpumepsl

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
A
=
s
==

VDI Group
VDI Knacc

marepuana

Unalloyed 1 C35,Ck45,1020, 125HB 013 026 190 330 017 250
HenervposaHHsi 1 2 1045, 1060, 190 HB 0,5 9 013 026 190 300 2 017 220
3 28Mn6 250HB 05 9 013 026 190 250 2 017 200
Low-alloyed 6  42CrMo4, 5t50, 180HB 05 9 011 021 150 240 2 015 200
Hu3konerviposaHHbIi 46 (Ck60,4140,4340, 230HB 05 9 0,11 021 150 210 2 0,15 180
2 57 100Cr6 280HB 05 9 011 018 130 190 2 013 150
8 350HB 05 9 011 018 130 170 2 013 140
High-alloyed 10  X40CrMoV5,H13, 220HB 05 64 008 018 90 150 15 013 130
BbiCoKonervposaHHbii 10 M42,D3,56-5-2, 280HB 05 64 008 018 90 130 15 013 120
E 11 12NilS 320HB 05 64 008 015 60 110 15 012 100
11 350HB 05 64 008 015 60 90 15 012 80
Austenitic 14 304,316, 180HB 05 9 011 021 190 250 2 015 220
AyCTeHWTHBIN 4 14  X5CrNil8-19 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 nynnexcrbin > 14 S31500 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
AyCTeHUTHaA 3aKasika 6 13 17-4PH, 430 42HRc 0,5 64 011 016 90 150 15 012 130
Grey cast iron 15  GG20, GG40, 150HB 0,5 9 013 026 150 240 2 017 200
Cepbliit 4yryH 7 15 EN-GJL-250, 200HB 05 9 013 026 150 220 2 017 180
16 No30B 250HB 0,5 9 013 026 150 190 2 | 017 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 0,5 9 011 023 100 200 2 015 180
HyryH C WwaposraHbIM g 17,19 50005 200HB 05 9 011 023 100 180 2 0,15 150
rpaguTom 18,20 250HB 0,5 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 05 64 008 0,15 25 45 15 0,12 32
TepMocToiikuWe crnasbl 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 TiAl6V4 = 05 64 008 016 40 65 15 013 55
TuTaHoBbIe Criiassl 1o 37  T40 = 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 50HRc 05 19 007 013 40 70 08 009 55
38 | G-X260NiCr42 S5HRc 0,5 1 007 011 40 60 | 05 009 50
H Chilled cast iron 11 40 | Ni-Hard 2 400HB 05 26 007 015 40 80 08 01 50
3aKaneHHbIn YyryH
White cast iron 41 | G-X300CrMol5 55HRc 0,5 1 007 011 30 60 05 009 40

45

benbin vyryH
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APKT 100304 PDTR-M A6M-A2

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
A
=
s
==

Unalloyed
HenernpoBaHHbIN

Low-alloyed
Hv3KonernpoBaHHbIN

High-alloyed
BbICOKONErvpoBaHHbIi

Austenitic
AyCTEHUTHBIN

Duplex

[ynneKcHbIn
Austenitic hardened
AyCTeHUTHaA 3aKasnka

Grey cast iron
CepbIn YyryH

Nodular graphite cast iron
YyryH C LIapoBUAHbBIM
rpaduTom

Al (>89% Si)

Heat resistant alloys
TepMocToMKMe crnnaBbl

Titanium alloys
TuTaHoBbIE CN/iaBbI

Steel
Cranb

H Chilled cast iron
3aKaneHHbIN YyryH

White cast iron
Benbint vyryH

12

10

11

VDI Group
VDI Knacc

17,19
17,19
18,20
25
31,32
33
34
36
37
38
38
38
40

41

Material
Examples
Mpumepsl
marepvana

(35, Ck45, 1020,

1045, 1060,
28Mn6

42CrMo4, St50,

Ck60, 4140, 4340,

100Cr6

X40CrMoV5, H13,
M42, D3, S6-5-2,

12Nil19

304, 316,
X5CrNil18-19

X2CrNiN23-4,
531500

410, X6Cr17,
17-4 PH, 430
GG20, GG40,
EN-GJL-250,
No30B

GGG40, GGG70,
50005

AlSil2

Incoloy 800
Inconel 700
Stellite 21
TiAleV4

T40
X100CrMo13,
440C,
G-X260NiCr42

Ni-Hard 2

G-X300CrMo15

125 HB
190 HB
250 HB
180 HB
230 HB
280 HB
350 HB
220 HB
280 HB
320 HB
350 HB
180 HB
240 HB
290 HB
310 HB
200 HB
42 HRc
150 HB
200 HB
250 HB
150 HB
200 HB
250 HB
130 HB
240 HB
250 HB
350 HB

45 HRc
50 HRc
55 HRc
400 HB

55 HRc

D.0.C. [mm]

rnybuHa
pe3ku [Mm]

0,5
05
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
05
05

05

19

Feed
Mopava
[mm/rev]
[MMm/06]

0,2
02
0,16
0,16
0,14
0,14
0,14
0,14
011
011
0,16
0,14
011
011
0,16
0,12
0,2
0,2
0,2
0,17
0,17
0,17
0,2
011
011
011
0,12
011
0,11
01
0,09
011

0,09

[m/min]
[M/MWH]

190
160
70
70
150
90
150
150
150
100
100
100
200
25
25
25
40
30
40
40
40
40

30
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Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

Suggested Starting

Parameters
PexomMeHgoBaHHbIe

- -
mNNNNNNN-U_IN

15
15
15
15

08
0,5
08

0,5

0,12
0,12
01
01
0,12
01
0,14
0,14
0,14
0,12
0,12
0,12
0,16
0,1
0,1
0,1
011
01
0,09
0,08
0,07
0,09

0,07

Ha4asibHble NapamMeTpsbl
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Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

APKT 100312 PDTR-M A6M-A2, APKT 100316 PDTR-M A6M-A2

D.0.C. [mm] Gt Ve

My6uHa SRt [m/min]

e3Ku [MM] i) [M/MWH]
P [MM/06]

Suggested Starting
Parameters
PexomMeHgoBaHHbIE
Ha4asibHbIe MapamMeTpbl

Material
Examples
Mpumepsl

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
A
=
s
==

VDI Group
VDI Knacc

marepuana

Unalloyed 1 C35,Ck45,1020, 125HB 013 028 190 330 250
HenervposaHHsi 1 2 1045, 1060, 190 HB 0,5 9 013 028 190 300 2 0,2 220
3 28Mn6 250HB 05 9 013 028 190 250 2 02 200
Low-alloyed 6  42CrMo4, 5t50, 180HB 05 9 011 022 150 240 2 018 200
Hu3konervposaHHbii 46 (Ck60,4140,4340, 230HB 05 9 0,11 022 150 210 2 0,18 180
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
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 64 008 019 90 130 15 016 120
E 11 12Ni19 320HB 05 64 008 016 60 110 1,5 014 100
11 350HB 05 64 008 016 60 90 15 014 80
Austenitic 14 304, 316, 180HB 0,5 9 011 022 190 250 2 018 220
AycTeHnTHbIN 4 14 X5CrNi18-19 240HB @ 05 9 008 019 160 210 2 0,18 190
Duplex 14  X2CrNiN23-4, 290HB 05 64 008 016 70 130 15 014 100
M nynnexcrbit > 14 S31500 310HB 05 64 008 016 70 120 15 014 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 9 011 022 150 210 2 018 190
AycTeHUTHaA 3aKasnka 6 13 17-4PH, 430 42HRc 05 64 011 018 90 150 15 014 130
Grey cast iron 15 GG20, GG40, 150HB 05 9 013 028 150 240 2 02 200
Cepbift 4yryH 7 15 EN-GJL-250, 200HB 05 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 GGG40, GGG70, 150HB 05 9 011 025 100 200 2 018 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 05 9 011 025 100 180 2 0,18 150
rpaguToM 18,20 250HB 0,5 9 011 025 100 150 2 0,18 130
Al (>8% Si) 12 25 AlSi12 130HB 0,5 9 013 028 200 400 2 022 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,55 64 008 0,16 25 45 15 0,14 32
TepMocToVikve crnasbl 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 TiAl6V4 = 05 64 008 018 40 65 15 016 55
TuTaHoBbIe criiasel Lo 37 T40 = 05 64 008 016 30 55 1,5 014 40
Steel 38 X100CrMol3, 45HRc 05 32 007 016 40 80 1 012 60
Cranb 38 440C, 50HRc 05 19 007 014 40 70 08 011 55
38 | G-X260NiCr42 S55HRC 0,5 1 007012 40 60 | 05 | 011 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 05 26 007 016 40 80 08 012 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 0,5 1 007 012 30 60 05 011 40
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KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB CM/1aBOB
APKT 100332 PDTR-M A6M-A2 32(
o % : D.0.C. [mm] Feed - Suggested Starting

3 § . Material DG Mopava T Parameters
E, 5 | Material . Examples ResuIi] [mm/rev] IMMH] PexoMeHA0BaHHbIE
T (Zu Martepvan 8 © |Mpumepsl [MM/06] Ha4asibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T § o oo | e oo e noc o] v
Unalloyed 1 C35,Ck45,1020, 125HB 013 028 190 330 029 250
HenervposaHHsi 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, 5t50, 180HB 05 9 011 022 150 240 1 025 200
Hu3konervposaHHbii 46 (Ck60,4140,4340, 230HB 05 9 0,11 022 150 210 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
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 64 008 019 90 130 1 022 120
E 11 12Ni19 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 0,5 9 011 022 190 250 1 025 220
AycTeHnTHbIN 4 14 X5CrNi18-19 240HB @ 05 9 008 019 160 210 1 025 190
Duplex 14  X2CrNiN23-4, 290HB 05 64 008 016 70 130 1 02 100
M nynnexcrbiit > 14 S31500 310HB 05 64 008 016 70 120 1 02 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 9 011 022 150 210 1 | 025 190
AycTeHUTHaA 3aKasnka 6 13 17-4PH, 430 42HRc 05 64 011 018 90 150 1 02 130
Grey cast iron 15 GG20, GG40, 150HB 05 9 013 028 150 240 1 | 029 200
Cepbift 4yryH 7 15 EN-GJL-250, 200HB 05 9 013 028 150 220 1 029 180
16 No30B 250HB 05 9 013 028 150 190 1 | 029 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 05 9 011 025 100 200 1 | 025 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 05 9 011 025 100 180 1 0,25 150
rpaguTom 18,20 250HB 05 9 011 025 100 150 1 025 130
Al (>8% Si) 12 25 AlSi12 130HB 0,5 9 013 028 200 400 1 | 031 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,55 64 008 0,16 25 45 1 0,2 32
TepMocToVikve crnasbl 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 TiAl6V4 = 05 64 008 018 40 65 1 022 55
TuTaHoBbIe criiasel Lo 37 T40 = 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, 50HRc 05 19 007 014 40 70 07 016 55
38 | G-X260NiCr42 55HRc 05 1 007 012 40 60 07 015 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 05 26 007 016 40 80 07 017 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 0,5 1 007 012 30 60 07 015 40

Benbint vyryH
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Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

APKT 100340 PDTR-M A6M-A2 32(
o % : D.0.C. [mm] Feed - Suggested Starting
3 § . Material DG Mopava T Parameters
E, 5 | Material . Examples ResuIi] [mm/rev] IMMH] PexoMeHO0BaHHbIE
T (Zu Martepvan ] 5 | Mpumepsl [MM/06] Ha4asibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T JEEA RIS EN TR

Unalloyed 1 C35,Ck45,1020, 125HB 013 046 190 330 035 250
HenervposaHHsi 1 2 1045, 1060, 190 HB 0,5 9 013 046 190 300 1 035 220
3 28Mn6 250HB 05 9 013 046 190 250 1 035 200
Low-alloyed 6  42CrMo4, 5t50, 180HB 05 9 011 036 150 240 1 03 200
Hv3KkonermpoBaHHbI 46 Ck60, 4140, 4340, 230 HB 0,5 9 0,11 036 150 210 1 0,3 180
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
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 64 008 032 90 130 1 027 120
E 11 12Nl 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
AycTeHnTHbIN 4 14 X5CrNi18-19 240HB @ 05 9 008 032 160 210 1 03 | 190
Duplex 14  X2CrNiN23-4, 290HB 05 64 008 026 70 130 1 024 100
M nynnexcrbiit > 14 S31500 310HB 05 64 008 026 70 120 1 024 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 9 011 036 150 210 1 03 190
AycTeHUTHaA 3aKasnka 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
Cepbift 4yryH 7 15 EN-GJL-250, 200HB 05 9 013 046 150 220 1 035 180
16 No30B 250HB 05 9 013 046 150 190 1 | 035 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 05 9 011 041 100 200 1 03 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 05 9 011 041 100 180 1 03 150
rpaguTom 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 0,55 64 0,08 0,26 25 45 1 0,24 32
TepMocToVikve crnasbl 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 TiAl6V4 = 05 64 008 029 40 65 1 027 55
TuTaHoBbIe criiasel Lo 37 T40 = 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, 50HRc 05 19 007 023 40 70 07 02 55
38 | G-X260NiCr42 S5HRc 05 1 007 02 40 60 07 018 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 05 26 007 026 40 80 07 021 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 0,5 1 007 02 30 60 07 018 40

Benbint vyryH
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KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB CM/1aBOB
APKT 1604 PDTR-M A6M-A2 32(
o % : D.0.C. [mm] Feed - Suggested Starting

3 § . Material DG Mopava T Parameters
E, 5 | Material . Examples ResuIi] [mm/rev] IMMH] PexoMeHA0BaHHbIE
T (Zu Martepvan 8 © |Mpumepsl [MM/06] Ha4asibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T JEEA RIS EEN TR
Unalloyed 1 C35,Ck45,1020, 125HB 018 032 190 330 023 250
HenervpoBaHHbin 1 2 1045, 1060, 190 HB 0,5 15 0,18 032 190 300 4 023 220
3 28Mn6 250HB 05 15 0,18 032 190 250 4 023 200
Low-alloyed 6  42CrMo4, 5t50, 180HB 05 15 015 025 150 240 4 02 200
Hu3konervposaHHbii 46 (Ck60,4140,4340, 230HB 05 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 10,7 012 022 90 150 3 018 130
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 10,7 012 022 90 130 3 018 120
E 11 12Ni19 320HB 05 107 012 018 60 110 3 016 100
11 350HB 05 10,7 0112 018 60 90 3 016 80
Austenitic 14 304, 316, 180HB 0,5 15 015 025 190 250 4 02 220
AycTeHnTHbIN 4 14 X5CrNi18-19 240HB @ 05 15 012 022 160 210 4 02 | 190
Duplex 14  X2CrNiN23-4, 290HB 05 107 012 018 70 130 3 016 100
M nynnexcrbiit > 14 S31500 310HB 05 10,7 012 018 70 120 3 0,16 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 15 015 025 150 210 4 02 190
AycTeHUTHaA 3aKasnka 6 13 17-4PH, 430 42HRc 05 107 015 02 90 150 3 0,16 130
Grey cast iron 15 GG20, GG40, 150HB 05 15 018 032 150 240 4 023 200
Cepbift 4yryH 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 GGG40, GGG70, 150HB 05 15 015 028 100 200 4 02 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 05 15 015 028 100 180 4 02 150
rpaguTom 18,20 250HB 05 15 0,15 028 100 150 4 02 130
Al (>8% Si) 12 25 AlSi12 130HB 0,5 15 018 032 200 400 4 025 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,55 10,7 0,12 0,18 25 45 3 0,16 32
TepMocToVikve crnasbl 9 33 Inconel 700 250HB 05 107 012 018 25 45 3 016 30
34 Stellite 21 350HB 05 10,7 012 018 25 45 3 016 30
Titanium alloys 36 TiAl6V4 = 05 107 012 02 40 65 3 018 55
TuTaHoBbIe criiasel Lo 37 T40 = 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, 50HRc 05 32 01 016 40 70 15 013 55
38 | G-X260NiCr42 S5HRc 05 16 01 014 40 60 1 | 012 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 05 43 01 018 40 80 15 014 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 05 16 01 014 30 60 1 012 40

Benbint vyryH
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Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

APKT 160416 PDTR-M A6M-A2 32(
o % : D.0.C. [mm] Feed - Suggested Starting
3 § . Material DG Mopava T Parameters
E, 5 | Material . Examples ResuIi] [mm/rev] IMMH] PexoMeHO0BaHHbIE
T (Zu Martepvan ] 5 | Mpumepsl [MM/06] Ha4asibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T JEEA IR EEN TR

Unalloyed 1 C35,Ck45,1020, 125HB 018 032 190 330 023 250
HenervpoBaHHbin 1 2 1045, 1060, 190 HB 0,5 15 0,18 032 190 300 5 023 220
3 28Mn6 250HB 05 15 018 032 190 250 5 023 200
Low-alloyed 6  42CrMo4, 5t50, 180HB 05 15 015 025 150 240 5 02 200
Hu3KonervipoBaHH.In 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 10,7 012 022 90 150 38 018 130
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 10,7 012 022 90 130 38 018 120
E 11 12Ni19 320HB 05 107 012 018 60 110 38 016 100
11 350HB 05 10,7 0112 018 60 90 38 016 80
Austenitic 14 304, 316, 180HB 0,5 15 015 025 190 250 5 02 220
AycTeHnTHbIN 4 14 X5CrNi18-19 240HB @ 05 15 012 022 160 210 5 02 | 190
Duplex 14  X2CrNiN23-4, 290HB 05 107 012 018 70 130 38 016 100
M nynnexcrbiit > 14 S31500 310HB 05 107 012 018 70 120 38 016 90
Austenitic hardened 12 410, X6Cr17, 200HB 05 15 015 025 150 210 5 02 190
AycTeHUTHaA 3aKasnka 6 13 17-4PH, 430 42HRc 05 107 015 02 90 150 38 016 130
Grey cast iron 15 GG20, GG40, 150HB 05 15 018 032 150 240 5 023 200
Cepbift 4yryH 7 15 EN-GJL-250, 200HB 05 15 0,18 032 150 220 5 023 180
16 No30B 250HB 05 15 018 032 150 190 5 | 023 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 05 15 0,15 028 100 200 5 02 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 05 15 015 028 100 180 5 02 150
rpaguTom 18,20 250HB 05 15 015 028 100 150 5 02 130
Al (>8% Si) 12 25 AlSi12 130HB 0,5 15 018 032 200 400 5 025 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,55 10,7 0,12 0,18 25 45 38 0,16 32
TepMocToVikve crnasbl 9 33 Inconel 700 250HB 05 107 012 018 25 45 38 016 30
34 Stellite 21 350HB 05 10,7 012 018 25 45 38 016 30
Titanium alloys 36 TiAl6V4 = 05 107 012 02 40 65 38 018 55
TuTaHoBbIe criiasel Lo 37 T40 = 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, 50HRc 05 32 01 016 40 70 19 013 55
38 | G-X260NiCr42 55HRc 05 16 01 014 40 60 13 012 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 05 43 01 018 40 80 19 014 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 05 16 01 014 30 60 13 012 40

Benbint vyryH
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KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB CM/1aBOB
SEKN 1203 AFTN-M A6M-A2, SEKR 1203 AFTN-M A6M-A2, SEKT 1203 AFTN-M A6M-A2 32(
o % : D.0.C. [mm] Feed - Suggested Starting

3 § . Material DG Mopava T Parameters
E, 5 | Material . Examples ResuIi] [mm/rev] IMMH] PexoMeHA0BaHHbIE
T (Zu Martepvan ] 5 | Mpumepsl [MM/06] Ha4asibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T JEEA IR EN TR
Unalloyed 1 C35,Ck45,1020, 125HB 018 046 190 330 034 250
HenervposaHHsi 1 2 1045, 1060, 190 HB 0,5 7 018 046 190 300 3 034 220
3 28Mn6 250HB 05 7 018 046 190 250 3 034 200
Low-alloyed 6  42CrMo4, 5t50, 180HB 05 7 015 036 150 240 3 03 200
Hv3KkonermpoBaHHbI 46 Ck60, 4140, 4340, 230 HB 0,5 7 0,15 036 150 210 3 0,3 180
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
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 5 012 032 90 130 23 027 120
E 11 12Ni19 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 0,5 7 015 032 190 250 3 | 027 220
AycTeHnTHbIN 4 14 X5CrNil8-19 240HB 05 7 012 029 160 210 3 027 190
Duplex 14  X2CrNiN23-4, 290HB 05 5 012 026 70 130 23 024 100
M nynnexcrbiii > 14 S31500 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
AycTeHnTHaA 3akanka 6 13 17-4PH, 430 42HRc 05 5 015 026 90 150 23 024 130
Grey cast iron 15 GG20, GG40, 150HB 0,5 7 018 046 150 240 3 034 200
Cepbliit 4yryH 7 15 EN-GJL-250, 200HB 05 7 018 046 150 220 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 7 015 041 100 200 3 03 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 0,5 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 05 5 0,12 0,26 25 45 23 0,24 32
TepMocToiikuWe crnasbl 9 33 Inconel 700 250HB 05 5 012 026 25 45 23 024 30
34 Stellite 21 350HB 0,5 5 012 026 25 45 23 024 30
Titanium alloys 36 TiAl6V4 = 05 5 012 029 40 65 23 027 55
TuTaHoBbIe crniassl e 37 T40 = 05 5 012 026 30 55 23 024 40
Steel 38 X100CrMol3, 45HRc 05 25 01 026 40 80 15 021 60
Cranb 38 440C, 50HRc 05 18 01 023 40 70 1,1 019 55
38  G-X260NiCr42 55HRc 05 15 01 02 40 60 08 018 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 0,5 2 01 026 40 80 11 021 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 05 15 01 02 30 60 08 018 40

Benbint vyryH
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Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

SPMT 060304TN-M A6M-A2

D.0.C. [mm] Gt Ve

My6uHa SRt [m/min]

e3Ku [MM] i) [M/MWH]
P [MM/06]

Suggested Starting
Parameters
PexomMeHgoBaHHbIE
Ha4asibHbIe MapamMeTpbl

Material
Examples
Mpumepsl

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
A
=
s
==

VDI Group
VDI Knacc

marepuana

Unalloyed 1 C35,Ck45,1020, 125HB 006 012 190 330 250
HenervposaHHsi 1 2 1045, 1060, 190 HB 0,3 s 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, 5t50, 180HB 03 6 006 012 150 240 24 01 200
Hu3konervposaHHbii 46 (Ck60,4140,4340, 230HB 03 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
BbiCOKo/erMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 03 43 005 01 90 130 18 008 120
E 11 12Ni19 320HB 03 43 005 008 60 110 18 006 100
11 350HB 03 43 005 008 60 90 18 006 80
Austenitic 14 304, 316, 180HB 0,3 6 006 008 190 250 24 007 220
AycTeHnTHbIN 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
M nynnexcrbit > 14 S31500 310HB 03 43 005 007 70 120 18 006 90
Austenitic hardened 12 410, X6Cr17, 200HB 03 6 005 008 150 210 24 007 190
AycTeHTHaA 3aKasika 6 13 17-4PH, 430 42HRc 03 43 005 007 90 150 18 006 130
Grey cast iron 15 GG20, GG40, 150HB 03 6 005 014 150 240 24 012 200
Cepbift 4yryH 7 15 EN-GJL-250, 200HB 03 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 GGG40, GGG70, 150HB 03 6 005 014 100 200 24 012 180
HyryH C WwaposnaHbIM g 17,19 50005 200HB 03 6 005 012 100 180 24 01 150
rpaguToM 18,20 250HB 0,3 6 005 012 100 150 24 01 130
Al (>8% Si) 12 25 AlSi12 130HB 0,3 6 008 014 200 400 24 012 280
Heat resistant alloys 31,32 Incoloy 800 240HB 0,3 43 004 0,08 25 45 18 0,06 32
TepMocToVikve crnasbl 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 TiAl6V4 = 03 43 004 008 40 65 18 006 55
TuTaHoBbIe criiasel Lo 37 T40 = 03 43 004 008 30 55 1,8 006 40
Steel 38 X100CrMol3, 45HRc 03 21 004 01 40 80 12 008 60
Cranb 38 440C, 50HRc 03 13 004 008 40 70 09 006 55
38 | G-X260NiCr42 S5HRc 03 09 004 006 40 60 06 005 50
H Chilled cast iron 11 40  Ni-Hard 2 400HB 03 1,7 004 006 40 80 09 005 50
3aKaneHHbIN YyryH
White cast iron 41 | G-X300CrMol5 55HRc 03 09 004 006 30 60 06 005 40
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KONRAD
TOOLS

SPMT 09T308 TN-M A6M-A2

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
A
=
s
==

Unalloyed
HenernpoBaHHbIN

Low-alloyed
Hv3KonernpoBaHHbIN

High-alloyed
BbICOKONErvpoBaHHbIi

Austenitic
AyCTEHUTHBIN

Duplex

[ynneKcHbIn
Austenitic hardened
AyCTeHUTHaA 3aKasnka

Grey cast iron
CepbIn YyryH

Nodular graphite cast iron
YyryH C LIapoBUAHbBIM
rpaduTom

Al (>89% Si)

Heat resistant alloys
TepMoCTOMKKMe cnnasbl

Titanium alloys
TuTaHoBbIE CN/iaBbI

Steel
Cranb

H Chilled cast iron
3aKaneHHbIN YyryH

White cast iron
Benbint vyryH

12

10

11

VDI Group
VDI Knacc

17,19
17,19
18,20
25
31,32
33
34
36
37
38
38
38
40

41

Material
Examples
Mpumepsl
marepvana

(35, Ck45, 1020,

1045, 1060,
28Mn6

42CrMo4, St50,

Ck60, 4140, 4340,

100Cr6

X40CrMoV5, H13,
M42, D3, S6-5-2,

12Nil19

304, 316,
X5CrNil18-19

X2CrNiN23-4,
531500

410, X6Cr17,
17-4 PH, 430
GG20, GG40,
EN-GJL-250,
No30B

GGG40, GGG70,
50005

AlSil2

Incoloy 800
Inconel 700
Stellite 21
TiAleV4

T40
X100CrMo13,
440C,
G-X260NiCr42

Ni-Hard 2

G-X300CrMo15

125 HB
190 HB
250 HB
180 HB
230 HB
280 HB
350 HB
220 HB
280 HB
320 HB
350 HB
180 HB
240 HB
290 HB
310 HB
200 HB
42 HRc
150 HB
200 HB
250 HB
150 HB
200 HB
250 HB
130 HB
240 HB
250 HB
350 HB

45 HRc
50 HRc
55 HRc
400 HB

55 HRc

D.0.C. [mm]

rnybuHa
pe3ku [Mm]

0,5
05
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
05
05

05

19

Feed
Mopava
[mm/rev]
[MMm/06]

0,12
01
01

0,08

0,08

0,08

0,22

0,22
0,2

0,22

0,22
0,2

0,16

0,12
0,12
0,12
0,12
0,12
0,12
01

0,08

0,08

0,08

[m/min]
[M/MWH]

190
160
70
70
150
90
150
150
150
100
100
100
200
25
25
25
40
30
40
40
40
40

30

www.konradtools.com

Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

Suggested Starting

Parameters
PexomMeHgoBaHHbIe

2,4
24
24
24
24
2,4
18
18
18
18
2,4
24
18
18
24
18
24
2,4
2,4
2,4
2,4
2,4
2,4
18
18
18
18
18
12
09
06
09

06

0,1

0,08
0,06
0,06

0,06

HaYasbHble napaMeTpbl
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SPMT 120408 TN-M A6M-A2

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
b
=
s
==

Unalloyed
HenernpoBaHHbIN

Low-alloyed
Hv3KonernpoBaHHbIN

High-alloyed
BbICOKONErvpoBaHHbIi

Austenitic
AyCTEHUTHBIN

Duplex

[ynneKcHbIn
Austenitic hardened
AyCTeHUTHaA 3aKasnka

Grey cast iron
CepbIn YyryH

Nodular graphite cast iron
YyryH C LIapoBUAHbBIM
rpaduTom

Al (>89% Si)

Heat resistant alloys
TepMocToMKMe crnnaBbl

Titanium alloys
TuTaHoBbIE CN/iaBbI

Steel
Cranb

H Chilled cast iron
3aKaneHHbIN YyryH

White cast iron
Benbint vyryH

SEGT 1204 AFEN-M D1M-B2

Material
EUEZEN

18]
3
e
OCL
S E
O ©
™ =
=
P
=
g
==

Al (<8% Si)

Copper alloys
MeaHble crinasbl
Non-metallic
HeMeTannnueckme
Marepuansl

Titanium alloys
TuTaHoBbIe CrifaBbl

55 www.konradtools.com

12

10

11

13

14

15

10

VDI Group
VDI Knacc

17,19
17,19
18,20
25
31,32
33
34
36
37
38
38
38
40

41

VDI Knacc

21,22,

23,24

26,27,

28
29
30

36
37

Material
Examples
Mpumepsl
marepvana

(35, Ck45, 1020,

1045, 1060,
28Mn6

42CrMo4, St50,

Ck60, 4140, 4340,

100Cr6

X40CrMoV5, H13,
M42, D3, S6-5-2,

12Nil19

304, 316,
X5CrNil18-19

X2CrNiN23-4,
531500

410, X6Cr17,
17-4 PH, 430
GG20, GG40,
EN-GJL-250,
No30B

GGG40, GGG70,
50005

AlSil2

Incoloy 800
Inconel 700
Stellite 21
TiAleV4

T40
X100CrMo13,
440C,
G-X260NiCr42

Ni-Hard 2

G-X300CrMo15

Material
Examples
Mpumepsl
marepuana

Si < 4%
4% < Si < 8%

CuZn30

Fiber Plastics
Hard Rubber
Graphite

Til

TiAL6 V4

125 HB
190 HB
250 HB
180 HB
230 HB
280 HB
350 HB
220 HB
280 HB
320 HB
350 HB
180 HB
240 HB
290 HB
310 HB
200 HB
42 HRc
150 HB
200 HB
250 HB
150 HB
200 HB
250 HB
130 HB
240 HB
250 HB
350 HB

45 HRc
50 HRc
55 HRc
400 HB

55 HRc

TBepaocTb

60 HB
100 HB

100 HB

D.0.C. [mm]

rnybuHa
pe3ku [Mm]

0,5
05
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
0,5
05
05

05

D.0.C. [mm]

19

rnybuHa
pe3ku [Mm]

03

0,3
03
03
03
0,3

Feed
Mopava
[mm/rev]
[MMm/06]

0,2
0,16
0,16
0,23

0,2
0,16
0,16
0,23
0,18
0,29
0,29
0,29
0,25
0,25
0,25
0,29
0,16
0,16
0,16
0,18
0,16
0,16
0,14
0,13
0,16

0,13

Feed
Mogava
[mm/rev]
[MM/06]

0,35

0,35
0,35
0,35
0,35
0,28

[m/min]
[M/MUH]

190
160
70
70
150
90
150
150
150
100
100
100
200
25
25
25
40
30
40
40
40
40

30

[m/min]
[M/MWH]

100
35
28

Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasbHbIX KNACCOB Cr/iaBoB

Suggested Starting

Parameters
PexomMeHgoBaHHbIE

11

Ha4asibHble NapamMeTpsbl

Suggested Starting
Parameters

PeromeHgoBaHHble

0,2

0,2

Ha4dasibHble NapamMeTpbl

300

200
150
150
45
35



KONRAD Technical Hints
TOOLS TexHMYecKVe peKoMeHaaLmm

Cutting data recommendations for HS A31-Al
PekoMeHOauUmm no napameTpam pesanna gna HS A31-Al

Cutting speed CkopocTb pe3aHus
Ve [m/min] [M/MUH]

% Brinell
S = | Material H;rdness
g TBEpaoCTb
5 fg | Marepvan BpuHenns
= =
= © HB
Do
Unalloyed steel® ~0,15% C 125 140-200 230-300 290-360
HenerviposarHaA ctanb? annealed 3akaneHHas
=0,45% C 190 110-180 180-260 250-320
annealed 3akaneHHan
=~0,45% C hardened and temp. 250 90-180 110-180 140-210
3aKasneHHasa 1 oTnyLeHHan
=0,75% C 270 120-180 170-240 230-300
annealed 3akaneHHan
=0,75% C hardened and temp. 300 130-150 80-150 140-210
3aKaseHHasA 1 oTnyLyeHHan
Low-alloy steel! Annealed 180 100-170 150-220 220-300
HusKonernposaHHana ctanb? 3akaneHHas
Hardened and temp. 275 100-150 110-180 140-210
3akaneHHas v oTnyLleHHan
Hardened and temp. 300 100-140 100-170 130-200
3akaneHHas v oTnyLleHHan
Hardened and temp. 350 100-140 80-150 110-180
3aKaneHHas v oTnyLyeHHan
High-alloy steel and high alloy Annealed 200 100-180 80-220 180-260
tool steel?) BricokonerviposaHHanA 3aKkaneHHan
Btk iy i Hardened and temp. 325 100-160 80-140 100-170
MHCTpyMeHTaslbHanA cTanb 3aKaneHHas 1 oThyLieHHas
Stainless steelV Ferritic/martensitic annealed 200 100-170 130-200 180-260
Hepwaselowan crans?) DeppuTHaA/MapTEHCUTHAA 3aKaneHHas
Martensitic hardened and temp. 240 100-140 80-150 150-210
MapTeHe1THaA 3aKkaneHHas 1 oTnyLieHHas
Grey cast iron Perlitic/ferritic 180 100-180 170-240 250-320
CepblIit vyryH MepnuToBbIN/OeppUTHBIN
Perlitic (martensitic) 260 90-120 80-150 110-180
MNepnnToBbIN (MAPTEHCUTHBIN)
Nodular graphite cast iron Ferritic 160 100-150 110-180 140-210
YyryH ¢ waposngHbiM rpadumTomM QeppUTHbIN
Perlitic 250 90-140 90-160 110-180
MNepnuToBLIN
Malleable cast iron Ferritic 130 90-140 120-190 150-210
KoBKMIM YyryH DeppuTHbIN
Perlitic 230 90-120 100-150 110-180
MepnutoBbIM

D and cast steel 1 nvtan crans

ﬁ Without coolant Be3 COX O With coolant C COX
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Cutting data recommendations for A51-B1
PekoMeHgaumv no napamMeTpam pesanma ana A51-B1

Technical Hints
TexHU4ecKne pekomeHgaumm

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

2 v
a . Hardness
§ § m:::;lma;ﬂ TBEPAOCTH f [mm/rev] [Mm/06]
o Bputenns 04-08 005
2w HB
3c
T >
Unalloyed steel® ~0,15% C 125 120-190 170-250 170-250
HenerviposarHaA ctanb? annealed 3akaneHHas
=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
3aKaneHHas 1 oTryLLeHHan
=0,75% C 270 100-170 80-140 140-200
annealed 3akaneHHas
=0,75% C hardened and temp. 300 70-140 100-160 100-170
3aKanieHHas 1 oTrnyLLeHHas
Low-alloy steel! Annealed 180 90-160 140-200 140-200
HusKonernposaHHana ctanb? 3akaneHHas
Hardened and temp. 275 90-140 100-160 100-180
3aKaneHHas 1 oTnyLleHHan
Hardened and temp. 300 85-130 100-150 100-170
3aKaneHHas 1 oTnyLleHHan
Hardened and temp. 350 80-120 80-140 90-170
3aKaneHHas 1 oTnyLleHHan
High-alloy steel and high alloy Annealed 200 90-150 80-170 130-170
tool steel?) BricokonerviposaHHanA 3aKkaneHHan
Btk iy i Hardened and temp. 325 50-110 70-130 80-130
HIRIEDHEE R GEl 3aKaneHHan 1 oTMyLLleHHan
Stainless steel!) Ferritic/martensitic annealed 200 90-140 120-180 140-180
Hepwaselowan crans?) DeppuUTHaA/MapTEHCUTHAA 3aKaieHHas
Martensitic hardened and temp. 240 85-120 80-140 100-140
MapTeHCUTHaA 3aKaneHHan 1 oTnyLeHHasA
Stainless steel! Austenitic?, quenched 180 90-110 100-130 100-130
M | Lepiaseiowan crans ¥ AycTeHnTHaA?, 3akaneHHan

1)

2)

and cast steel v nuTas crans

and austenitic/ferritic 1 aycrennTHas/deppuTHan

ﬁ Without coolant Be3 COX O With coolant C COX
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KONRAD Technical Hints
TOOLS TexHMYecKVe peKoMeHaaLmm

Cutting data recommendations for IC A81-C1
PekomMeHgaumm no napameTtpam pesanna ana IC A81-C1

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

% Brinell
a . Hardness
§ § m:::nma;ﬂ TBEPAOCTH f [mm/rev] [Mm/06]
Tc: “E P BpuHenns 04-08
= © HB
=2
Unalloyed steel® ~0,15% C 125 60-100 70-110 90-170
HenerviposarHaA ctanb? 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
3aKaneHHas 1 oTryLLeHHan
=0,75% C 270 60-100 70-110 90-170
annealed 3akaneHHas
=0,75% C hardened and temp. 300 60-100 70-110 90-170
3aKasneHHasA 1 oTnyLeHHan
Low-alloy steel! Annealed 180 60-100 70-110 90-170
HusKonernposaHHana ctanb? 3akaneHHas
Hardened and temp. 275 70-110 70-110 90-170
3aKaneHHas v oTnyLeHHanA
Hardened and temp. 300 60-100 70-110 90-170
3aKaneHHas v oTnyLyeHHan
Hardened and temp. 350 55-80 70-110 90-170
3aKaneHHas 1 oTnyLleHHan
High-alloy steel and high alloy Annealed 200 80-110 70-110 90-170
tool steel?) BricokonerviposaHHanA 3aKkaneHHan
Gl Bb'COKO“er“POBa*l')HaF' Hardened and temp. 325 60-90 70-110 90-170
MHCTPYMeHTaslbHaA CTasb 3aKasneHHan 1 oTNyLeHHas
Stainless steel! Ferritic/martensitic annealed 200 90-130 70-110 90-170
Hepwaselowan crans?) DeppuTHaA/MapTEHCUTHAA 3aKaneHHas
Martensitic hardened and temp. 240 70-110 70-110 90-170
MapTeH1THaA 3aKkaneHHas 1 oTnyLieHHas
Stainless steel!! Austenitic?, quenched 180 70-100 90-140 110-170
M Hepaseiowan crans ¥ AycTeHnTHaA?, 3aKkaneHHan

D and cast steel 1 nuTas crans

2 and austenitic/ferritic 1 aycTeruTHan/deppuTHas

ﬁ Without coolant Be3 COX O With coolant C COX
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Technical Hints
TexHU4ecKne pekomeHgaumm

Cutting data recommendations for B41-D1
PekoMeHgaumv Mo napamMeTpam pesaHna ana B41-D1

B41-D1

Negative indexable inserts Positive indexable inserts

HeratviBHble NAacTUHbI Mo3uTWBHbIE MAACTUHBI
ISO-P-System ISO-S-System

Material
EUEZEN

Material Group pynna matepvana
Brinell Hardness TeépgocTb bpuHennsa

Paaunyc npv BepLLMHe
Recommended ap [mm]
[WRENY PeroMeHjoBaHadA ToAWMHA
Recommended f, [mm/rev]
PexkomeHaoBaHHana nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHusa Ve [M/MUH]
Paguyc npu BepLumHe
Recommended ap [mm]
SIS PeromeHgoBaHas TonlmHa
Recommended f, [mm/rev]
PexkomeHaoBaHHana nogada
Cutting speed vc [m/min]
CKopocTb pe3aHusa Ve [M/MUH]

Geometry
[eomeTpuA
Corner radius
CTPYMKKM ap [MM]
Geometry
[eomeTpuA
Corner radius
CTPYKKM ap [MM]

Ferritic 1.4000, 1.4002, 180 M1 08 020 180-230 M1 04 0,15 180-230
DeppuTHbIN 1.4003, 1.4006, 12 0,30 180-230 08 0,25 180-230
1.4016, 1.4104,
14113, 14313,
1.4742,1.4762
Martensitic 1.4006, 1.4014, 320 M1 08 2 020 180-230 M1 04 1 0,15 180-230
Maprercuthbii - 1.4021, 1.4024, 12 3 030 180-230 08 2 025 180-230
1.4027, 1.4028,
1.4031, 1.4034,
1.4057, 1.4122,
14724
M Austenitic 1.4300, 1.4301, 180 M1 08 2 02 150-200 M1 04 1 0,15 150-200
AycTeHnTHbIn 14303, 1.4305, 12 3 03 150-200 08 2 0,20 150-200

1.4306, 1.4308,
14310, 1.4311

1.4321, 1.4401, 180 M1 08 2 02 150-200 M1 04 04 1 150-200
1.4404, 1.4406, 12 3 03  150-200 08 08 2 150-200
1.4428, 1.4435,
1.4436, 1.4438,
1.4449,1.4571

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 %.

BbilwenpviBeAeHHble peKkoMeHAaumK yKasaHbl Ansa obpaboTkm ¢ COXK. [nA cyxoit 06paboTKM pekoMeHA0BaHHAA CKOPOCTb Pe3aHUA Ve CHUMKaeTcA npumepHo Ha 20 %.
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KONRAD Technical Hints
TOOLS TexHMYecKVe peKoMeHaaLmm

Cutting data recommendations for BS1-E1
PekoMeHgaumv Mo napamMeTtpam pesaHmna ana B51-E1

Negative indexable inserts Positive indexable inserts

HeratviBHble NAaCTUHbI Mo3uTWBHbIE MAACTUHBI
ISO-P-System ISO-S-System

Material
EUEZEN

Material Group pynna matepvana
Brinell Hardness TeépgocTb bpuHennsa

Paaunyc npv BepLLMHe
Recommended ap [mm]
[WIENY PeroMeHjoBaHadA ToAWMHA
Recommended f, [mm/rev]
PexkomeHaoBaHHana nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHusa Ve [M/MUH]
Paguyc npu BepLumHe
Recommended ap [mm]
SIS PeroMeHjoBaHadA ToLmHa
Recommended f, [mm/rev]
PexkomeHaoBaHHana nogada
Cutting speed vc [m/min]
CKopocTb pe3aHusa Ve [M/MUH]

Geometry
[eomeTpuA
Corner radius
Geometry
[eomeTpuA
Corner radius
CTPYKKM ap [MM]

Ferritic 1.4000, 1.4002, 180 M1 08 02 130-200 M1 04 0,15 130-200
DeppuTHbIN 1.4003, 1.4006, 12 03 130-200 08 0,25 130-200
i'ﬁ?ii’ i-:‘ég‘}‘, 16 3,5 03 130-200
L4742 14762 FM 04 1 0,15 130-200
08 25 025 130-200
12 3 03 130-200
M 08 2 02 130-200
12 3 03 130-200
Martensitic 1.4006,14014, 320 @ ML 08 2 02 130-200 M1 04 1 0,15 130-200
MapTeHcuTHeln | 14021, 1.4024, 12 3 03 130-200 08 2 025 130-200
14027, 1.4028, 16 35 03 130-200
1:283; ij‘g‘z‘z M 04 1 015 130-200
L4724 08 25 025 130-200
12 3 03 130-200
M 08 2 02 130-200
12 3 03 130-200
M austenitic 14300,14301, 180 @ ML 08 2 02 100-180 M1 04 1 0,15 100-180
AyCTeHWTHbIN 14303, 1.4305, 12 3 03 | 100-180 08 2 0,20 100-180
14306, 1.4308, 16 3,5 03 100-180
14310, 14311 M 04 1 015 100-180
08 25 025 100-180
12 3 03 100-180
M 08 2 02 100-180
12 3 03 100-180
14321, 1.4401, 180 @ M1 08 2 02 100-180 M1 04 1 0,15 100-180
1.4404, 1.4406, 12 3 03 100-180 08 2 02 | 100-180
14428, 1.4435, 16 35 03 100-180
i:j:ig: 1:2‘5‘3?' M 04 1 015 100-180
08 25 | 025 100-180
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 %.

BbilwenpviBeAeHHble peKkoMeHAaumK yKasaHbl Ansa obpaboTkm ¢ COXK. [nA cyxoit 06paboTKM pekoMeHA0BaHHAA CKOPOCTb Pe3aHUA Ve CHUMKaeTcA npumepHo Ha 20 %.
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Technical Hints
TexHU4ecKne pekomeHgaumm

Cutting data recommendations for B71-G1
PekoMeHgaumv no napamMeTtpam pesanna ana B71-G1

Negative indexable inserts Positive indexable inserts
HeratviBHble NAaCTUHbI Mo3uTWBHbIE MAACTUHBI
ISO-P-System ISO-S-System

Material
EUEZEN

Brinell Hardness TeépgocTb bpuHennsa

©
=
[}
b
a
@
=
©
>
©
C
c
2
=
=%
=]
o
=
(L)
o
=
[}
-
(1]
=

Geometry

[eomeTpuA

Corner radius

Paaunyc npv BepLLMHe
Recommended ap [mm]
PexkomeHgoBaHas TonmHa
Recommended f, [mm/rev]
PexkomeHaoBaHHana nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHusa Ve [M/MUH]
Geometry

[eomeTpuA

Corner radius

Paguyc npu BepLumHe
Recommended ap [mm]
PexkomeHgoBaHas ToLmHa
CTPYKKM ap [MM]
Recommended f, [mm/rev]
PexkomeHaoBaHHana nogada
Cutting speed vc [m/min]
CKopoCTb pe3aHua Ve [M/MUH]

Ferritic 1.4000, 1.4002, 180  MF 04 05 015 150-180
DOeppUTHbI 1.4003, 1.4006, 08 1 0,20 150-180
i'ﬁ?ii’ 1-2;2‘3‘, 12 2 025 120-180
L4742 14760 M 08 2 025 150-180 MR1 04 04 015 120-180
12 3 0,30 150-180 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
MapTeHUTHbIN 14021, 1.4024, 08 1 0,20 120-180
1.4027, 1.4028, 12 2 025 110-160
12282;2 1:2?;‘21: M 08 2 025 120-180 MRL 04 04 015 140-180
L4724 12 3 030 110-160 08 1 0,20 | 120-180
16 4 0,35  100-140
MR 08 3 0535 110-160
12 4 045 100-140
16 5 0,50 90-130
M Austenitic 14300, 14301, 180  MF 04 05 015  150-180
AyCTEeHWTHbIN 1.4303, 1.4305, 08 1 0,20 150-180
14306, 1.4308, 12 2 025  120-180
1.4310, 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 0,50 | 120-160
1.4321, 1.4401, 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 4 035 120-160
MR 08 3 035 130-180
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 %.

BbilwenpviBeAeHHble peKkoMeHAaumK yKasaHbl Ansa obpaboTkm ¢ COXK. [nA cyxoit 06paboTKM pekoMeHA0BaHHAA CKOPOCTb Pe3aHUA Ve CHUMKaeTcA npumepHo Ha 20 %.
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KONRAD
TOOLS

Cutting data recommendations for C21-11 and HS C31-J1

PekomMeHgaumv Mo napamMeTtpam pesanma ana C21-11 n HS C31-J1

g
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Technical Hints
TexHU4ecKne pekomeHgaumm

Cutting speed CKopocTb pe3aHuis
Ve [m/min] [M/MyH]

Brinell C21-11, HS C31-J1
Material Hardness
TBEPAOCTL f [mm/rev] [Mm/06]
Matepnan
Bpurenns 04-08 0,25-04 0,05-0,25
. ---
Grey cast iron Perlitic/ferritic
Cepeblit 4yryH MepanToBbI/OeppuTHbI 180 210-300 300-450 350-500
Perlitic (martensitic)
MepnnToBbIN (MAPTEHCUTHBIN) 260 140-200 170-240 190-270
Nodular graphite cast iron Ferritic
YyryH c wapoBnaHbIM rpaduTomM DeppuUTHbIN 160 150-210 180-260 210-300
Perlitic
MepanToBbi 250 110-160 130-190 150-200
Malleable cast iron Ferritic
KoBKMi uyryH DeppuTHBI 130 200-280 220-300 240-330
Perlitic
MepanToBbiit 230 100-150 140-220 170-240

ﬁ Without coolant Be3 COX

O With coolant C COX
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Notes
3aMeTKu
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Minimill

®pe3bl cepun Minimill




Minimill
Ope3bl cepum Minimill

B -/ </

Milling Cutters for Milling Cutters for Milling Cutters for
Chamfering 30°, 45°, 60° Chamfering 45° Chamfering-Flaring 10° to 80°
Ope3bl AnA cHATUA dacok 30°, 45°, 60° ®pe3bl 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-o6pasHble dpe3bl MnyH«epHble dpe3bl Milling Cutters
TS26-. 65 | DE27-.. 64 | DPe3sl AnA NoAPesky TOPLOB,
¢dpe3bl-pasBepTku
SF28-... 65
66 / 67 / 68 /
180° Spot-Facing End Mills 180° Back Facing Milling Cutters Adjustement Boring Bars
3eHkepbl 180° ObpaTHble 3eHKkepbl 180° Perynupyemble onpaBKm
SF29-... 66 | SF30-.. 67 | AB31-.,AB32-.. 68

~/

Chamfering Milling Cutters
Ope3bl 41A CHATKA Gacok

CH33-... 69
CH34-... 69
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KONRAD Milling Cutters for Chamfering 30°, 45°, 60°
TOOLS ®pesbl AnA cHATUA dacok 30°, 45°, 60°

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

D2
D1

)

d hé
Q

Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

Ordering Code i

oA D1 L dhe | Yo £ /o\ [ i [ —
=

45°

CH19-016.01.45.11.2-0.1 1,2 16 70 20 12 45° 1 0,060 TCMT 1102 ... VT25 BTO8

CH19-021.02.45.11.2-0.1 6,2 21 90 35 20 45° 2 0,180

CH19-0325.02.45.16.2-0.1 104 32,5 100 42 25 45° 2 0,380 | TCMT 1673 ... VT40 BT15

60°

CH20-016.01.60.11.2-0.1 54 16 70 20 12 60° 1 0,060 & TCMT 1102 ... V125 BTO8

CH20-026.02.60.11.2-0.1 15,8 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 1673 ... VT40 BT15

Milling Cutters for Chamfering 45°
®Ope3bl AnA CHATKA GacoK 45°

CH23-... Dzb“SE@P ffffffff

H

o ol g ] T Jens
45°

Ordering Code

Ko,

A Fig. | D1 | D2 | L dhe | z (0] i g —
4 10 80 28 12

Dimensions [mm] Pa3meps! [MM]

CH23-004.01.45.06.2-0.1 1 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 Moaenn

CH23-012L.01.45.09.2-0.1 1 12 23,7 200 37 20 1 0,420 SCMT Q9T3 ... 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 O With coolant C COX
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Milling Cutters for Chamfering-Flaring 10° to 80°
Ope3bl ana cHATUA pacok ¢ 10° go 80°

CH25-...

Fig. 1
With poket TCMT 16T3 ...

Fig. 2
With pocket SCMT 1204 ...

Q\

C kaccetont TCMT 1673 ... / C kacceTton SCMT 1204 ... < .-
/N a
N\ / \
80° " 80° "
P \
,\l// \ e \
Y. A - |
g | Vit
2 S IR -— 10|
****** T T
0,77/}7
Ty

Dimensions [mm] Pa3vepsb! [MM]

Ordering Code Fig. 1 Fig. 2 E’o
Koa y P
K=y
| omin | omac | own | ome | & |
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 75 30 2,7 0,330
20° 6 33 10 32 3,6
30° 7 34 13 32,5 43
40° 10 33 16,5 33,5 4,5
45° 11 33 17,5 335 4,6
50° 13 32 19 335 4,6
60° 16 31 22 335 43
70° 19 29 24,5 335 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 3anvactu

A Pocket Insert HDE Insert screw g Pocket screw . Key
Moaknagka MnactnHa 3a)KMMHON BUHT KpenexHbln BUHT == Koy

T1I6NEW TCMT16T3 ... VT40 M6-16 BT15

Spare Parts 3anyactm

) )
[‘- Pocket Insert Insert screw .= Pocket screw Key
Moaknagka @ MnactnHa m 3aXKMMHOM BUHT KpenemHbii BUHT Knioy
S12NEW SCMT1204 ... VT40S M6-16 BT20
ﬁ Without coolant Be3 COX O With coolant C COX
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KONRAD
TOOLS

T526-...

Ordering Code
Koa

T526-021.02.90.06.2-0
T526-025.04.90.06.2-0
T526-032.04.90.09.2-0
T526-040.04.90.09.2-0
T526-050.04.90.12.2-0

ae/D

ae/D

Dimensions [mm] Pa3veps! [MM]

HI
21 11 76 26 9 16

T Slot Milling Cutter
T-0bpasHble Gppe3bl

H1

D1

NOTE

D2

d hé

25 13 82 31 11 16
32 17 88 38 14 20
40 21 108 50 17 25
50 27 120 56 22 32
TL 71\ T I
| —
I;'llli;@ s
)
0,5 0,2 0,1 0,05 0,02
100% 50% 20% 10% 5% 2%
1 1 15 2,1 3 48
0,5-1 0,2 01 0,05
50-100% 20% 10% 5%
Ve (min) vc (max)
R M F

a
—

ﬁ Without coolant Be3 COX

O With coolant C COX

N N NN~

A DD DN

For “T” slot cutters according to
DIN 650-UNI4788-1SO 299 norms
[nAa T-06pasHbix dpe3 cornacHo

B —

Hopme DIN 650-UNI4788-1S0 299 @

=)

X

5 [©] m
2

0,100 SPMT 060304 V125
0,100
0,200 = SPMT 097308 VT35S
0,400
0,670  SPMT 120408 VT50

Cutting speed [m/min] CkopocTb pe3anuna [M/MuH]

BTO8

BT15

BT20

Spare Parts 3anuactu

Number of revolutions [rev/min] KonnuectBo o6opoToB [06/MuH]

f;  Tooth feed [mm] lMogava [Mm]

fn  Feed/revolution [mm] Mopava/obopoTsl [MM]

vi  Feed speed [mm/min] CkopocTb nogaum [Mm/MuH]
Kae Correction factor KoppeKkTupyowmii daxktop

F  Finishing, light machining Yvcrosas obpaboTka
M Medium machining, generic CpeaHas obpaboTka
R Roughing, heavy machining YepHosas o6paboTka
Z  Number of flutes Konvuectso BuHTOB

K Factor of feed lNopaua

ae Radial cutting depth my6uHa pesanua

www.konradtools.com
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DE27-...

Ordering Code

Koa

DE27-020.03.90.10.2-1

DE27-025.03.90.10.2-1
DE27-032.03.90.16.2-1

Long models YanvHeHHble Mogenn

DE27-020L.03.90.10.2-1
DE27-025L.03.90.10.2-1

Long models YanvHeHHble Mogenu

DE27-020XL.03.90.10.2-1
DE27-025XL.03.90.10.2-1
DE27-032XL.03.90.16.2-1

ﬁ Without coolant Be3 COX
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25
32

20
25

20
25
32

1

Drilling Endmill
[nyH»epHble Gpesbl

D1

H1

U

o | 4
ey
o

Dimensions [mm] Pa3veps! [MM]

25
32

20
25

20
25
32

110
130

150
150

180
200
220

O With coolant C COX

50
50

30
50

30
50
50

I
20 20 90 35 17

19
30

17
19

17
19
30

15

Weight [kg]

0,200
0,360
0,720

0,320
0,500

0,390
0,680
1,250

O

Spare Parts 3anuactu

(o]

APKT 1003 ...

APKT 1604 ...

APKT 1003 ...

APKT 1003 ...

APKT 1604 ...

o O

V125 BTO8
VT40 BT15
VT25 BTO8
VT25 BTO8
VT40 BT15



KONRAD Spot Facing and Boring Milling Cutters
TOOLS Dpesbl 418 NOAPE3KM TOPLIOB, Gpe3bl-pasBepTHn

SF28-...

dhé

A\
L O
Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

[o] o O

L1

Ordering Code
Koa

-
5
Weight [kg]

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 09T304 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 56 20 8 1 0,300
SF28-027.01.90.09.2-0.1 27 120 56 20 8 1 0,310
SF28-028.01.90.09.2-0.1 28 120 56 20 10 1 0,320
SF28-029.01.90.09.2-0.1 29 120 56 20 10 1 0,320
SF28-030.01.90.09.2-0.1 30 120 56 20 10 1 0,340
SF28-031.01.90.09.2-0.1 31 120 56 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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180° Spot-Facing End Mills
3eHkepbl 180°

SF29-...

L O
Spare Parts 3anuactu

[o] o O

Ordering Code
Koa

Weight [kg]

SF29-015.02.180.06.2-0.1 15 92 30 12 5 2 0,070 | CCMT 060204 V125 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 09T304 VT40 BT15
SF29-026.02.180.09.2-0.1 26 125 55 20 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 Be3 COX O With coolant C COX
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KONRAD

TOOLS

SF30-...

Ordering Code
Koa

SF30-020.01.90.06.2-0.1
SF30-024.01.90.06.2-0.1
SF30-026.01.90.06.2-0.1
SF30-030.01.90.06.2-0.1
SF30-033.01.90.09.2-0.1
SF30-036.01.90.09.2-0.1
SF30-040.01.90.09.2-0.1
SF30-043.01.90.09.2-0.1
SF30-048.01.90.09.2-0.1
SF30-053.01.90.12.2-0.1
SF30-057.01.90.12.2-0.1
SF30-066.01.90.12.2-0.1
SF30-076.01.90.12.2-0.1

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

SF30-018NC.01.90.062-0.1 ¥

18 105 112
20 13 117
24 15 122
26 17 132
30 19 142
33 21 152
36 23 173
40 25 183
43 30 183
48 33 223
53 36 210
57 39 220
66 45 245
76 52 265

ﬁ Without coolant Be3 COX

O With coolant C COX

62
67
72
82

92

102
113
123
123
163
140
150
165
185

52
57
67
77

180° Back Facing Milling Cutters
ObpaTHble 3eHKepbl 180°

L1

dmin

:
47 40

45
50
60
65
75
85
95
95
135
110
120
135
155

dh6

20
20
20
20
20
20
32
32
32
32
40
40
50
50

dhé
D1

€]

L3

[

Dimensions [mm] Pa3mepb [MM]

D1

25
25
25
25
25
25
40
40
40
40

; O
Spare Parts 3anuactu

(=]
X
£ [o] =
g
0,170 CCMT 060204 VT25 BTO8
3,75 0,180
475 0,190
5 0,210
6 0,250
6,5 0,270 CCMT 09T304 VT40 BT15
7 0,630
8 0,670
7 0,860
8 1,120
9 1,420 CCMT 120404 VT50 BT20
95 1620
11 2,620
12,5 3,250
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Adjustement Boring Bars
Perynvmpyemble onpaskm

AB31-.., AB32-...

L1

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

Ordering Code
Ko
A L1

Adjust screw  Insert screw Clampscrew Insert

Weight [kg]

E 3aLMTHBIA BUHT BUHT NAacTHbl 3K MHOM BUHT — MnactuHa

) 1 2 3

el
AB31-020.01.90.11.2-0.1 120 60 0,270 RE 3 VT25 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 0620 RE 5 VT40 BLS5 TCMT 1673 ...
AB31-035.01.90.16.2-0.1 170 70 100 32 35 40 1,050 RE 6 VT40 BL6 TCMT 1673 ...
AB31-040.01.90.16.2-0.1 10 70 | 120 32 40 45 | 1,400 RE 7 VT40 BL7 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 VT25 BLO CCMT 0602 ...
AB32-012.01.90.06.2-0.1 105 70 30 12 12 15 | 0,100 RE 1 VT25 BL1 CCMT 0602 ...
AB32-015.01.90.06.2-0.1 110 60 50 16 15 20 0170 RE 2 VT25 BL 2 CCMT 0602 ...
AB32-020.01.90.06.2-0.1 120 60 60 20 20 25 0,270 RE 3 VT25 BL3 CCMT 0602 ...
AB32-025.01.90.09.2-0.1 140 70 70 25 25 30 0480 RE 4 VT35 BL 4 CCMT 09T3 ...
AB32-030.01.90.09.2-0.1 160 70 90 25 30 35 0,620 RE 5 VT35 BLS5 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 YanvHeHHbIe Modenn
AB31-020L.01.90.11.2-0.1 150 70 80 20 20 25 0370 RE 3 V125 BL3 TCMT 1102 ...
AB31-025L.01.90.16.2-0.1 170 70 | 100 25 25 30 0,580 RE 4 V140 BL 4 TCMT 1673 ...
AB31-030L.01.90.16.2-0.1 190 70 120 25 30 35 0,720 RE 5 VT40 BL5 TCMT 1673 ...
AB31-035L.01.90.16.2-0.1 220 70 150 32 35 40 1,150 RE 6 VT40 BL6 TCMT 1673 ...
ﬁ Without coolant Bes COX O With coolant C COX
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KONRAD Chamfering Milling Cutters

TOOLS ®pesbl 418 CHATUA HACoK
CH33-.. ok
=
=l
| |
71 -
| o
ju
e 0, Yo
D | B | @

Dimensions [mm] Pa3vepsbl [MM] Spare Parts 3andvacTtu

Ordering Code Ei

Koa =
e (o] (O O
=

CH33-056.09.45.10.2-1 17 50 17,8 27,5 9 3 0,470 APKT 1003 ... VT25 BTO8

CH33-045.09.60.10.2-1 17 45 16 50 13 27,5 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 0520

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

CH34-..

Dimensions [mm] Pa3vepsl [MM] Spare Parts 3anvactu

Ordering Code :c‘ﬁ

Koa -
e (o] (O O
2

CH34-0778.06.45.16.2-1 778 27 21,4 215 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 | 0460

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 3% 73 27 50 18 30 50° 23 6 3 | 0820

ﬁ Without coolant Be3 COX O With coolant C COX
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Notes
3aMeTKu
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Ramping
Bpe3aHwe nog yrnom

Face Milling Cutter Topuesas dpe3n

Technical Hints
TexHU4ecKne pekomeHgaumm

Bevel angle W1 max. for plunge milling “ramping”
Yron HaknoHa W1 Makc. 4ns nNayHKepHon 06paboTkm

‘ BF45 ‘ BF90
d 12,7 6,65 9,52
b 14
Ap max 55 8 14

di [mm mMm] W3 max [degree cTeneHb]
40 8,5 1,0 15
50 6,5 08 1,1
63 50 0,6 08
80 3,5 0,5 0,6
100 3,0 0,5

Internal cutting
depth BHyTpeHHss
rnybvHa peskn

0,7 x ap max

End milling cutter KoHuesaAa dppesa

Bevel angle W1 max. for plunge milling “ramping”
Yron HaknoHa W1 Makc. 4ns nnyHKepHon 06paboTkm

W1 max
[degree cTeneHb]
16 8 6,65 3,0
20 8 6,65 2,1
25 8 6,65 15
25 14 9,52 28
32 14 9,52 2,0
40 14 9,52 1,5

Formulas
Qopmybl

Revolutions O6opoThl

n = _ Ve 1000 [rev/min 06/MVH]
n- d1

Feed rate CkopocTb nogaumn

vi = ;- zef - n [Mm/min Mm/MuH]

Chip volume 06beM CTpyHKM

3 ap- Vf

Q = ———F — [cm¥min cm*/MuH]

1000

Cutting speed CkopocTb pesaHua

I"I<I'I'd1 .
Ve = ——————— [m/min M/MuH
c 1000 [m/ 1

Feed per tooth lNogaua Ha 3y6

v
fp=— [mm wmu
Zeff - N

Drive power MollHoCTs NpuBoaa

Pe = + [kW KBT]

Units EauHuubl 3mMeperna

Ve Cutting speed CkopocTb pesaHus m/min M/MUH
n Revolution O60poTsl rev/min 06/MuH
di | Cutter diameter [uametp dpesb mm MM
Feed rate mm/min
Vf | CkopocTb nogasn MM/MUH
Feed per tooth mm/tooth
fz Mogdaya Ha 3y6 MM/3y6
Drive power kW
Pe MouwHocTb nprBoaa KBT
Effective number of teeth
Zefft | 3heKTVBHOE KOMMUECTBO 3y6LeB
Chip volume cm3/min
Q  o6vem CTPYHKM M3 /MUH
a.  Depth of cut My6uHa pesaHna mm MM
ap,  Width of cut LvpuHa pesanua mm MM
Efficiency factor cm3/min/kW
LF KoadpdurumeHT 3pdeKrTnBHOCTM CM3/MUH/KBT
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KONRAD Technical Hints
TOOLS TexHMYecKVe peKoMeHaaLmm

Calculation of Approach Angle @s
PacyeT yria spe3aHva @s

Centerline location ®pe3epoBaHve BOO/b LEHTPAIBHON fINHM

b

Edge millling ®pe3eposaHiie, Koraa NofoBMHa UCTPYMEHTA B KOHTAKTE C MaTepuasniom

@s = sinl (ael;z—]:dl)+90
1

d
2 f—A
b
= ——=_e 1
d
. 2 - (e - @e1)
singz = @

sin@s = sin®1+sin®2
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Attachment
punoxxenHns

Dimensions, units and application formulas
Pazmepbl, eanHMLLI 1 GOPMySbl MPUMEHEHNA

Dimensions and Units Application Formulas
Pasmepb! 1 eAnHULB! M3MepeHust Dopmysibl MpUMeHeHMs

a Width of cut Revolutions per minute Medium chip thickness
P | lnpuHa pesaHma MM Konnyectso 060poTOB B MUHYTY CpeaHan ToNWMHA CTPYHKKK
a Depth of cut mm
¢ | My6uHa pe3aHua MM v - 1000 ae
. n = [rev/imin 06/myiH] hm = fz—— [mm mv]
| Machined length mm n-de de
ObpaboTaHHan AnvHa MM
h Medium chip thickness mm eed rate valid only up to feiicTeyer TonbKo A0 22 < 0,3
™ | CpeaHAA TOMWMHA CTPYMKM MM 0pOCTb MoAa ©
. . respectively 30% or ¢ = 60°
Ve CUttmg Speed m/mm cooTBeTCTBEHHO. 30% nnm ¢ = 60°
CKopoCTb pe3aHuA M/MUH
P P f vi = fz-z-n [mm/min MM/MKH] ) 360 - f; - @ - sin(k)
¢ Feed per tooth mm/tooth otherwise B npoTuBHOM Criyuae hm = T(Ps
? | Mopgaya Ha 3y6 MM/3y6

d External tool diameter mm eed per revolutio Chip removal rate
1| BHewHwuit avameTp MHCTpyMeHTa MM ofdada 3a 060po CKOpOCTb yOaneHus CTRYHKM

Effective diameter with different
inserts and at specified cut depth mm
JdGEKTVBHBIN AnaMeTp C pasHbIMM NAACTUHAMM | MM

1 CrieumdrUeckoit rybmHoi pesku

d Insert diameter mm eed per too Effective diameter of cutting
[OvameTp nnactuHbl MM ogava Ha 3y6 SODEKTVBHBIN AMAMETP pe3aHma
, Number of tool cutting edges
KonnuecTso pexyLumx KpOMOoK [ d
pery ? fz = hm —ae [mm/tooth mMMm/3y6] de = di-d+2ap \[(d-ap) [mm mm]
e

Setting angle
HacTtponka yrna

de f = % [mm/rev mMm/06] Q = —SpBer Ve [cm3/min cM3/MuH]

1000

Approach angle valid only up to gercTsyeT TonbKo A0 _% < 0,3

P | Vron spesanms o

respectively 30 % or ¢ = 60°
cooTBeTcTBeHHO. 30% um ¢ = 60°

Setting angle Feed per tooth
Hactpoika yrna Mogava Ha 3y6
k f;
90° f2
45° 1,414 f,
30° 2f,
hm-n-de- @s

otherwise B npoTusHoM cryyae f; =

360 - ae - sin(k)
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KONRAD Attachment

TOOLS MpunorenHna

Solutions of Problems in Milling
PelueHve npobnem nNpu Gppe3npoBaHmm

Problem [pobnema

Removal and solutions

Cnocobbl peLleHrs

Mnactnyeckas gedbopmauma
HapocT Ha pekyLLen KpoMKe
Mnoxoe Ka4ecTBo NOBEPXHOCTM

Flank wear

M3HocC dnaHua

Crater wear

M3HoC KpaTtepa
Flaking

LWenywerre

Thermal cracks
TepMudecKme TpeLLmHbI
Fatigue cracks
YCTanoCTHLIe TPeLLMHbI
Plastic deformation
Notch wear

M3HOC 3a3y6bpuiHbl
Cutting edge failure
C6oi pe3aHua
Vibrations

Bubpaumm

Poor surface quality

Carbide grade with higher wear
resistance Knacc kapébuaa c bonee [} [ [ [ )
BbICOKOM M3HOCOCTOMKOCTbLIO

Tougher carbide grade
Bonee TBeaApbIi Kapbug

Increase cutting speed
YBenuueHne CKOPOCTU pe3aHna

Reduce cutting speed
CHWXKeHMe CKOpOCTM pe3aHuA

Increase feed per tooth
MoBbiWeHWe nogaym Ha 3yb

Reduce feed per tooth
YMeHblUeHVe nogaym Ha 3yb

Change cutter position
V3MeHeHWe No3uumn pexyLLero [ ] [ ]
WNHCTPYMeHTa

Smaller cutter diameter
MeHbwuin gnameTp dpesbl

Improve rigidity
YnyuweHue ctabunbHOCTH

Use coated grade
Mcrnonb3oBaHme Knacca C MoKpbITMeM

Use coolant
Mcnonb3osanne COX
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Material Comparison Chart
CpaBHuUTeIbHAA TabMua MaTepranos
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c
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Great Britain
BenvkobpuTtaHma

Germany
[epmanuA

France
OpaHumA

Italy
NTtanma

Attachment
punoxxenHns

Russia
Poccna

Constructional steels CtpouTenbHas 1 KOHCTPYKLMOHHAA CTasb

1.0401 15 080M15 - cc12 C15C16 1015 15
10402 (22 050A20 2C cc20 c20C21 1020 20
1.0501 35 060A35 - cc3s €35 1035 35
1.0503 45 080M46 - cc4s 45 1045 45
1.0535 55 070M55 - - 55 1055 55
1.0601 60 080A62 43D ccss C60 1060 60
10715  95Mn28 230M07 - 5250 CF9SMn28 1213
10718 | 9SMnPb28 - - 5250Pb CF9SMnPb28 12L13
1.0722 10SPb20 - - 10PbF2 CF10SPb20 - Al2
10726 | 35520 212M36 aM 35MF4 - 1140 A30
10736  95Mn36 240M07 1B 5300 CF95Mn36 1215
10737  9SMnPb36 - - S300Pb CF9SMnPb36 12L14
10904 | 55Si7 250A53 45 5557 55Si8 9255 55C2
1.0961 60SiCr7 - - 605C7 60SiCr8 9262 60C2
1.1141 k15 080M15 32C XC12 c16 1015
11157  40Mn4 150M36 15 35M5 - 1039 401
1.1158  Ck25 - - - - 1025 25
11167  36Mn5 - - 40M5 - 1335 35N
11170  28Mn6 150M28 14A 20M5 C28Mn 1330 3512
1.1183 Cf35 060A35 - XC38TS 36 1035
1.1191 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 | cklol 060A96 - - - 1095
13401  X120Mnl2 Z120M12 - Z120M12 XG120Mn12 -
13505 100Cr6 534A99 31 100C6 100Cr6 52100 LIX15
1.5415 15Mo3 1501-240 - 15D3 16Mo3KW ASTM A204GrA  15HM
1.5423 16Mo5 1503-245-420 - - 16Mo5 4520
1.5622 14Ni6 - - 16N6 14Ni6 ASTM A350LF5 | 15THN
15662 | X8Ni9 1501-509; 510 - - X10Ni9 ASTM A353
1.5680 12Nil9 - - Z18N5 - 2515 15TH4M
15710  36NiCr6 640A35 111A 35NC6 - 3135 35XH2MN
15732 14NiCr10 - - 14NC11 16NiCr11 3415 12XH3A
15752 14NiCr14 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
1.6587 17CrNiMo6 820A16 - 18NCD6 - - 18X2H4BA
16657 14NiCrMo134 832M13 36C - 15NiCrMol3 - 18X2H4AMA
1.7015 15Cr3 523M15 - 12C3 - 5015 15X
1.7033 34Cr4 530A32 188 3204 34Cr4(KB) 5132 35X
17035 | 41Cr4 530M40 18 42C4 41Cr4 5140 40X
17045 | 42Cr4 - - - - 5140
17131 16MnCr5 (527M20) - 16MC5 16MnCr5 5115 18Xr
17176  55Cr3 527A60 48 55C3 - 5155 50XTA
17218  25CrMo4 1717CDS110 - 25CD4 25CrMo4(KB) 4130 20XM
17220  34CrMo4 708A37 198 35CD4 35CrMo4 4137;4135 35XM
17223  41CrMo4 708M40 19A 42CDA4TS 41CrMo4 4140;4142 38XMA
17225  42CrMo4 708M40 19A 42CD4 42CrMo4 4140 40XH2MA
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Material Comparison Chart
CpaBHuUTeIbHAA TabMua MaTepranos
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Great Britain

BenvkobpuTtaHma

Constructional steels CtpouTenbHas 1 KOHCTPYKLMOHHAA CTasb

France
OpaHumA

Italy
NTtanma

Attachment
[NpunosxeHrA

Russia
Poccna

17262 15CrMo5 - - 12CD4 - - 15XM
1.7335 13CrMo4 4 1501-620Gr27 - 15CD3.5 14CrMo4 5 ASTM A182 12XM
15CD4.5 F11;F12
17361 32CrMo12 722M24 40B 30CD12 32CrMol2 - 30X3BA
1.7380 10CrMo9 10 1501-622 - 12CD9,10 12CrMo9,10 ASTM A182 12X2MOA
Gr31;45 - - F.22
17715 14MoVe6 3 1503-660-440 - - - - 12X1MO
1.8159 50Crv4 735A50 47 50Cv4 50Crv4 6150 50XDA
1.8509 41CrAlMo7 905M39 41B 40CAD6,12 41CrAlMo7 - 38XMIOA
1.8523 39CrMoV13 9 897M39 40C - 36CrMoV12 - 40X5MO
Tool steels WHcTpyMeHTabHasA cTanb
1.1545 Cl05wW1 - - Y1105 C98KU W.110
C100KU
1.1663 C125W - - Y2 120 C120KU W.112
1.2067 100Cr6 BL3 - Y100C6 - L3 9X2
1.2080 X210Cr12 BD3 - 7200C12 X210Cr13KU D3 X12
X250Cr12KU
12344 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 45WCrv7 BS1 - - 45WCrvV8KU S1 5XB2C
1.2581 X30WCrVv9 3 BH21 - Z30WCV9 X28W09KU H21 3X2B8®
X30WCrv9 3KU X30WCrVv9 3KU
1.2601 X165CrMoV12 - - - X165CrMoW12KU - X12MO
12713 55NiCrMoV6 - - 55NCDV7 - L6 5XHM
1.2833 100vV1 BW2 - Y1 105V - W210
High speed steels BricTpopekylias crans
1.3243 S 6-5-2-5 - - Z85WDKCV HS 6-5-2-5 - PEM5K5
06-05-04-02
13255 S 18-1-2-5 BT4 - Z80WKCV X78WCo01805KU T4 P18K50
- 18-05-04-01
13343 S 6-5-2 BM2 - Z85WDCV X82WMo0605KU M2 P6M5
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 T1 P18
18-04-01
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Italy USA Russia
NTtanma CLLUA Poccna

Material Comparison Chart
CpaBHuUTeIbHAA TabMua MaTepranos

France
OpaHumA

Great Britain
BenvkobpuTtaHma

Germany
[epmanuA
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Stainless and heat resisting steels HepaseloLe 1 *KapornpoyHble cTanm

1.4000
1.4001
1.4006
1.4016
1.4027
14034

1.4057
14104
14113
14313
1.4408
14718
14724
14742
1.4747
14762
14301

1.4305
1.4306

14308
14310
14311
1.4401
1.4429
1.4435
1.4438
1.4460
14541
1.4550
14571
14581

1.4583

1.4828
1.4845
1.4864
1.4865
14871

1.4878

X6Cr13
X7Crl4
X10Crl3
X6Cr17
G-X200Cr14
X46Cr13

X20CrNil72
X12CrMoS17
X6CrMol171
X5CrNil34
G-X6CrNiMo1810
X45CrSi93
X10CrAl13
X10CrAl18
X80CrNiSi20
X10CrAl24
X5CrNi1810

X10CrNiS189
X2CrNil1911

G-X6CrNil8 9
X12CrNil77
X2CrNiN1810
X5CrNiMo17122
X2CrNiMoN17133
X2CrNiMo18143
X2CrNiMo17133
X8CrNiMo275
X6CrNiTi1l810
X6CrNiNb1810
X6CrNiMoTi17122
G-X5CrNi
MoNb1810
X10CrNi
MoNb1812
X15CrNiSi2012
X12CrNi25 21
X12NiCrSi3616
G-X40NiCrSi3818
X53CrMnNiN219

X12CrNiTil89

403517

410521
430515
420029
420545

431529
434517
425C11
316C16
401545
403517
430515
443505

304515

303521
304512
304C12
304C15
304526
316516
316512
317512
2337

347517
320517
318C17

309524
310524
330C11
349554
321512
321520

56A
60

56B
56D

58E

58M

312512
58F
58]

76C13

710C14
78C17
Z20C13M
Z40CM
Z38C13M
Z15CNi6.02
Z10CF17
Z8CD17.01
Z4CND13.4M
745Cs9
Z10C13
Z10CAS18
Z80CSN20.02
Z10CAS24
Z6CN18.09

Z10CNF 18.09
Z2CN 18.10
Z3CN 19.10
Z6CN18.10M
Z12CN17.07
Z2CN18.10
Z6CND17.11
Z2CND17.13
Z2CND17.13
Z2CND1915
Z6CNT18.10
Z6CNNb18.10
Z6NDT17.12
Z4CNDNb

18 12M
Z6CNDNb

17 13B
Z15CNS20.12
Z12CN2520
Z12NCS35.16

Z52CMN21.09

Z6CNT18.12B

X6Crl3

X12Crl3
X8Crl7

X40Cr14

X16CrNil6
X10CrS17
X8CrMol17

X45CrSi8
X10CrAl112
X8Crl7
X8CrSiNi20
X16Cr26
X5CrNi1810

X10CrNiS18.09
X2CrNil8.11

X12CrNil707

X5CrNiMo1712

X2CrNiMo1713
X2CrNiMo1816
X6CrNiTi1811
X6CrNiNb1811
X6CrNiMoTi1712
XG8CrNiMo1811

X6CrNiMoNb1713

X6CrNi2520

XG50NiCr3919
X53CrMnNiN219

X6CrNiTil811

403

410
430

431
430F
434

HW3
405
430
HNV6E
446
304

303
304L

301
304LN
316
316LN
316L
317L
329
321
347
316Ti

318

309

310S

330

EV8

321

12X17

40X13

10X13Cl0

08X18H10

03X18H11

07X16H6

03X17H14M3

08X18H12b6

10X23H18
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Material Comparison Chart
CpaBHuUTeIbHAA TabMua MaTepranos

Germany Great Britain France Italy USA Russia
[epmanuA BenvkobpuTtaHma OpaHumA NTtanma CLLUA Poccna

Unalloyed grey cast iron Cepbiii YyryH (HenerMpoBaHHbIn)
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ASTM A48-76
GG 10 Ft 10D Cylo0
GG 15 Grade 150 Ft 15D No 20B Cyl5
GG 20 Grade 220 Ft 20D No 25 B Cy20
GG 25 Grade 260 Ft25D No 30 B Cy25
No 35 B
GG 30 Grade 300 R30D No 40 B Cy30
GG 35 Grade 350 Ft35D No 45 B Cu35
GG 40 Grade 400 Ft 40 D No 50 B Cu40
No 55 B
Alloyed grey cast iron Cepbli1 YyryH (erMpoBaHHbIi)
DIN4694 3468; 1974 ASTM
GGL- A32-301 A436-72
NiCr 20 2 L-NiCr 20 2 L-NC202 Type 2
Unalloyed nodular cast YyryH c wapoBuaHsIM 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 353 -
GGG 50 SNG 500/7 FGS 500-7 80-55-06 B450-2
GGG 60 SNG 600/3 FGS 600-3 - B460-2
GGG 70 SNG 700/2 FGS 700-2 100-70-03 Bu70-2
Alloyed cast steels Jlutaa nermpoBaHHas ctanb
DIN 1694
GGG NiMn 13 7 L-NiMn 13 7 L-NM 13 7
GGG NiCr 20 2 L-NiMn 20 2 L-NC20 2 Type 2
Malleable cast iron Koskuii uyryH
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
CpaBHuUTeIbHAA TabMua MaTepranos

European
Great Britain Standard
Benmkobputanua | EBponencKumii

CTaHgapT

Nonferrous heavy metal alloys L|BeTHble crinasbl TAMKENLIX MATEPUASIOB

Russia
Poccua

Germany
[epmanuA

France Italy
OpaHuma Vtanua
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2.0321 CuZn37(Ms63) C27400 CuZn37 P-Cuzn37 Cz 108 CW508L
2.0402 CuZn40Pb2 (Ms58)  C37700 CuZn39Pb2 P-CuZn3940Pb2  (CZ 122 CW617N
2.0872 CuNilOfelMn C70600 CuNilOFelMn  Pt-CuNilOFelMn (CZ 135 CW352H
2.0920 CuAl8 P-CuAl8

2.0932 CuAl8Fe3 C61400 CuAl7Fe2 P-CuAlI8Fe3 CA106 CW303G
2.0966 CUAL1ONi5Fe4 C63000 CuAL1ONi5Fe4 CA104 CW307G
2.0975 CuAl10Ni 95800 CuAl10Fe5Ni5  CuAlllFe4Ni4 AB2

2.1020 CuSné C51900 CuSn6P CuSn7 PB103 CW452K
2.1498 CuspP CuS(P0,01)

2.3205 PbSb5

2.3290 PbSb9

Light metal alloys Jlerkue mMetanss

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
3.4365 AlZnMgCul,5 AA 7075 7075 7075 7075 AW-7075
3.5312 MgAI3Zn AZ31B G-A3Z1 MAG-E-111 MG-P-62
35161 MgZn6Zr ZK60A MAG-E-161

35194 MgAl9Zn1 AZ91 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-2Sn 4971 Ti P64

European
Great Britain Standard
Benmkobputanma | EBponernckui

cTaHaapT

Russia
Poccua

Germany
[epManma

France Italy
Tradename OpaHuma Ntanua

HanmeHoBaHme
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Material group

AFNOR

‘ AISI/SAE

High temperature materials BbicOKOTEPMOCTOVKME MaTEpUarib

HS-27 NiCo32Cr26Mo KC20WN

Hastelloy-C NiMo16Cr15W | B366 NC17DWY N01276 DIN 2.4819
Inconel 718 NiCr19NbMo 5662 NO7718 HR8 DIN 2.4668
Lescalloy NiCr16FeTi

Nimonic90 NiCr20Co18Ti NO7090 DIN 2.4632
Unitemp NiCr16Co8WAILTi

Vakumell NiCr20TiAl

Vakumelt NiColOCr9WAILTi

Alloy 625 NiCr22MoSN 5599 NO6625 NA21 DIN 2.4856
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