MHPMT

ENDMILLS

OPTIMUM

The most versatile program for multiple materials and applications

For material application < 45 HRC



XHPMT

Index - Optimum, For < 45 HRC

Ei® Suitable for Material Groups 1 ) Adapté pour les matériaux @ ERF#E ' v BN
8 Geeignet fir die Materialgruppen @ B Adatto pee il materiale B s
S T
= OPTIMUM DP G610
R, — OPTIMUM DP, Recess 4 40° G610 a 165
K38 N g ) m— OPTIMUM R-LIKE DP 4 40° G6to G 166
KE2 NN ae— OPTIMUM R-LIKE DP, Recess 4 40° G610 G 166
KE7 R fe— OPTIMUM R-LIKE DP, Weldon 4 40° G610 G 166
KE3 e — ) m— OPTIMUM R-LIKE DP, Weldon, Recess 4 40° G6to G 166
010 N, fe— OPTIMUM DP Torus 4 40° G610 G 169
0ot I —— OPTIMUM DP Torus, Recess 4 40° G6to G 169

G - General P - Performance



FEATURES & BENEFITS

Optimum

Top View

1 Differential Pitch (DP) 3 Ideal Cutting Edge

i Provide edge protection to

DP Provides excellent surface finishing
% while eliminating chatter prolong tool life

2 Superior Coating 4 Suitable for Material Groups

A )

Reduce tool wear to achieve cost-effective
machining
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1. Ungleiche Teilung (DP)
Per una lavorazione senza vibrazione e finiture
superficiali eccellenti

2. Ausgezeichnete Beschichtung
Reduziert den Werkzeugverschlei3 und das bedeutet
eine kostenguinstige Bearbeitung

3. Perfekte Schneide
Bietet Schneidkantenschutz,um die Lebensdauer des
Werkzeugs zu verlangern

4. Geeignet fUr Materialgruppen P, M, K, N, S

1. Design del passo differenziale (DP)
Design del passo differenziale (DP) Riduce le vibrazioni,
massimizza la produttivita e la durata dell’'utensile.

2. Rivestimento superiore
Riduce l'usura dello strumento per raggiungere
una lavorazione efficace in termini di costi

3. Angolo di taglio ideale
Offre una protezione degli angoli per prolungare la
durata dello strumento

4. Adatto per Materiale P, M, K, N, S

XHPMT

1. REHDERE (DP)
BRI TERREN LT, ER BN THRENRE,

2. REBRE
R TIEEE, RIS AN T,

3. IEAARYEIEIT)
REFIDSRIFERKTIAS S,

4. ERTFMEPIMKINGS

1. Conception a pas différentiel (DP)
Pour un usinage sans vibrations et un trés bon etat de
surface

2. Revétement supérieur
Réduit Pusure de l'outil pour parvenir a un
usinage économique
3. Aréte tranchante idéale
Protege les arétes pour prolonger la durée de vie de
Poutil

4. Adapté aux matériaux P, M, K, N, S
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918 @ /981 =2 XHPMT

OPTIMUM DP ENDMILLS / WITH RECESS, 4 FLUTES
] \HM Optimum DP Friser, 4 Zihne @ m DP) (DIN 6535 W

I l Frese Optimum, con passo differenziale, 4 taglienti L G6110

MG ( A=40° AICTN
fl B Fraises Optimum DP a pas décalés, 4 dents
BFERES Optimum DP &% 47)FKET]
Recess
018 P .
e /

b ‘ w ‘ @ / 4

—= - j M1 ‘

il | \ \ 12
L ‘ L
\ ~ |
Order Number Order Number
ERERENENET o [ ]z ] am

918 0100 050 03 ] s 50 3 . 981 0100 050 03 ; s 50 3

918 0100 050 04 50 4 . 981 0100 050 04 50 4

918 0160 050 03 15 5 50 3 . 981 0160 050 03 5 5 50 3

918 0160 050 04 i - 50 4 . 981 0160 050 04 - i 50 4

918 0200 050 03 ) 50 3 . 981 0200 050 03 ) 50 3

918 0200 050 04 o5 50 4 . 981 0200 050 04 5 50 4

918 0250 050 03 25 50 3 . 981 0250 050 03 25 50 3

918 0250 050 04 ; 50 4 . 981 0250 050 04 ; 50 4

918 0300 050 03 50 3 . 981 0300 050 03 14 50 3 B

918 0300 050 04 3 9 50 4 . 981 0300 050 04 3 9 14 50 4 0

918 0300 050 06 50 6 . 981 0300 050 06 14 50 6 .

918 0400 4 12 50 4 . 981 0400 . 4 12 20 50 4 .

918 0400 050 06 50 6 . 981 0400 050 06 50 6

918 0500 5 5 50 5 . 981 0500 . 5 5 22 50 5 .

918 0500 050 06 15 50 6 . 981 0500 050 06 15 50 6

918 0600 050 16 o 16 50 6 . 981 0600 050 16 o 16 50 6

918 0600 060 20 60 6 . 981 0600 060 . 20 24 60 6 .

918 0800 22 8 22 64 8 . 981 0800 22 . 8 22 28 64 8 .

918 1000 070 27 o 27 70 10 . 9811000 070 27 o 27 70 10

918 1000 075 2 75 10 . 9811000 075 2 30 75 10 .

918 1200 075 32 12 32 75 12 . 981 1200 075 32 12 32 75 12

918 1200 075 24 24 75 12 0 981120007524 - 24 30 75 12 .

918 1400 14 2 20 14 . 9811400 14 - 42 90 14 B

918 1600 16 20 16 . 981 1600 . 16 42 20 16 .

918 1800 18 a8 100 18 . 9811800 . 18 " 50 100 18 B

918 2000 20 100 20 . 981 2000 : 20 50 100 20 .
- DIN 6535

30~60  -0/-20
60~300 -0/-25

Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #4832 Cutting Parameter

N N N NG NGRN | o |[Poz  [Pos| wor oz (NG 02N [SGSN wot [ woo NN NESEN
o o o o o o o o o o o o o
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K38 & / K52 / K47 / K53 XHPMT

OPTIMUM DP R-LIKE ENDMILLS / WITH RECESS, 4 FLUTES
= vum Optimum DP R-Like Fraser, 4 Zahne m @ DP W

I l Frese Optimum, con passo differenziale, raggio di protezione, 4 taglienti G6110 E
MG R-Like | \=40° } AICIN -
fl B Fraises Optimum DP R-Like a pas décalés, 4 dents s
m
B =4ERSSE Optimum DP R3I #u\RAATIFERHT]
Recess
K38 mm
o RSl |B
D ‘ d2 2=
- —~ R-Like — H ‘ =5
R-Like | H | ‘ 12
L
! - ! )
W
o
Order Number Order Number
=1
K47 0100 050 03 1 3 50 3 0.02 o K52 0100 050 03 1 3 50 3 0.02 o)
K47 0150 050 03 15 45 50 3 005 © K52 0150 050 03 15 45 50 3 0.05 2,
K47 0200 050 03 2 65 50 3 0.05 © K52 0200 050 03 2 65 50 3 0.05 o
K47 0250 050 03 25 50 3 0.05 © K52 0250 050 03 25 i 50 3 0.05
K47 0300 050 03 3 9 50 3 01 4 K52 0300 050 03 3 9 15 50 3 (o] ®©
K47 0300 050 06 50 6 (o] © K52 0300 050 06 15 50 6 [oX] ° %
K47 0400 4 12 50 4 (o] ® K52 0400 4 12 20 50 4 01 ® =
K47 0400 057 06 11 il 57 6 [o)] © K52 0400 057 06 11 Ll 20 57 6 01 o <
K47 0500 5 15 50 5 01 © K52 0500 5 15 20 50 5 01 ® E
K47 0500 057 06 13 13 57 6 (o) ° K52 0500 057 06 13 13 20 57 6 01 o
K47 0600 057 13 6 57 6 (0] © K52 0600 057 13 6 20 57 6 01 ®
K47 0600 060 20 60 6 [oX} . K52 0600 060 20 25 60 6 01 ° %)
K47 0800 8 64 8 0.2 ® K62 0800 8 26 64 8 0.2 o m
K47 1000 072 10 22 72 10 0.2 © K52 1000 072 10 22 32 72 10 0.2 ° g
K47 1000 070 27 27 70 10 0.2 = K52 1000 070 27 27 32 70 10 0.2 °
K47 1200 083 26 12 26 83 12 0.2 © K52 1200 083 26 12 26 37 83 12 0.2 °
K47 1400 083 26 14 83 14 02 © K52 1400 083 26 14 37 83 14 0.2 ® m
K47 1600 092 16 32 92 16 0.2 ° K52 1600 092 16 32 42 92 16 0.2 ° D
K47 1800 092 32 18 92 18 0.2 © K52 1800 092 32 18 42 92 18 0.2 ® >°<1
K47 2000 104 20 38 104 20 0.2 ° K52 2000 104 20 38 50 104 20 0.2 °
. . =z
Dimension (mm) Dimension (mm) =1
Order Number Order Number §
EENEEIEEE ;
K38 0100 050 03 1 3 50 3 002 K53 0100 050 03 1 3 50 3 002
K38 0150 050 03 15 45 50 3 005 K53 0150 050 03 15 45 50 3 0.05
K38 0200 050 03 2 65 50 3 005 K53 0200 050 03 2 65 50 3 0.05 %
K38 0250 050 03 25 : 50 3 005 K53 0250 050 03 25 : 50 3 0.05 o
K38 0300 050 03 3 o 50 3 [0} K53 0300 050 03 3 9 15 50 3 01 (=]
K38 0300 050 06 50 6 od o K53 0300 050 06 15 50 6 01 o
K38 0400 4 12 50 4 [0X] K53 0400 4 12 20 50 4 01
K38 0400 057 06 11 kil 57 6 od . K53 0400 057 06 11 il 20 57 6 01 . %
K38 0500 5 15 50 (5} [0X] K53 0500 5 15 20 50 5 01 8
K38 0500 057 06 13 13 57 6 [0}] . K53 0500 057 06 13 13 20 57 6 01 . P
K38 0600 057 13 6 57 6 [o}] . K53 0600 057 13 6 20 57 6 01 °
K38 0600 060 20 60 6 [o}] . K53 0600 060 20 25 60 6 01 .
K38 0800 8 64 8 0.2 . K53 0800 8 26 64 8 0.2 . ]
K381000 072 10 22 72 10 0.2 . K53 1000 072 10 22 32 72 10 0.2 . ﬂ 5
K38 1000 070 27 27 70 10 0.2 . K53 1000 070 27 27 32 70 10 02 o o°
K38 1200 083 26 12 26 83 12 0.2 . K53 1200 083 26 12 26 37 83 12 0.2 . !
K38 1400 083 26 14 83 14 0.2 . K53 1400 083 26 14 37 83 14 0.2 °
K38 1600 092 16 32 92 16 0.2 . K53 1600 092 16 32 42 92 16 0.2 . »
K38 1800 092 32 18 92 18 0.2 . K53 1800 092 32 18 42 92 18 0.2 ° m
K38 2000 104 20 38 104 20 0.2 o K53 2000 104 20 38 50 104 20 0.2 . %
a‘
R - Like is an enhanced edge protection. a
L2
=<
o
m
-
25
F2
o
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #4533 Cutting Parameter

NN N NN NG RN o [Poz  [Pos| wor oz (NG NSGEN SGSN | wot [woo NN NESEN
o o o o o o o o o o (] o o
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FEATURES & BENEFITS

Optimum Torus

Top View

1 Differential Pitch (DP) 3 Cutting Edge Preparation

- Enhances tool life

- Less material adhere on the cutting edge for
stable machining

- Improves wear resistance and reduces excessive
friction

DP Provides excellent surface finishing
% while eliminating chatter

2 Improved Corner Radius
Design

Before After

Enhance durability on the radius area

4 Suitable for Material Groups
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1. Ungleiche Teilung (DP)
Per una lavorazione senza vibrazione e finiture
superficiali eccellenti

2. Verbessertes Eckradius-Design
Verbessern Sie die Haltbarkeit im Radiusbereich

3. Schneidkantenbehandlung
Verbessert die Werkzeuglebensdauer
Weniger Materialanhaftungen an der Schneide Fur
stabile Bearbeitung

4.  Geeignet fur Materialgruppen P, M, K, N, S

1. Design del passo differenziale (DP)
Design del passo differenziale (DP) Riduce le
vibrazioni, massimizza la produttivita e la durata
dell’utensile.

2. Design del raggio d’angolo migliorato
Migliora la durata nell’area del raggio

3. Preparazione dell’angolo di taglio
Migliora la durata dello strumento
Meno materiale che aderisce sul’angolo di taglio per
una lavorazione stabile
Migliora la resistenza allusura e riduce lattrito
eccessivo

4. Adatto per Materiale P, M, K, N, S

XHPMT

FE5 &5t (DP)
BRI TEEREN LT, ER B THRENRE,

BOHEIR A RIRIT
IR RGN A .
TIHITRERSTIA G
’ETIAFD,

LIBIT) EBIMAIRIE L, TR,
REMEEH RS EER,

EATFME POIMKNGS

Conception a pas différentiel (DP)
Pour un usinage sans vibrations et un trés bon etat de
surface

Conception améliorée du rayon d’angle
Améliorer la durabilité sur la zone du rayon

Préparation des arétes de coupes

Améliore la durée de vie de l'outil

Moins de matériau adhére a l'aréte tranchante pour un
usinage stable

Améliore la résistance a l'usure et réduit les
frottements excessifs

Adapté aux matériaux P, M, K, N, S
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919 /991 =2 XHPMT

OPTIMUM DP TORUS ENDMILLS / WITH RECESS, 4 FLUTES

] VUM Optimum Torusfréser , 4 Zihne 2 Z g ( ) DP) (DIN6535 W
E I l Frese toriche Optimum, con passo differenziale, 4 taglienti w "‘] G6110
S . . . N P MG R:0.010 \_\=40° J s AICTN
E I l Fraises Optimum toriques a pas décalés, 4 dents
BEABHEAS Optimum DP 27 47]ESHT]
Recess
] 919 .
=0a D d2 b
NE R n |
R H 12
o : L |
™
w
n
Order Number Order Number
g I N 5 NE T I =
8 919 0100 050 0300 010 1 3 50 3 (o} ° 9910100 050 0300 010 1 3 50 3 01
E 919 0150 050 0300 020 15 45 50 3 0.2 o 9910150 050 0300 020 15 45 50 3 0.2
z 919 0200 050 0300 020 2 65 50 3 0.2 ° 991 0200 050 0300 020 2 65 50 3 0.2
919 0250 050 0300 030 25 i 50 3 0.3 ° 9910250 050 0300 030 25 i 50 3 03
919 0300 050 0300 030 50 3 03 ° 991 0300 050 0300 030 * 15 50 3 0.3 o
g 919 0300 050 0300 050 3 ° 50 3 05 . 991 0300 050 0300 050 = 3 o 15 50 3 05 o
s 919 0300 057 0600 030 57 6 03 ° 991 0300 057 0600 030 15 57 6 03 °
= 919 0300 057 0600 050 57 6 05 ] 991 0300 057 0600 050 15 57 6 05 o
% 919 0400 050 0400 030 50 4 03 . 991 0400 050 0400 030 = 20 50 4 03 °
919 0400 050 0400 050 4 1 50 4 05 . 991 0400 050 0400 050 = 4 1 20 50 4 05 .
919 0400 057 0600 030 57 6 0.3 ° 991 0400 057 0600 030 20 57 6 03 °
0 919 0400 057 0600 050 57 6 05 ° 991 0400 057 0600 050 20 57 6 05 °
N 919 0500 050 0500 030 50 (5} 0.3 o 991 0500 050 0500 030 = 22 50 (5} 03 °
I'tg 919 0500 050 0500 050 5 15 50 5 05 o 991 0500 050 0500 050 = 5 15 22 50 5 05 °
919 0500 057 0600 030 57 6 03 o 9910500 057 0600 030 22 57 6 03 o
919 0500 057 0600 050 57 6 05 . 991 0500 057 0600 050 22 57 6 05 o
é 919 0600 057 0600 030 57 6 03 ° 991 0600 057 0600 030 22 57 6 03 °
< 919 0600 057 0600 050 6 16 57 6 05 . 991 0600 057 0600 050 6 16 22 57 6 05 .
"‘},J 919 0600 057 0600 100 57 6 1 U 991 0600 057 0600 100 22 57 6 1 °
919 0800 064 0800 030 64 8 0.3 . 991 0800 064 0800 030 = 26 64 8 03 °
919 0800 064 0800 050 8 20 64 8 05 . 991 0800 064 0800 050 = 8 20 26 64 8 05 .
0 919 0800 064 0800 100 64 8 1 . 9910800 064 0800100 = 26 64 8 1 °
: 919 0800 064 0800 200 64 8 2 . 991 0800 064 0800 200 = 26 64 8 2 o
Q 919 1000 070 1000 050 70 10 05 . 9911000 070 1000 050 = 30 70 10 05 °
i: 919 1000 070 1000 100 10 22 70 10 1 . 9911000 0701000100 = 10 22 30 70 10 1 °
z 919 1000 070 1000 200 70 10 2 . 9911000 070 1000 200 = 30 70 10 2 o
919 1200 083 1200 050 83 12 05 ® 9911200 083 1200 050 35 83 12 05 °
919 1200 083 1200 100 12 25 83 12 1 ] 9911200 083 1200 100 12 25 35 83 12 1 o
8 919 1200 083 1200 200 83 12 2 . 9911200 083 1200 200 35 83 12 2 °
g 919 1600 090 1600 050 90 16 05 ° 9911600 090 1600 050 « 42 90 16 05 o
919 1600 090 1600 100 16 a2 90 16 1 ° 9911600 090 1600 100 =« 16 32 42 90 16 1 o
919 1600 090 1600 200 20 16 2 o 9911600 090 1600 200 = 42 90 16 2 °
¢ 919 1600 090 1600 300 90 16 3 ° 9911600 090 1600 300 =« 42 90 16 3 o
8 919 2000 100 2000 050 100 20 05 ° 9912000 100 2000 050 = 50 100 20 05 °
w 919 2000 100 2000 100 20 38 100 20 1 ° 9912000 100 2000100 =« 20 a8 50 100 20 1 o
” 919 2000 100 2000 200 100 20 2 ° 9912000 100 2000 200 = 50 100 20 2 °
919 2000 100 2000 300 100 20 3 ° 9912000 100 2000 300 « 50 100 20 3 °
1
E ,Q * - DIN 6535
26
(=)
o
[0}
w
»
10
<
w
™=
o
z=
23
Q
L
w1
gs
=
Material Group | Material-Gruppe | Groupe Matiere | Gruppo Materiali | #4832 Cutting Parameter
I G G NG GG (e ezl sl wor | woz [ [SG2N [SGEN o [ce G SR o e
o -} o -} o -} o -} o -} o -} o
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Recommended Cutting Data

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

PvEEE (R 6

XHPMT

Optimum Endmills, 4 Flutes - 918, 981, 919, 991, K38, K47, K62, K53 Ap

Slotting

Working Material Wrought Aluminium Cast Aluminium Copper alloy Grey Cast Iron Ductile Cast Iron Titanium alloy

Properties Si< 9% Si2 9% = = = =

Cutting depth, ap 100 xD 100 x D 100 x D 100 x D 0.80xD 040 xD

Cutting Width, ae 100 xD 100 x D 100 x D 100 x D 100 x D
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
1 0.005 0004 0004 0.003 0.003 0.004
2 0.007 0.006 0.006 0.006 0.006 0.009
3 oot 0010 0010 0.009 0.009 0.014
4 0016 0015 0015 0.012 0013 0.019
5 0.021 0.020 0.020 0016 0017 0024
6 0026 0026 0026 0019 0.021 0.030
8 330 0.037 300 0.036 280 0.038 170 0026 110 0028 60 0.040
10 0048 0.047 0.050 0033 0035 0.051
12 0060 0061 0062 0041 0.043 0.063
14 0.068 0.070 0.071 0.047 0.049 0.072
16 0.075 0.078 0.080 0.054 0055 0.080
18 0.083 0080 0.088 0.060 0.061 0088
20 0090 0.086 0.096 0.066 0.067 0.096

Ae
Optimum Endmills, 4 Flutes - 918, 981, 919, 991, K38, K47, K62, K53 Lo

Working Material Carbon steel Alloy steel Prehardened steel Stainless steel Stainless steel Nickel Alloy

Properties - 520 < Rm <1200 35 <HRC < 45 High Machinability Low Machinability =

Cutting depth, ap 100 xD 100 x D 080 xD 080 xD 040 xD 030 xD

Cutting Width, ae 100 xD 100 x D 100 x D 100 x D 100 x D 100 x D
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
1 0.003 0.003 0.003 0.003 0.003 0.004
2 0.006 0.006 0.006 0.006 0.007 0.009
3 0.009 0.009 0.009 0010 0.0t 0014
4 0012 0012 0012 0014 0016 0019
5 0016 0016 0016 0018 0020 0024
6 0019 0019 0019 0.022 0025 0.030
8 200 0026 160 0026 160 0026 120 0.030 80 0.034 30 0.040
10 0.0833 0034 0.033 0.038 0.044 0.051
12 0041 0041 0041 0047 0.054 0.063
14 0.047 0.047 0.047 0.054 0062 0.072
16 0054 0.053 0.054 0061 0.069 0.080
18 0060 0.058 0060 0.067 0.076 0.088
20 0.066 0064 0.066 0.073 0082 0.096
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Recommended Cutting Data

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

IEvEEE(F 6

Optimum Endmills, 4 Flutes - 918, 981, 919, 991, K38, K47, K52, K63

XHPMT

Side Milling

Working Material Wrought Aluminium Cast Aluminium Copper alloy Grey Cast Iron Ductile Cast Iron Titanium alloy

Properties Si<9% Si2 9% = = = =

Cutting depth, ap 100 xD 100 xD 100 xD 100 x D 100 x D 100 x D

Cutting Width, ae 030 xD 030 xD 030 xD 025xD 018 xD 015 xD
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz

0006 0.005 0004 0.007 0004 0.005

2 0009 0.008 0.009 0010 0.009 0.0t
3 0014 0014 0014 0016 0014 0.018
4 0.020 0019 0.021 0.022 0019 0024
5 0027 0026 0027 0029 0025 0.031
6 0034 0034 0.035 0.036 0.030 0.039
8 400 0046 380 0046 360 0.050 250 0.049 140 0.041 70 0053
10 0060 0.059 0062 0.063 0052 0.066
12 0.076 0074 0.076 0.075 0.069 0.080
14 0.087 0.085 0.086 0085 0075 0.090
16 0.097 0.095 0.091 0.095 0082 0101
18 0106 0102 0.099 0103 0.089 ot
20 0115 o110 0106 0oM2 0.094 0122

Optimum Endmills, 4 Flutes - 918, 981,

919, 991, K38, K47, K52, K53

Side Milling P s

Working Material Carbon steel Alloy steel Prehardened steel Stainless steel Stainless steel Nickel Alloy

Properties - 520 < Rm <1200 35 <HRC < 45 High Machinability Low Machinability =

Cutting depth, ap 100 xD 100 xD 100 xD 100 x D 100 x D 100 x D

Cutting Width, ae 025xD 020 xD 018 xD 018 xD 015 xD 010 xD
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
1 0.005 0006 0.005 0004 0.005 0.004
2 0009 0.009 0.009 0.009 [oXoy)] 0.008
3 0.017 0014 0014 0014 0017 0013
4 0023 0.020 0019 0020 0024 0018
5 0030 0025 0024 0025 0.030 0.025
6 0036 0031 0031 0031 0037 0033
8 280 0049 230 0043 190 0042 160 0.043 100 0.049 40 0.046
10 0.062 0.056 0.056 0.056 0062 0.061
12 0.075 0.070 0.070 0.070 0.076 0075
14 0.086 0.079 0.080 0.078 0.085 0.081
16 0094 0.087 0090 0.086 0.093 0.089
18 0103 0.092 0.098 0092 0102 0.094
20 0113 0.098 0104 0.099 0107 0102
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Recommended Cutting Data

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

PvEEE (IR

Optimum Endmills, 4 Flutes - 918, 981, 919, 991, K38, K47, K52, K63

\Y/*

N |

XHPMT

fo

Working Material Wrought Aluminium Cast Aluminium Copper alloy Grey Cast Iron Ductile Cast Iron Titanium alloy

Properties Si< 9% Si2 9% = = = =

Cutting depth, ap 100 xD 100 x D 100 x D 100 x D 100 x D 100 x D

Ramping Angle 10° 10° 8° 5° 3° 2°
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
1 0004 0.003 0.003 0002 0002 0003
2 0.005 0.005 0.005 0.005 0.005 0.007
3 0.010 0.008 0.008 0.007 0.007 (eXo}}
4 0013 0.012 0.012 0010 0010 0.015
5 0017 0016 0016 0013 0014 0.019
6 0.021 0.021 0.021 0015 0017 0.024
8 250 0.030 220 0029 210 0.030 130 0.021 80 0.022 45 0.032
10 0.038 0.038 0040 0026 0028 0.041
12 0048 0.049 0.050 0033 0.034 0.050
14 0054 0.056 0.057 0.038 0.039 0.058
16 0060 0062 0064 0.043 0044 0.064
18 0066 0064 0.070 0.048 0.049 0.070
20 0.072 0.069 0077 0.053 0.054 0.077

Optimum Endmills, 4 Flutes - 918, 981,

919, 991, K38, K47, K52, K53

Ramp/Helical P _

Working Material Carbon steel Alloy steel Prehardened steel Stainless steel Stainless steel Nickel Alloy

Properties - 520 < Rm <1200 35 <HRC < 45 High Machinability Low Machinability =

Cutting depth, ap 100 xD 100 x D 100 x D 100 x D 100 x D 100 x D

Ramping Angle 5° 5° 3° 3° 2° 1°
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
1 0.002 0002 0002 0002 0002 0.003
2 0.005 0.005 0.005 0.005 0.006 0.007
3 0.007 0.007 0.007 0.008 0.009 00
4 0.010 0.010 0010 0.0t 0013 0.015
5 0013 0013 0013 0014 0016 0.019
6 0015 0015 0015 0018 0020 0024
8 150 0.021 120 0.021 110 0.021 90 0024 60 0027 20 0.032
10 0026 0027 0026 0.030 0035 0.041
12 0.033 0.033 0.033 0.038 0.043 0.050
14 0.038 0.038 0.038 0.043 0.050 0058
16 0043 0042 0043 0.049 0055 0.064
18 0048 0046 0048 0.054 0.061 0.070
20 0.053 0.051 0.053 0.058 0.066 0.077
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Recommended Cutting Data

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

IEvEEE(F .

XHPMT

¥
Optimum Endmills, 4 Flutes - 918, 981, 919, 991, K38, K47, K52, K53
Working Material Wrought Aluminium Cast Aluminium Copper alloy Grey Cast Iron Carbon steel Alloy steel
Properties Si<9% Siz 9% - = - 520 < Rm <1200
Cutting depth, ap 100 xD 100 xD 100 xD 100 x D 100 x D 100 x D
Cutting Width, ae - - - - - -
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
0009 0.009 0.008 0.007 0.007 0.008
2 0018 0018 0017 0018 0018 0016
3 0028 0028 0027 0028 0028 0024
4 0.038 0.037 0.036 0.038 0.038 0033
5 0048 0.047 0.046 0.048 0.048 0042
6 0.058 0.057 0.056 0.059 0.059 0.052
8 150 0.078 140 0077 130 0.075 120 0.080 120 0.080 110 0.070
10 0099 0.098 0.097 0101 0101 0.090
12 o121 o121 0120 0126 0126 oMn3
14 0140 0139 0138 0144 0144 0129
16 0158 0157 0156 0162 0162 0144
18 0176 0174 0173 0179 0179 0158
20 0193 0191 0189 0196 0196 0170
Optimum Endmills, 4 Flutes - 918, 981, 919, 991 w

Trochoidal Milling P s
Working Material Carbon steel Alloy steel Prehardened steel Stainless steel Stainless steel Titanium alloy
Properties - 520 < Rm <1200 35 <HRC < 45 High Machinability Low Machinability =
Maximum Slot Width 126 xD 1256 xD 1256 xD 126 xD 1256 xD 125xD
Cutting depth, ap 150 x D 150 x D 150 x D 150 x D 150 x D 150 x D
Cutting Width, ae 010 xD 010 xD 008 x D 010 xD 008 x D 010 x D
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
0017 0013 0.012 0010 0.008 0.006
2 0018 0015 0016 0017 0017 0014
3 0.026 0024 0025 0027 0027 0024
4 0.035 0.033 0.035 0.037 0.038 0.034
5 0.044 0.043 0045 0.048 0.050 0.045
6 0054 0.053 0.055 0.060 0.063 0057
8 350 0.075 290 0.073 250 0.078 200 0084 120 0.091 100 0.084
10 0098 0096 0102 0oM2 0122 o1e
12 o121 0120 0128 0142 0157 0151
14 0138 0136 0144 0158 0174 0165
16 0153 0149 0158 0173 0188 0176
18 0167 0162 0171 0186 0.200 0184
20 0180 0174 0182 0197 0.209 0189
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Recommended Cutting Data XHPMT

Note: These recommended cutting data indicators are just for reference. They should be adjusted according to the different cutting condition

c
[
4
m
Optimum Endmiills, 4 Flutes - 918, 981, 919, 991
mm
ZN
Trochoidal Milling g [
r4
Working Material Wrought Aluminium Cast Aluminium Copper alloy Grey Cast Iron Ductile Cast Iron Nickel Alloy —=m
~a
Properties Si< 9% Si2 9% = = = =
Maximum Slot Width 1256 xD 126 xD 125 xD 125 xD 125 xD 125 xD
(2]
Cutting depth, ap 150 xD 150 xD 150 x D 150 x D 150 x D 150 x D m
W
Cutting Width, ae 012 xD 012xD 012xD 010 x D 010 x D 008 xD o
D Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz Ve Fz
1 0.020 0.019 0.018 0.015 0.010 0.003 Z
2 0.021 0.020 0.019 0.016 0.018 0.008 (;;
3 0.024 0.024 0.025 0.025 0.029 0.013 g)
4 0.032 0.032 0.034 0.034 0.040 0.020 °
5 0.041 0.041 0043 0.043 0.052 0.027
6 0.050 0.050 0.053 0.053 0.065 0.036 %
8 450 0.070 420 0.070 380 0074 320 0.073 170 0.092 45 0.054 é‘
10 0.091 0.092 0.096 0.095 0122 0.079 E
12 0113 0114 0119 0118 0155 0105
14 0128 0130 0135 0133 0174 0110
16 0142 0144 0149 0147 0189 [exii} r‘ﬁ
18 0155 0156 0162 0160 0.202 0109 a
20 0168 0168 0174 0172 0.212 0104
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