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Grade Overview
0630p peryLLVX MaTepManos

Grade 1SO Application Range Material Group Application
CnnaBs ISO 06/1acTb NpUMeHeHns [pynna maTtepranos ObpaboTka =
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Grades for milling inserts

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

® A4M-Al (HC-P20) TERAspeed 2.0

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

® A5M-B1 (HC-P25/M25) Goldlox

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

® 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.

6 www.konradtools.com

Grade Description Milling
OnmcaHmne pexyLImx MaTepranoB

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.

® D1M-B2 (HW-PO5)
Universal grade for nonferrous material and super alloys.

® D2M-J1 (HC-N10/S20)

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

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

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

® A6M-A2 (HC-P30)

Cynep yHvMBepcanbHbIA KNacc AnA Gpe3epoBaHnA CTanu, HepxasetoLen
CTanu, YyryHa, UBETHbIX MeTasoB, apornpoYHbIX U 3aKaneHHbIX
MaTepunaos.

® A4M-Al (HC-P20) TERAspeed 2.0

Bonee TBepaana anbtepHatmea k knaccy ASM-B1, ¢ HR-CVD; Bbicokan
M3HOCOCTOMKOCTb. [JaHHbIM Kapbua npurogeH A4na TopLeBoro
dpe3npoBaHmA CTanbHbIX MaTepranos Npu BbICOKOW CKOPOCTU pe3aHnA
B YCTONUMBBLIX YCIOBUAX.

® A5M-B1 (HC-P25/M25) Goldlox

YHMBepcasbHbIA Knacc AnA Gppe3epoBaHnA HenermpoBaHHoOM,
HW3KO0NEermpoBaHHOW, BbICOKONIErMPOBAHHOM M HEPMABEILWen cTanu.
[anHHbIn Knacc ¢ PVD noKpbITMeM NoaxoamT creumnansHo A8 BbICOKOM
CKOPOCTM pe3aHuns Npu cyxoi 0bpaboTke mam ¢ COXK B yCTOMUMBBLIX
YCNOBUAX.

® A6M-C1 (HC-P30) TERAspeed 2.0

YHMBepCanbHbIA KNacc cTanuy, npegHasHaveHHbI AnA ppesepoBaHnsA
MA0CKOCT NapannenbHo ock dpe3sbl. O4eHb BAKUIA MaTepuan
rapaHTMpyeT BbICOKYI0 TOYHOCTb 06paboTKN MHOMMX TUMOB CTaNlbHbIX
MaTtepuanos. CoBpemeHHoe HR-CVD nokpbiTve obecnevnsaet
3KOHOMWYHOCTb NP BBICOKOM CKOPOCTM pe3aHuns Npu Cyxoi 0bpaboTke.

® A7M-D1 (HCG-P35/M35) Goldlox

YHVBepcanbHbIi KNacc ctany, OTANYHO NMoAX0AUT ANA MAACTUH C YIIoM
90°. PVD 1o 1 BA3KWIA Kapbug npurodeH Ana dpesepoBaHns
CTaHAapTHbLIX BUAOB CTanu. MMasHeIM 06pa3oM NoaxoAuT ANA CyXomn
06pabOTKM C HU3KOM M CpeaHEN CKOPOCTLIO PE3aHMA NpY TAKENbIX
YCNoBuMAX.

® A8M-E1 (HC-P40/M45) Goldlox

Knacc ¢ PVD cfioeM B co4eTaHum CO CTOMKUM KapbuaoM npurogeH
N8 YepHOBOM 06paboTKM, NMperae BCEro, TEPMUYECKN YyULEHHOM
1 3aKaNIEHHOM CTaNn, @ TaKKe ayCTEHUTHOM CTann U HEPHKaBEeLWMX
MaTepuasnos.

Grade Description Milling
OnucaHve pexsyLImMx Matepranos

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

B8M-G1 (HC-M40)
OueHb BA3KMIN, OTHOCUTESTHO MENbKO3EPHUCTbLIN Kapbuz C TOHKUM
rnagkum cnoem PVD nokpelTvA. geanbHbi Knacc anAa pesepoBaHmsa
QYCTEHUTHOWN HepXKaBeloLen CTann, a TakyKe rpynnbl AynaeKcHbIX MapoK
CTann Npy HU3KOWM 1 CpeaHein CKOpoCTM pe3aHus. [NoaxoauT Takke ansA
06paboTkm ¢ COM, xoTa ncnonb3osaHne COX pekoMeHayeTcsa Bceraa.

® (3M-H1 (HC-K15) TERAspeed 2.0

M36paHHoe cbipbe AnA onTuMmM3npoBaHHoro K15 kapbuaa

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

M M3HOCOCTOMKOCTW. MaeaneH ansa cyxoi 06paboTKy Ceporo YyryHa,
YyryHa C LWapoBnAHbIM MPadUTOM, KOBKOTO YyryHa M nermpoBaHHOro
yyryHa.

® (4M-11 (HC-K20/P10)

BsskocTb K20 1 cnoi PVD noKpbiTva Ana 06paboTki YyryHa.
TakKe ynoTpebnaeTca npyu YUCTOBOM pe3aHnmn CTanm n 0bpaboTke
xonogHoaedopmmpoBaHHon ctanm 54 HRC.

® DI1M-B2 (HW-PO5)
YHMBepCanbHbIA KNacc AnA LUBETHbIX MeTasfoB.

® D2M-J1 (HC-N10/520)

MaeanbHbIi Knacc Ana 06paboTKM anioMUHUEBLIX MaTEPUANoB U APYriX
LBETHbIX MeTannoB. bnarogapa ynstpatoHkoMy cnoto PVD TiAIN atoT
Kapbua oTIMYHO NoAX0AMT AS1A YMCTOBOM 06PabOTKM HEpHKaBeloLLen
CTanun 1 Ceporo YyryHa.

® D3M-K1 (HG-N15)

Knacc ans 06paboTkM antoMMHUA C HAWKWM HOBBIM MOKpbITUeM TiBN
CVD. Cnoi He TONbKO OYeHb TBEPALIN, HO M OTIMYAETCA rNaaKkon
MOBEPXHOCTbIO.

® D2M-K1 (HW-N10)

MaTtepuan 6e3 NOKpbITMA AN1A OGpaﬁOTKM LBETHbIX METasI/10B, B T.4.
ANOMUHNA.

www.konradtools.com 7
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Grades for CCMT ..., SCMT ... and TCMT ..., coated

® HSA31-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.

® ICA81-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 pexyLImx MaTepranoB

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

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

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

® (21-Q1 (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

® HS A31-Al (HC-P15, HC-K15)

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

® A51-B1 (HCG-P25, HC-M25)

(YHvBepcanbHbIi MaTepyan ans 06paboTkm)

OCHOBHOW Knacc AnA 06paboTKM CTanbHbIX MAaTepPUAsoB W ferko
06pabaTbiBaEMbIX HepXKaBeloLLMX MaTepyanos Npy CpeaHnX

CKOPOCTAX pe3aHus, B TOM Y1C/ie 1 NPepbIBUCTON paboTel. ITOT Knacc
XapaKTepy3yeTCcA M3HOCOCTOMKOCTLIO M BA3KOCTLIO 41A MHOMMX obnactei
NpYMeHeHus.

® ICA81-Cl1 (HC-P40, HC-M40)

Knacc ctanm Steeltec LC240F rapaHTMpyeT 0TM4HYi0 paboTy BO Bpemsa
MpepbLIBUCTOrO pe3aHnd, 6r1aroaapsa CoUeTaHMI0 IKCTPEMASBHO MECTKOro
Kapbuga co cnoeM Nanolock yellow MT-CVD.

B41-D1 (HC-M20, HC-520)
Knacc kapbvaa ana 06paboTkm ayCTEHUTHBIX MaTepranos NMpy BbICOKON
CKOpOCTM pe3anus - 170-220 M/MUH.

B51-E1 (HC-M25, HC-P30)
Knacc kapbvaa Ana ayCTeHUTHOM HepMaBeloLwen cTany npy cpeaHux
1 BbICOKMX CKOPOCTAX pe3aHus.

B81-F1 (HC-M40, HC-P40)
OueHb BA3KUIA KNacc ANA HepaBeloLwern ctanu, NoaxXoAAWMIA ANA HUSKMX
CKOPOCTEl pe3aHus, a TakKe Ana 06paboTku ctanm.

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

® HS C31-J1 (HC-K15)

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 cdepovganbHbiM

rpaduToOM M NErMpoBaHHOIr0 CEPOro YyryHa, a Takke AnA aloMUHUA
1 anioMnHWeBbIX cniasoB. 06paboTKa BbICOKOCOPTHbIX W 3aKaneHHbIX
CTanen, a TakKe ayCTeHNTHOM MapraHLUeBon CTanun.
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KONRAD Designation System
TOOLS CucTema 0603HaueHVA

Cutter designation system
0O603Ha4veHre Gpe3

SE 1 % 025 (L)

o
D
(0]
(s}
o
()]
N
|
o
=

| | | | |
. Model Diameter Angle Insert size Internal code
Tvin Mopgenb MEELERT 2 ety SEELT: BHyTpeHHuI Koa
[mm] [°] NNacTUHBbI
SE 020 DC 02 30 06
Shoulders 025 Different 03 45 08
End mill 032 Construction 04 60 09
KoHueBble 040 CneundunyHoe 06 89 10
dpe3bl Ansa 063 CBOWMCTBO 08 90 15
06paboTkm 10 16
yCTyros 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
odpe3sbl 06paboTkm
FS
Face Shell
HacagHble
TopueBble
dpesbl
HE

Helical End mill
CnvpanbHble
dpe3bl

HS
Helical Shell
CnvpanbHble

HacagHble
dpe3bl

CH
Chamfering
CHATMe dacok

1S
T-slot
T-06pasHble
dpe3bl

DE
Drilling End mill
MnyH»<epHble
dpe3bl

SF
Spot Facing
LlekoBkn

AB
Adjust Bar
PacTtouHble

onpasku
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Cutting materials, designation system
PexyLLme Matepuasbl, cMcteMa 0603HaveHnaA

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
HF S=E 30=6
MR High Feed H=F 35=7
Medium Roughing Cermet = G 40=8
CBN =H 45=9
PCD =1 50=0
CH
M Chipbreaker
Medium
w
Wiper
MF
Medium Finishing
F
Finishing
Symbols for milling operations
C1MBOJIbI Gpe3epHbIX ornepaumm
Face milling Trimming Linear ramping
TopueBoe 3aumcTka JIvHeMHoe Bpe3aHne
dpesepoBaHne noa yrnom
Pocket milling Plunge milling Copy milling
Ope3epoBaHue MnyHxepHoe MpodunbHoe
rnybovx KapmMaHoB dpe3epoBaHne dpe3sepoBaHne
Edge milling Helical ramping Chamfering
Yrnosoe CnunpanbHoe Ope3sepoBaHve
dpesepoBaHne Bpe3aHue noj yrnom dacok
Slot milling Pocketing
DOpe3epoBaHne Nasos Ope3epoBaHne
KapMaHoB

www.konradtools.com 11



KONRAD ISO Indexable Insert Designation
TOOLS CucTema 0603HayeHns nnactmH no IS0

S N M X 12
Chip breaker, fixation Cutting edge length
Insert shape Clearence angle Tolerances 9
9 CTpy»KoomMaTenb, [nvHa perkyLen
®opma NnacTvHbI 3agHui yron [onyck — Knacc To4HoCTH
3aKpensexve KpPOMKV
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
% : : : °_an° g
B t 82° '/ ~ 5] F +0,005 +0025 0013 (70°-90°) 11 11,000
/ G +0025 0,130 0025 8 O 12 12700
/ 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 (M. 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 (M. Tab. 1 31 31,750
U See Cwm. Tab. 2 +0,130 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 7° 26,0-320 0,15 0,25 @
' A%
Tab.2 m
M Q 86° D 15° d
over—up to M, N u M %::% .
6onblue YeM -0
o () 133 20° 39-10,0 0,08 0,13
%
10,0-15,0 +0,13 +0,20 N ///////j
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°)
* i)
R (O - G 30° g
> —
o o R D2
S I: S0 N 0 Corner rounding uneven number of sides
BrnncanHan OKPYXHOCTb, HeYeTHOe KOoN-BO
(40°-60°) L
KPOMOK
T /\ e P 11° T %—
m
N N
' >0 ’ " D2

Corner rounding, even number of sides

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

€
>

80° Normal clearance
angles, which require

:
=

a special description. o
The corner angle is HopmManbHble 3agHue d/ With special feature
in the case of not yrbl, TpE6yoLme ) x  according to drawing

CneumanbHbIin

equiangular basic cneuvanbHoro COMMacHo YepTesy
forms always onncaHus.
the smaller angle. Chamfered inserts () Cone angle for screw
B cnyuae MnactuHel C dackomn Yron Ans ronosku
HenpasuIbHOM BUHTA
HOpPMbI NpUBEAEHHBIN /—ﬁ
yron Bcerga ToT,
KOTOPbI MeHbLUE. Thickness

TonwmHa
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KONRAD ISO Indexable Insert Designation
TOOLS CucTema 0603HayeHns nnactmH no IS0

S N
06 08 AN . Y _ Y MM1
. . Cutting edge type Direction of cut
Thickness Cutting edge corner Geometry
QopMa CKpyrneHns Hanpasnerwve
TonwmHa Yron npu BepLumHe _ 1) 1 leMomeTpum
peryLLen KpOMKM pe3aHunA
For radius inserts Sharp-edged M/ Geometry depends on the cutting material
ﬂﬂﬂ nnacTvH OCTpaH KpOMKa MM2 rEDMeTpVIF! 3aBMCUT OT Matepuana nnacTuHbl
¢ paavycoMm M1 Geometry for steel machining

leomeTpusa AnA 06paboTku cTanm

MM1 Geometry for medium steel machining

m

/ leomeTpuaA A4nA NOAYYMCTOBOM 06paboTKM CTanm
/
s ) M2/ Geometry for stainless machining
e Right hand cut only - leoMeTpusA ANnA 06paboTKW HepMaseloLed cTanm
Mpasoe R3
3 Corner radius Rounded L MM3 Geometry for medium stainless machining
[eoMeTpuA ANA NONYYUCTOBOM 06paboTKM
02 2,38 Pagnyc npu CKkpyrnerune HepaBeloLiel crami
BepLwuHe r
03 3,18 P M3 Geometry for medium cast iron machining
T3 397 00 sharp—edged leoMeTpus AnA NOYYUCTOBOM 06paboTKM YyryHa
)
04 476 0CTpanA KpoMKa
? E M-W Geometry for wide finishing (Wiper)
05 5,56 02 0,2 TeoMeTpuA AR CreLmManbHoi Y1CTOBOM
06 6.35 04 04 v o6paboTku (Wiper)
M-AL Geometry for aluminium
07 794 08 08 Left hand cut only leoMeTpua ANA amoM1HUA
08 8,00 12 1.2 flesoe
09 9,52 16 16 Chamfered N R1/ Geometry for roughing of steel
20 20 3awmTHan d)aCKa RR2 leomeTpua AnA YepHoBOM 06paboTKM CTanm
Dacka
Dimensions in mm etc. nT.A. R2/ Geometry for roughing of cast iron

R3 leoMeTpuA AnA YepHOBOM 06pabOTKM YyryHa

% F* Geometry for finishing of steel

leoMeTpuA aAnA ymcToBOV 06paboTKKM CTaM

Pa3mepbl B MM
For chamfered

inserts face milling
[Ona nnactmH

ﬂ

C packom Right and left hand cut M* Geometry depends on the cutting material
Mpasoe 1 nesoe eoMeTpyA 3aBMCHT OT MaTepuana NAacTUHbI
X Chamfered and M1* Universal geometry for stainless
’z rounded ®acka N YHuBepcanbHasA reoMeTpus AnA 06paboTku cTanm
The use of these
1 CKpyrnexHue
% Py reference letters is MR1* Medium roughing for stainless machining
. FeomeTpusa AnA NonyvepHoBo 06paboTKM
optional. HepixaseloLLen cTanm
Approach angle [laHHble 3HaKkM MoryT
A GEET OTCYTCTBOBATb.
Xr S Y '
Example lNpumep
°
A 45 S NM X 12 06 AN S N-MM1
D 60°
# 1 2 3 4 5 6 7 8 9 10
E 75° Double chamfered
F 85° [sonHana dacka 1 Basic form square
P 90° OcHoBHanA dopma KBagpaTHas
. 5 Clearance angle 0
Z Special Creu,. 3agHuit yron
Clearance angle Tolerances m £ 0,013
of face milling edge K 3 Honyck s+ 0,025
3agHwi yron v d+0,13
(722 R with special feature
dpeseposatin 4 Fixing cutting face according to drawing
an Tvin NnacTuHbI cneumansHoe
° ucronHeH1e
A 3 :
B 5o Double chamfered Length of cutting edge
and rounded 5 f;;:fmpew”*e” 127
°
c 7 [BoiHanA dacka ;
D 15° 6 Thickness 556
M CKpyrneHue TonwmHa ’
E 20° Cutting edge corner 45° chamfer
7
F 25° Yron npu BepwmnHe 45° packa
G  30° 8 Cutting edge rounded
. 5 OKpyreHve Kpyrnas
N O Direction of cut right- and lefthand
S
P 11° HanpasneHvie pesaHus | npasoe v nesoe
z Speaal Crey, Internal designation TR = Geometry =
10 BHYTDEHHI KO, leomeTpuA AnA cpeaHelt
VTP A 06paboTkm
MO Round insert metric
Kpyrnble nnactuHsl Indexable insert designation
MEeTpuyeckme 0603Ha4YeHne CMeHHbIX NacTUH

00 Round insert Inch I1SO 1832.2 DIN 4987
Kpyrnble nnactuHsl

[i0MMOBbIe

www.konradtools.com 13



KONRAD
TOOLS

APKT ...

i

Ordering Code

Kog

APKT 060204 PDTR-M
APKT 1003 PDSR-M1
APKT 1003 PDSR-M2
APKT 1003 PDTR-M
APKT 100304 PDTR-M
APKT 100304 SR-MM2
APKT 100304 SR-MM3
APKT 100304 SR-R3
APKT 100304 SR-RR2
APKT 100312 PDTR-M
APKT 100316 PDTR-M
APKT 100332 PDTR-M
APKT 100340 PDTR-M
APKT 1604 PDSR-M1
APKT 1604 PDSR-M2
APKT 1604 PDTR-M
APKT 160408 SR-MM2
APKT 160408 SR-MM3
APKT 160408 SR-R3
APKT 160408 SR-RR2
APKT 160416 SR-M1
APKT 160424 ER-M
APKT 160424 PDTR-M
APKT 160424 SR-M1
APKT 160432 SR-M1

LNMX 100605 SR-R1
LNMX 100605 SR-R2
LNMX 151008 SR-R1
LNMX 151008 SR-R2

ONMU 1205 ANN-M

Order Example: 10 pieces APKT 1003 PDSR-M1 A5SM-B1
Mpumep 3anBkK: 10 wryk APKT 1003 PDSR-M1 A5M-B1

@ Available from stock Ha cknane

14 www.konradtools.com

10,00 6,70
10,00 6,70
10,00 6,70
10,00 6,70

16,00 9,52
16,00 9,52

16,00 9,52
16,00 9,52
16,00 9,52
16,00 9,52
16,00 9,52

16,00 9,52
16,00 9,52

10,00 6,60
10,00 6,60
15,00 9,52
15,00 9,52

2,80
2,80
2,80
2,80

4,50
4,50

4,50
4,50
4,50
4,50
4,50

4,50
4,50

2,80
2,80
4,50
4,50

0,50
0,50
0,80
0,40
0,50
0,50
0,50
0,50
1,20
1,60
4,00
4,00
0,80
0,80
0,80
0,80
0,80
0,80
0,80
0,80
2,40
2,40
0,80
0,80

0,50
0,50
0,80
0,80

12,70 480 6,00 520 0,50

Indexable Inserts
CMeHHble NAacTVHb

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

LiBeT opurMHanbHbIX NAACTUH MOXKET OTAMYATLCA OT M306parKeHUs B Katanore!

Description of grades page Onucanve matepuanos ctp. 5-7



KONRAD

TOOLS

Ordering Code
HKoa

Indexable Inserts
CMeHHble NAacTVHb

Cuttlng materials Pexxylimin matepuan

SDHT ... SDHT 1204 AEFN-M-AL 12,70 12,70 4,76 5,550 e o
[150 SDHT 1204 AESN 12,70 12,70 4,76 5,50 o o o
T¢ = SDHT 1204 AESN-M2 12,70 12,70 4,76 5,50
d I T
\ LS
SEGT, SEHT, SEKT ... SEGT 1204 AFEN-M-AL 12,70 - 4,76 - 0,84 (]
20°
g SEHT 1204 AFFN-M-AL 12,70 12,70 4,76 5,50 - [ BN J
11 Idl
X SEKT 1204 AFSN-MM1 12,70 12,70 4,76 5,50 - e o o o
{i) SEKT 1204 AFEN-MM2 12,70 12,70 4,76 5,50 - [ ]
SEKT 1204 AFTN-M 12,70 - 4,76 - 0,85
SEKN, SEKR ... SEKN 1203 AFSN-MM1 12,70 12,70 3,18 - - o o o
20° SEKN 1203 AFEN-MM2 12,70 12,70 3,18 - -
T SEKN 1203 AFSN-M3 12,70 12,70 3,18 - - o o
dl A ,@ —7d, SEKN 1203 AFSN-MM1 15,88 15,88 4,76 - - e o o o
: SEKN 1203 AFTN-M 12,70 3,18 0,39
L s)
SEKR 1203 AFTN-M 12,70 3,18 0,29

Order Example: 10 pieces SEGT 1204 AFEN-M-AL D1M-B2
MpumMep 3anBkK: 10 wTyk SEGT 1204 AFEN-M-AL D1IM-B2

@ Available from stock Ha cknane

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

LiBeT opurMHanbHbIX NAACTUH MOXKET OTAMYATLCA OT M306parKeHUs B Katanore!

Description of grades page Onucanvie Matepuanos ctp. 5-7

www.konradtools.com 15



KONRAD Indexable Inserts

TOOLS CMeHHble MNacTUHBbI

Ordering Code

HKoa

SNEX, SNMX ... SNEX 1206-M-W 12,70 12,70 6,35 5,20 -
<
= i S SNMX 1206 ANSN-MM1 12,70 12,70 6,35 5,20 - e o o o
d [( )} | d,  SNMX 1206 ANSN-MM2 12,70 12,70 6,35 5,20 -
Q=0 SNMX 1206 ANSN-M3 12,70 12,70 6,35 5,20 - o o
L s SNMX 120608 SN-MM1 12,70 12,70 6,35 5,20 - [ N J
SNMX 120608 SN-MM2 12,70 12,70 6,35 5,20 -
SNMX 120608 SN-M3 12,70 12,70 6,35 5,20 - o o
SNMX 120612 SN-MM1 12,70 12,70 6,35 5,20 - [ N J
SNMX 120612 SN-M3 12,70 12,70 6,35 5,20 - [ N ]
SPMT ... SPMT 060304 TN-M 6,35 3,20 040 ©
< e SPMT 097308 TN-M 9,53 371 080 @
f SPMT 120408 TN-M 13,29 4,80 080 @
d B Y Idl
1
L s
WNEU, WNEX ... WNEU 040308-M 4,00 6,70 330 320 0,80 ([ ] [ J [}
< 26 WNEX 080608-R1 8,00 12,70 6,55 460 0,80 o [ ]
k p WNEX 080608-R3** 8,00 12,70 6,55 460 0,80
d jd WNEX 080608-R2 8,00 12,70 6,555 460 0,80 [ J
' WNEU 080608-M 750 1250 6,56 0,50 0,80 [ [ ] [ J
l B
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 M306parKeHUs B Katanore!
@ Available from stock Ha cknape Description of grades page Onucanve matepuanos ctp. 5-7

16 www.konradtools.com



KONRAD Indexable Inserts

TOOLS CMeHHble MNacTUHBbI

Cuttlng materials PexyLimin matepuan
Ordering Code
Kog

CCMT ... CCMT 060204-F* 640 635 oo
CCMT 09T304-F* 970 952 oo
< CCMT 120404-F* 1290 12,70 oo
CCMT 060204-M* 640 635 oo
d @ [ comT 09T304-M" 970 952 o o
CCMT 120404-M* 1290 12,70 oo
L s ] CCMT 060204-M1* 640 635
CCMT 09T304-M1* 970 952
CCMT 120404-M1* 12,90 1270
CCMT 09T304-M* 970 952 ™
CCMT 120408-M* 1290 12,70 °
SCMT ... SCMT 120404 12,70 12,70 °
SCMT 09T308-M* 952 952 oo
S SCMT 120408-M* 12,70 12,70 oo
LY SCMT 09T304-F* 952 952 oo
d y jdl SCMT 09T308-F* 952 952 e o
S ‘l B SCMT 120404-F* 12,70 12,70 o e
SCMT 09T308-M* 952 952 oo
SCMT 120408-M* 12,70 12,70 oo
SCMT 120412-M* 12,70 12,70 oo
SCMT 120408-MR1* 12,70 12,70
TCMT ... TCMT 110204-MR1* 11,00 635
TCMT 110208-MR1* 11,00 635
TCMT 16T304-MR1* 1650 9,52
TCMT 16T308-MR1* 1650 9,52
TCMT 110202-F* 11,00 635 oo
TCMT 110204-F* 11,00 635 oo
TCMT 110204-M* 11,00 635 oo
TCMT 110208-M* 11,00 635 oo
TCMT 16T304-M* 1650 9,52 oo
TCMT 16T308-M* 1650 9,52 oo

Cutting data on pages [lapameTpbl pesaHus cTp. 38-57

Order Example: 10 pieces CCMT 060204-F-HS A31-Al Colours of the original indexable inserts may deviate from the illustration!
Mpumep 3aaBku: 10 wtyk CCMT 060204-F-HS A31-Al LIBeT opurnHasnbHbIX MAACTUH MOMET OTIMYATLCA OT M306parkeHWs B KaTtasnore!
@ Available from stock Ha cknape Description of grades page Onucanvie mMatepranos ctp. 8-9

www.konradtools.com 17



KONRAD Notes

TOOLS 3ameTku

18 www.konradtools.com
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KONRAD Milling Cutters

Helical Roughing End Mill
CnmpanbHble ¢pesbl 41A YepHOBON

Cutting Speed Recommendations
PekoMeH4auUmm Mo CKopoCTH

TOOLS Opesbl
21 31 32
Shoulder Milling Cutters Face Milling Cutters 75° Face Milling Cutters 45°
Ope3bl 414 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
S52-... 22 S513-... 34
SE3-.. 23 S516-... 34
SE5-... 26
S55-... 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

Cutting parameters universal grade
MapamMeTpbl pe3aHus yH1BEepCasbHbIX

06paboTKM pe3aHus K/1ACCOB CriaBoB

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

PeKkoMeHAaumMm Mo CKopoCTW pe3aHua 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 o napameTpam pe3aHnAa 51

20 www.konradtools.com




KONRAD
TOOLS

SE1-...

Ordering Code

Shoulder Milling Cutters
Ope3bl Ana 06paboTKK YCTYMNOB 1 Na30B

L1

Dimensions [mm] Pa3veps! [MM]

O

Spare Parts 3anuyactu

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 Mogenm
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

www.konradtools.com 21



KONRAD Shoulder Milling Cutters
TOOLS Dpesbl A1 06pabOTKM YCTYMOB W Na30B

SS1-..

8l -

- ﬁ .

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

Ordering Code i
Koo =
£ (o] (i [ I—
Q
2
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

8]l
: O

Spare Parts 3anyactu

Ordering Code E'
Koa =
£ o] o 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

22 www.konradtools.com



KONRAD Shoulder Milling Cutters
TOOLS Dpesbl A1 06pabOTKM YCTYMOB W Na30B

SE3-...

8l -

- ﬁ .

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

[0] 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-... |
- i

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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KONRAD Shoulder Milling Cutters
TOOLS Dpesbl A1 06pabOTKM YCTYMOB W Na30B

SS5-...

H

©f =

)

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

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

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

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

SS5-160NC.10.90.16.2-0.1 )8( 160 40 63 17 10 5,280

S55-200NC.13.90.16.2-0.1 %X 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
157
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 S5 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

Ui AW NNRFE -

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 3anuyactu

[o]

APKT 1003 ...

APKT 1003 ...

o O0—
V125 BT08
V125 BTO08

www.konradtools.com
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KONRAD Shoulder Milling Cutters
TOOLS Dpesbl A1 06pabOTKM YCTYMOB W Na30B

SE35-... @
BE \ﬂ
: O

Ordering Code

Ko

: L (5] (o O .
10 10 100 28

D
d

90"\ £ L1

=l

Weight [kg]

SE35-010.02.90.06.2-0.2 52 2 0,060  APKT 0602 ... VT18 06 BTO6
SE35-012.03.90.06.2-0.2 12 12 100 30 5,2 3 0,080
SE35-014.03.90.06.2-0.2 14 12 120 32 5.2 3 0,120
SE35-016.04.90.06.2-0.2 16 16 120 32 5.2 4 0,160
SE35-018.04.90.06.2-0.2 18 16 120 32 5.2 4 0,170
SE35-020.05.90.06.2-0.2 20 20 150 35 5.2 5 0,300
SE35-025.07.90.06.2-0.2 25 20 150 35 5.2 7 0,320
SE35-032.08.90.06.2-0.2 32 25 150 35 5.2 8 0,560

H

« A
(= e

"

Dimensions [mm] Pa3smeps [MM]

o +H-—

SS36-... %r
O

Spare Parts 3anyactu

Ordering Code Eu
Ko, =
. £ (o] [y
=
5536-032.08.90.06.2-0.2 32 16 40 52 8 0,250 = APKT 0602 ... VT18 06 BT06
5536-032.10.90.06.2-0.2 40 16 40 52 10 0,270
5536-032.11.90.06.2-0.2 50 22 40 52 11 0,430

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

SE40-...

Ordering Code
Koa

Shoulder Milling Cutters
Ope3bl Ana 06paboTKK YCTYMNOB 1 Na30B

Dimensions [mm] Pa3veps! [MM]

O

Spare Parts 3anuyactu

©
™~
-
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 vyepHoBor 06paboTkM
SS37-... % @
[ 1 \’
o
90° q|
o O

Ordering Code Eu
£= A

N =

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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KONRAD
TOOLS

SE38-...

Shoulder Milling Cutters

Ope3bl Ana 06paboTKK YCTYMNOB 1 Na30B

L1

)

Ordering Code
Ko
A L L1
20 20 100 30

Dimensions [mm] Pa3veps! [MM]

Weight [kg]

(o) o O

L90° a

SE38-020.03.90.04.2-0.2 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

5539-... —— @‘
I ‘
° © .’

D

Dimensions [mm] Pa3smeps [MM]

Spare Parts 3anyactu

Ordering Code Eu
Kog = —
£ O\ m O
>
24
$539-040.05.90.04.2-0.2 40 16 40 4 5 03 WNEU VT25 BTO8
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

)

ﬁ Without coolant Be3 COX O With coolant C COX
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KONRAD Shoulder Milling Cutters
TOOLS Dpesbl A1 06pabOTKM YCTYMOB W Na30B

SS6-...

H

©f =

7

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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KONRAD
TOOLS

SS7-...

Ordering Code
Koa

H

Weight [kg]

Shoulder Milling Cutters
Ope3bl Ana 06paboTKK YCTYMNOB 1 Na30B

!
O

Spare Parts 3anuyactu

=y

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 ¢pe3bl 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

£
$59-050.05.75.10.2-0.1 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 ...

im!

VT25

O

Spare Parts 3anyactu

i S

BTO8

SS10-...

o]

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
S510-063.04.75.16.2-0.1 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
S510-125.07.75.16.2-0.1 125 129 40 63 6,5 7 3,140
ﬁ Without coolant Be3 COX O With coolant C COX

www.konradtools.com 31



KONRAD Face Milling Cutters 45°
TOOLS Topuesble Gppesbl 45°

SS11-... =I_T_J_ %
aé

|

i

|

D |
| o O
Dimensions [mm] Pa3vepsbl [MM] Sg:;i:;;ts

eight [kg]

<

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
TOOLS

Face Milling Cutters 45°
TopueBble ¢pe3bl 45°

SE12-...
L1

’_113

De

o

®

45°

Dimensions [mm] Pa3veps! [MM]

Ordering Code
Koa

I
25 100 44

SE12-025.02.45.12.2-0.1 25 38 6
SE12-032.03.45.12.2-0.1 32 45 25 110 54 6
SE12-040.04.45.12.2-0.1 40 53 32 115 55 6

E

=

E

E)

Q

3
2 0370
3 0420
4 0780

d

SS12-...

Spare Parts 3anuyactu

SEHT 1204 ... VT50 BT20
SEKT 1204 ...

i

”

:
i £
|

D |

k

De

Dimensions [mm] Pa3vepb! [MM]

Ordering Code
Koa

5512-040.03.45.12.2-0.1 40 53 16 40 6
5512-050.04.45.12.2-0.1 50 63 22 48 6
5512-063.05.45.12.2-0.1 63 76 22 48 6
5512-080.06.45.12.2-0.1 80 93 27 50 6
5512-100.06.45.12.2-0.1 100 113 32 50 6
5512-125.07.45.12.2-0.1 125 138 40 63 6
5512-160.08.45.12.2-0.1 160 173 40 63 6
SS12-200NC.12.45.122-0.1 ¥ 200 213 60 63 6
S512-250NC.16.45.12.2-0.1 ¥ 250 263 60 63 6
S512-040F.04.45.12.2-0.1 40 53 16 40 6
S512-050F.05.45.12.2-0.1 50 63 22 48 6
5512-063F.06.45.12.2-0.1 63 76 22 48 6
5512-080F.07.45.12.2-0.1 80 93 27 50 6
5512-100F.08.45.12.2-0.1 100 113 32 50 6
5512-125F.09.45.12.2-0.1 125 138 40 63 6
SS512-160F.10.45.12.2-0.1 160 173 40 63 6

ﬁ Without coolant Be3 COX O With coolant C COX

=
=
E
=)
@
=
3 0,270
4 0,480
5 0,760
6 1,270
6 1,790
7 3,470
8 5,280
12 7,800
16 11,100
4 0,270
5 0,480
6 0,760
7 1,270
8 1,790
9 3,470
10 5,280

Spare Parts 3anuyactu

SEHT 1204 ... VT50 BT20
SEKT 1204 ...
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KONRAD Face Milling Cutters 45°
TOOLS Topuesble Gppesbl 45°

SS13-...

ot

Spare Parts 3anuyactu

Ordering Code
Koa

Weight [kg]

8 o (0o O
E

5513-050.04.45.12.2-1 50 63 22 48 6 4 0,520  SDHT 1204 ... VT45P BT20

S5513-063.05.45.12.2-1 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

S513-200NC.12.45.12.2-1 ¥ 200 213 60 63 6 12 14,000

S513-250NC.1645.122-1 ¥ 250 263 60 63 6 16 14,000

SS16-.

» »
Ay @: © © @

D
{ De

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

Ordering Code
Koa

Weight [kg]

Bl © | © | o
g
$516-050.04.45.12.2-1 50 63 22 40 6 4 0,520 SNEX ONMU VT405 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
$516-125.10.45.12.2-1 125 138 40 63 6 10 3,920
5516-160.12.45.12.2-1 160 173 40 63 6 12 5,280
5516-200NC.14.45.12.2-1 200 213 60 63 6 14 | 10,200
5516-250NC.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
SS516-063F.08.45.12.2-1 63 76 22 40 6 8 0,640
$516-080F.10.45.12.2-1 80 93 27 50 6 10 1,250
$516-100F.12.45.12.2-1 100 113 32 50 6 12 1,830
5516-125F16.45.12.2-1 125 138 40 63 6 16 3,920
5516-160F.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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KONRAD
TOOLS

SE17-...

Helical Roughing End Mill
CnmnpanbHble Gpesbl 41A YepHOBOM 06paboTKM

Dimensions [mm] Pa3veps! [MM]

O

Spare Parts 3anuyactu

Ordering Code i
Koa P
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 vyepHoBor 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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KONRAD Helical Roughing End Mill
TOOLS CrivpasibHble dpesbl 418 YepHOBOM 06paboTHM

SE18-...

Spare Parts 3anuyactu

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 vepHoBo 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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KONRAD Notes

TOOLS 3ameTku
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KONRAD Cutting Speed Recommendations for Milling Cutter 45° and 90°

TOOLS PexkoMeHaaLmm No CKopocTw pesanusa anda ¢pes 45° 1 90°
o
2 ¢ Insert grade Without coolant | With coolant
2 @ Tvn NNacTVHbI Bes COMK C COMK
]
Tu =
= © ‘ 1SO Code
o C
@S
s 2| Material Marepvan
Structural steel
CTpouTensHas cTans [} (@) 190-290 175-265 160-240
Heat treated steel
TepMuyeckn ynydleHHas cTanb L O 160-230 145-215 140-150
Tool steel
VIHCTpYMeHTaNbHaA CTanb [ (@) 145-210 130-190 120-175
Hardened steel
3aKaneHHan ctanb L o 110-170 100-160
Stainless steel Austenitic
HepaBelowan ctanb | AycTeHUTHanA ctanb 90-150
M Austenitic hardened
AyCTeHUTHaA 3aKaneHHas 60-110
Grey cast iron
Cepblit YyryH ® O 140-300
Nodular graphite cast iron
YyryH € waposnaHbIM rpadrom L o 100-160
Aluminium
ANIOMUHUI i O
Copper and copper alloys
Mengb 1 MeaHble cnnasbl ® o
Heat resistant alloys
TepMoCTOMKKMe cnnasbl O L
Titanium alloys
TuTaHOBbIE CNaBbI O L

@ Recommended application PekomergosaHHoe npumeHeHie
O Alternative application reduced by 30-50% reduced AnbTepHaTVBHOE MpUMeHeHMe — NoHWKeHre Ha 30-50%
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KONRAD
TOOLS

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°
PexkoMeHaaLmm No CKopocTw pesanusa anda ¢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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KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB Cr/1aBOB
APKT 1003 PDTR-M A6M-A2 32(
o % : D.0.C. [mm] Feed " Suggested Starting

3 s . Material DG Mopava T Parameters
E, = | Material g, Examples S [mm/rev] (MMH] PexomeHa0BaHHbIe
T (Zu Martepvan 8 © |Mpumepsl [MM/06] HaYasbHbIe NapaMeTpbl
8 E e :E marepviana
i T £ Lo [omc | oo oo e e oo et | v
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
Hu3konervposaHHbIi 46 (Ck60,4140,4340, 230HB 05 9 0,11 021 150 210 2 0,15 180
2 57 1loocre 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 12Ni1S 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
AyCTeHUTHBIN 4 14  X5CrNil8-19 240HB 05 9 008 018 160 210 2 015 190
Duplex 14  X2CrNiN23-4, 290HB 05 64 008 015 70 130 15 012 100
M nynnexcribin > 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
Cepblit 4yryH 7 15 EN-GJL-250, 200HB 0,5 9 013 026 150 220 2 017 180
16 No30B 250HB 05 9 013 026 150 190 2 | 017 160
Nodular graphite cast iron 17,19 GGG40, GGG70, 150HB 05 9 011 023 100 200 2 015 180
HyryH C WwaposraHbIM g8 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 05 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

benbin vyryH

40 www.konradtools.com



KONRAD
TOOLS

APKT 100304 PDTR-M A6M-A2

Material
Marepuan

©
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 LIapoBUAHbIM
rpaduTom

Al (>89% Si)

Heat resistant alloys
TepMocToMKMe crnnaBbl

Titanium alloys
TuTaHoBbIE CN/iaBbl

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,
X5CrNi18-19

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
TiAlevV4

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
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
05
05

05

19

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

0,2
0,2
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 yYHMBEepCasibHbIX KNACCoB CriaBoB

Suggested Starting

Parameters
PexoMeHgoBaHHbIe

- —
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
01
011
01
0,09
0,08
0,07
0,09

0,07

Ha4asibHble NapamMeTpbl

41



KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasibHbIX KNACCoB CriaBoB

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

D.0.C. [mm] Gt Ve

y6uHa SRt [m/min]

e3Kum [MM] i) [M/MIH]
P [MM/06]

Suggested Starting
Parameters
PexomMeHgoBaHHbIe
Ha4asbHbIe MapameTpbl

Material
Examples
Mpumepsl

Material
Matepuan

©
8
==
OD_
= E
9 ©
™ =
T ©
A
=
s
==

42

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 WwapoBuaHbIM
rpagpuTom

Al (>89% Si)

Heat resistant alloys
TepMoCTOMKKMe cnnasbl

Titanium alloys
TuTaHoBbIE CN/iaBbl

Steel
Cranb

Chilled cast iron
3aKaneHHbIN YyryH

White cast iron
Benbint vyryH

www.konradtools.com

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

marepuana

(35, Ck45, 1020,

1045, 1060,
28Mn6

42CrMo4, St50,

Ck60, 4140, 4340,

100Cr6

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

12Nil19

304, 316,
X5CrNi18-19

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
TiAlevV4

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

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
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
05
05

05

19

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

30

- —
mNNNNNNN‘U_IN

15
15
15
15

08
0,5
08

0,5

0,2
0,2
0,18
0,18
0,16
0,16
0,16
0,16
0,14
0,14
0,18
0,18
0,14
0,14
0,18
0,14
0,2
0,2
0,2
0,18
0,18
0,18
0,22
0,14
0,14
0,14
0,16
0,14
0,12
011
011
0,12




KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB Cr/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] (MIMH] PexoMeHf0BaHHbIe
T (Zu Martepvan 8 © |Mpumepsl [MM/06] HaYasibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T § | oo | e oo e ooc 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
Hu3konervposaHHbI 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
BbICOKoerMpoBaHHbIi 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 1 025 150
rpaguTom 18,20 250HB 05 9 011 025 100 150 1 025 130
Al (>8% Si) 12 25 AlSsi12 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
TepMocToVikvie 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 criiassl 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 S5HRc 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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KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB Cr/1aBOB
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] (MMH] PexoMeHf0BaHHbIe
T (Zu Martepvan 8 © |Mpumepsl [MM/06] Ha4asbHbIe MapameTpbl
8 E e :E marepviana
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
BbICOKoerMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 64 008 032 90 130 1 027 120
s 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 AlSsi12 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
TepMocToVikvie 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 criiassl 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 Cr/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] (MIMH] PexoMeHf0BaHHbIe
T (Zu Martepvan 8 © |Mpumepsl [MM/06] HaYasibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T JEEA IR EN TR
Unalloyed 1 C35,Ck45,1020, 125HB 018 0532 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
Hu3konervposaHHbI 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
BbICOKoerMpoBaHHbIi 10 M42,D3,56-5-2, 280HB 05 10,7 0,12 022 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 15 018 032 150 220 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 15 015 028 100 150 4 02 130
Al (>8% Si) 12 25 AlSsi12 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
TepMocToVikvie crnasbl 9 33 Inconel 700 250HB 05 10,7 012 018 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 criiassl 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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KONRAD Cutting parameters universal grade

TOOLS [apameTpbl pe3aHra YHMBEPCaIbHbIX K1AcCoB Cr/1aBOB
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] (MMH] PexoMeHf0BaHHbIe
T (Zu Martepvan ] S | Mpumepsl [MM/06] Ha4asbHbIe MapameTpbl
8 E e :E marepviana
i T JEEA IS EN TR
Unalloyed 1 C35,Ck45,1020, 125HB 018 0532 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
BbICOKoerMpoBaHHbIi 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 0,18 032 150 240 5 023 200
Cepbift 4yryH 7 15  EN-GJL-250, 200HB 05 15 018 032 150 220 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 AlSsi12 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
TepMocToVikvie crnasbl 9 33 Inconel 700 250HB 05 10,7 012 018 25 45 38 016 30
34 Stellite 21 350HB 05 10,7 012 018 25 45 38 016 30
Titanium alloys 36  TiAl6V4 = 05 107 012 02 40 65 38 018 55
TuTaHoBbIe criiassl 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 Cr/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] (MIMH] PexoMeHf0BaHHbIe
T (Zu Martepvan ] S | Mpumepsl [MM/06] HaYasibHbIe MapamMeTpbl
8 E e :E MaTepviana
i T JEEA IR EEN 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
BbICOKoerMpoBaHHbIi 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 3aKkanka 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
TepMocToiikue 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 criniassl 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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KONRAD
TOOLS

Cutting parameters universal grade
MapameTpbl pe3aHna yYHMBEepCasibHbIX KNACCoB CriaBoB

SPMT 060304TN-M A6M-A2

D.0.C. [mm] Gt Ve

y6uHa SRt [m/min]

e3Kum [MM] i) [M/MIH]
P [MM/06]

Suggested Starting
Parameters
PexomMeHgoBaHHbIe
Ha4asbHbIe MapameTpbl

Material
Examples
Mpumepsl

Material
Matepuan
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T ©
A
=
s
==

48

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 WwapoBuaHbIM
rpagpuTom

Al (>89% Si)

Heat resistant alloys
TepMoCTOMKKMe cnnasbl

Titanium alloys
TuTaHoBbIE CN/iaBbl

Steel
Cranb

Chilled cast iron
3aKaneHHbIN YyryH

White cast iron
Benbint vyryH
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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

marepuana

(35, Ck45, 1020,

1045, 1060,
28Mn6

42CrMo4, St50,

Ck60, 4140, 4340,

100Cr6

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

12Nil19

304, 316,
X5CrNi18-19

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
TiAlevV4

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

0,3
03
03
03
0,3
03
0,3
0,3
0,3
0,3
0,3
0,3
0,3
03
03
0,3
0,3
03
0,3
0,3
0,3
03
0,3
0,3
0,3
0,3
03
0,3
0,3
0,3
03
03

03

13

0,12
01
01
0,1

0,08
01

0,08

0,08

0,08

0,08

0,08

0,07

0,08

0,07

0,14

0,12

0,12

0,14

0,12

0,12

0,14

0,08
0,08
0,08
0,08
0,08
01

0,08

0,06

0,06

0,06

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

30

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

0,08
0,08
01
0,08
0,08
0,08
0,07
0,08
0,06
0,06
0,07
0,07
0,07
0,06
0,07
0,06
0,12
01
01
0,12
01
01
0,12
0,06
0,06
0,06
0,06
0,06
0,08
0,06
0,05
0,05

0,05




KONRAD
TOOLS

SPMT 09T308 TN-M A6M-A2

Material
Marepuan

©
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 LIapoBUAHbIM
rpaduTom

Al (>89% Si)

Heat resistant alloys
TepMoCTOMKKMe cnnasbl

Titanium alloys
TuTaHoBbIE CN/iaBbl

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,
X5CrNi18-19

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
TiAlevV4

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
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
05
05

05

19

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

0,12
0,1
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 yYHMBEepCasibHbIX KNACCoB CriaBoB

Suggested Starting

Parameters
PexoMeHgoBaHHbIe

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

01

0,08
0,06
0,06

0,06

HaYasbHble MapaMeTpbl

49
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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 LIapoBUAHbIM
rpagpuTom

Al (>8% Si) 12

Heat resistant alloys
TepMocToMKMe crnnaBbl

Titanium alloys
TuTaHoBbIE CN/iaBbl

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
9 ©
™ =
=
P
=
g
==

Al (<8% Si)

Copper alloys
MeaHble crinasbl
Non-metallic
HeMeTannnueckme
Marepuansl

Titanium alloys
TuTaHoBbIe CrifaBbl

50 www.konradtools.com

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,
X5CrNi18-19

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
TiAlevV4

T40
X100CrMo13,
440C,
G-X260NiCr42

Ni-Hard 2

G-X300CrMo15

Material
Examples
Mpumepsl
marepuana

Si < 4%
4% < Si <8%

CuzZn30

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
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
05
05

05

D.0.C. [mm]

19

rnyébuHa
pe3ku [MMm]

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 yYHMBEepCasibHbIX KNACCoB CriaBoB

Suggested Starting

Parameters
PexomMeHgoBaHHbIe

11

Ha4asibHble NapamMeTpbl

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 NMo napameTpam pesanna gaa HS A31-Al

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

% Brinell
S 3 | Material H;rdness
o3 TBEpAoCTb
5 fg | Marepvan BpuHenns
= =
= © HB
==
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 u 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
3aKasneHHasa 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
Byl ey 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
Hepmaselowan crans?) DeppuTHaA/MapTEHCUTHAA 3aKaneHHas
Martensitic hardened and temp. 240 100-140 80-150 150-210
MapTeHe1THaA 3aKkaneHHas 1 oTnyLeHHas
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 rpadunTomM QeppUTHbIN
Perlitic 250 90-140 90-160 110-180
MNepnuToBLIN
Malleable cast iron Ferritic 130 90-140 120-190 150-210
KoBKMIM YyryH DeppuUTHbIN
Perlitic 230 90-120 100-150 110-180
MepnutoBbIN

D and cast steel n nvtans crans

ﬁ Without coolant Be3 COX O With coolant C COX
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TOOLS

Cutting data recommendations for A51-B1
PekoMeHgaumv Mo 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
©w >
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
3aKasnieHHas 1 OTMyLLeHHan
=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
Byl ey i Hardened and temp. 325 50-110 70-130 80-130
MIRIEDHEE R GEl 3aKaneHHan 1 oTMyLLleHHan
Stainless steel!) Ferritic/martensitic annealed 200 90-140 120-180 140-180
Hepmaselowan crans?) DeppuUTHAA/MapPTEHCUTHAA 3aKasieHHas
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 | epaseiowan crans ¥ AycTeHnTHaA?, 3aKkaneHHan

1)

2)

and cast steel v nuTas crans

and austenitic/ferritic 1 aycrenuTHas/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 napameTpam 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
s 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
3aKasnieHHas 1 OTMyLLeHHan
=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 oTnyLeHHan
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
MHCTpYMeHTasbHanA CTasb 3aKasneHHan 1 oTnyLeHHas
Stainless steel! Ferritic/martensitic annealed 200 90-130 70-110 90-170
Hepmaselowan 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?, 3akaneHHan

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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KONRAD Technical Hints
TOOLS TexHMYecKVe peKoMeHaaLmm

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

B41-D1

Negative indexable inserts Positive indexable inserts

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

Material
EUEZEN

Material Group pynna matepvana
Brinell Hardness TeépgocTb bpuHennsa

CKopocTb pe3aHusa Ve [M/MUH]

3o
= oI
EfU
g
Eg
<5
& =
o @
e o
g3
E I
E g
o o
31
fa]
x o

Paaunyc npv BepLLMHe
Recommended ap [mm]
[WIENE PeroMeHjoBaHadA ToAWmMHA
Recommended f, [mm/rev]
PexkomeHgoBaHHana nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHua Ve [M/MUH]
Paguyc npu BepLumHe
Recommended ap [mm]
SIS PeromeHgoBaHas TowmHa
Cutting speed vc [m/min]

=

=
<
s
x
ES
3
a
=
[

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

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 %.

BbilwenprBeaeHHble pekoMeHAaumm yKasaHbl Ana 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 ToALmMHA
Recommended f, [mm/rev]
PexkomeHgoBaHHana nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHua Ve [M/MUH]
Paguyc npu BepLumHe
Recommended ap [mm]
SIS PeroMeHjoBaHadA ToLmHa
Recommended f, [mm/rev]
PexkomeHaoBaHHaa nogada
Cutting speed vc [m/min]
CKopoCTb pe3anua Ve [M/MWH]

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
4742 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, 1.4311 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
1.4428,1.4435, 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 %.

BbilwenprBeaeHHble pekoMeHAaumm yKasaHbl Ana 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 B71-G1
PekoMeHgaumv no napamMeTpam 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
@
=
©
>
18]
C
c
2
=
=%
=]
o
=
(G}
o
=
[}
-
(1]
=

Geometry

[eomeTpuA

Corner radius

Paaunyc npv BepLLMHe
Recommended ap [mm]
PexkomeHgoBaHas TomHa
Recommended f, [mm/rev]
PexkomeHgoBaHHana nogada
Cutting speed vc [m/min]
CKOpOCTb pe3aHua Ve [M/MUH]
Geometry

[eomeTpuA

Corner radius

Paguyc npu BepLumHe
Recommended ap [mm]
PexkomeHoBaHas ToLmHa
CTPYKKM ap [MM]
Recommended f, [mm/rev]
PexkomeHaoBaHHaa nogada
Cutting speed vc [m/min]
CKopoCTb pe3anua Ve [M/MWH]

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
4747 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 0,35 120-180
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 0,220 | 120-180
16 4 0,35  100-140
MR 08 3 0535 110-160
12 4 0,45 100-140
16 5 0,50 90-130
M Austenitic 14300, 14301, 180  MF 04 05 015  150-180
AyCTEeHUTHbIN 1.4303, 1.4305, 08 1 0,20 150-180
14306, 1.4308, 12 2 025  120-180
14310, 14311 M 08 2 | 025 120-180 MRl 04 04 015 120-150
12 3 0,30 120-180 08 1 0,20 150-180
16 4 0,35 140-180
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
1.4428, 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 %.

BbilwenprBeaeHHble pekoMeHAaumm yKasaHbl Ana obpaboTkm ¢ COXK. [nA cyxoit 06paboTKM pekoMeHA0BaHHAA CKOPOCTb Pe3aHUA Ve CHUMKaeTcA npumepHo Ha 20 %.

56 www.konradtools.com



KONRAD
TOOLS

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

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

5
Sf=
3 a
(]
& E
SN
™ =
T ©
b
C
gc
==

Technical Hints
TexHU4ecKne pekomeHgaumm

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

Brinell C21-11, HS C31-J1
Material Hardness
TBEpPAOCTL f [mm/rev] [Mm/06]
Matepnan
Bpurenns 04-08 0,25-04 0,05-0,25
. ---
Grey cast iron Perlitic/ferritic
Cepeblii 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 € wapoBnaHbIM rpaduTomM DeppuUTHbIN 160 150-210 180-260 210-300
Perlitic
MepanToBbIit 250 110-160 130-190 150-200
Malleable cast iron Ferritic
KoBKui 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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KONRAD Notes

TOOLS 3ameTku
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Minimill

®pe3bl cepun Minimill




KONRAD Minimill

TOOLS Opesbl cepym Minimill

B -/ </

Milling Cutters for Milling Cutters for Milling Cutters for
Chamfering 30°, 45°, 60° Chamfering 45° Chamfering-Flaring 10° to 80°
Ope3bl 414 cHATUA dacok 30°, 45°, 60° ®pe3bl ANA cHATUA Gacok 45° ®pe3bl 4nA 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 | DPessl AnA NoApesky TOPLOB,
¢dpe3sbl-pas3BepTku
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 4nA cHATUA dacok 30°, 45°, 60°

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

D2
D1

)

d hé
Q

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

Ordering Code i
Ko, =
“ D1 L dhe | Y° £ /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°
®pe3bl AnA CHATKA GacoK 45°

CH23-... Dzb“SE@P ffffffff

H

o ol g ] T e
45°

Ordering Code

Ko,

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

Dimensions [mm] Pa3mepb! [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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KONRAD Milling Cutters for Chamfering-Flaring 10° to 80°
TOOLS Opesbl AnA CHATUA Gacok ¢ 10° go 80°

CH25-...

Fig. 1
With poket TCMT 16T3 ...

Fig. 2
With pocket SCMT 1204 ...

Q\

C kacceTtont TCMT 1673 ... / C kacceTton SCMT 1204 ... < .-
/N a
N\ / \
80° " 80° "
\ \
/,\\/’ \ \ e \\
Y. i - |
e Yok
2= S R A -— 100 |
****** T T
0,77/}7
Ty

Dimensions [mm] Pa3veps! [MM]

Ordering Code Fig. 1 Fig. 2 E’o
Koa y P
K=y
| omin | omac | omn | 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 33,5 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 3anyactu

—
Pocket Insert Insert screw Pocket screw Key

Moaknagka MnactmHa HDE 3aXKMMHOM BUHT KpeneHbIn BUHT Knioy

T16NEW TCMT16T3 ... VT40 M6-16 BT15
Spare Parts 3anyactm

) S

[‘- Pocket Insert Insert screw .= Pocket screw Key

Moaknagka E MnactvHa HD@ 3aXKMMHOM BUHT KpeneHbii 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-...

T526-021.02.90.06.2-0

Dimensions [mm] Pa3veps! [MM]

Ordering Code

Koa
D1 L H1 | dh6
21 11 76 26 9 16

T Slot Milling Cutter
T-0bpasHble Gppe3bl

H1l

D1

B —

NOTE

D2

For “T” slot cutters according to

d hé

DIN 650-UNI4788-ISO 299 norms

[nAa T-06pasHbix Gpe3 cornacHo

TS26-025.04.90.06.2-0 25 13 82 31 11 16
TS26-032.04.90.09.2-0 32 17 88 38 14 20
TS26-040.04.90.09.2-0 40 21 108 50 17 25
TS26-050.04.90.12.2-0 50 27 120 56 22 32
r]—[’w i i
N M
I;'llli;@ s
D
a/D 1 0,5 0,2 0,1 0,05 0,02
< 100% 50% 20% 10% 5% 2%
E 1 1 15 2,1 3 48
a/D 0,5-1 0,2 0,1 0,05
< 50-100% 20% 10% 5%
Ve (min) vc (max)
e R M F

ﬁ Without coolant Be3 COX

O With coolant C COX

N N NN =

A DD DN

Hopme DIN 650-UNI4788-1S0 299 @

Spare Parts 3anuyactu

[=)]

-

£ [o] [
g

0,100 SPMT 060304 VT25 BTO8
0,100
0,200 SPMT 09T308 VT35S BT15
0,400
0,670 SPMT 120408 VT50 BT20

Cutting speed [m/min] CkopocTb pe3anuna [M/MuH]
Number of revolutions [rev/min] KonnyectBo o6opoToB [06/MuH]

f;  Tooth feed [mm] lMogava [Mm]

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

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

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

K Factor of feed lNopaua

ae Radial cutting depth my6uHa pesaxua
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KONRAD Drilling Endmill

TOOLS MnyHHepHbIe dpesbl

DE27-...

7 ——
~ [ o 4
U ©

D1

. 0
Dimensions [mm] Pa3veps! [MM] Spare Parts 3anyactu

Ordering Code

Ko

A DL | dhe | L H1 O i | —
20 20 90 35 17

Weight [kg]

DE27-020.03.90.10.2-1 9 3 0,200 | APKT 1003 ... V125 BTO8
DE27-025.03.90.10.2-1 25 25 110 50 19 9 3 0,360

DE27-032.03.90.16.2-1 32 32 130 50 30 15 3 0,720 | APKT 1604 ... VT40 BT15
Long models YanuHeHHble Mogenn

DE27-020L.03.90.10.2-1 20 20 150 30 17 9 3 0,320 | APKT 1003 ... V125 BTO8
DE27-025L.03.90.10.2-1 25 25 150 50 19 9 3 0,500

Long models YanvHeHHble Mogenm

DE27-020XL.03.90.10.2-1 20 20 180 30 17 9 3 0,390 = APKT 1003 ... V125 BTO8
DE27-025XL.03.90.10.2-1 25 25 200 50 19 9 3 0,680

DE27-032XL.03.90.16.2-1 32 32 220 50 30 15 3 1,250 = APKT 1604 ... VT40 BT15
ﬁ Without coolant Be3 COX O With coolant C COX
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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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KONRAD 180° Spot-Facing End Mills

TOOLS 3eHKepsl 180°

SF29-...

d hé

Y
L O
Spare Parts 3anuyactu

[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 097304 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 3anuyactu

(=]
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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KONRAD Adjustement Boring Bars
TOOLS Peryimpyemble onpasku

AB31-.., AB32-...

L1

Dimensions [mm] Pa3mepbl [MM] Spare Parts 3anuactu

Ordering Code
Ko
A L1

Adjust screw  Insert screw Clampscrew Insert

Weight [kg]

E 3alUMTHBIA BUHT BWHT NnactvHbl 3aXKMMHOWM BUHT MnactmHa

5 1 2 3

o
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 0,620 RE 5 VT40 BL S TCMT 1673 ...
AB31-035.01.90.16.2-0.1 170 70 100 32 35 40 1,050 RE 6 VT40 BL6 TCMT 1673 ...
AB31-040.01.90.16.2-0.1 190 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 V125 BLO CCMT 0602 ...
AB32-012.01.90.06.2-0.1 105 70 30 12 12 15 0,100 RE 1 V125 BL1 CCMT 0602 ...
AB32-015.01.90.06.2-0.1 110 60 50 16 15 20 0,170 RE 2 V125 BL 2 CCMT 0602 ...
AB32-020.01.90.06.2-0.1 120 60 60 20 20 25 0,270 RE 3 V125 BL 3 CCMT 0602 ...
AB32-025.01.90.09.2-0.1 140 70 70 25 25 30 0,480 RE 4 VT35 BL 4 CCMT 0973 ...
AB32-030.01.90.09.2-0.1 160 70 90 25 30 35 0,620 RE 5 VT35 BL 5 CCMT 0973 ...
AB32-035.01.90.09.2-0.1 170 70 100 32 35 40 1,050 RE 6 VT35 BL 6 CCMTO9T3 ...
AB32-040.01.90.09.2-0.1 190 70 120 32 40 45 1,400 RE 7 VT35 BL7 CCMT 0973 ...
AB32-045.01.90.09.2-0.1 220 | 70 150 32 45 50 2,040 RE 8 VT35 BL 10 CCMT 0973 ...
Long models YanvHeHHbIe Modenn
AB31-020L.01.90.11.2-0.1 150 70 80 20 20 25 0,370 RE 3 VT25 BL 3 TCMT 1102 ...
AB31-025L.01.90.16.2-0.1 170 70 100 25 25 30 0,580 RE 4 VT40 BL 4 TCMT 1673 ...
AB31-030L.01.90.16.2-0.1 190 70 120 25 30 35 0,720 RE 5 VT40 BL5 TCMT 16T3 ...
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 Be3 COX O With coolant C COX
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KONRAD Chamfering Milling Cutters

TOOLS ®pe3sbl 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 3anyactu

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 | 0,460

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

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

CH34-073.06.50.16.2-1 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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KONRAD Solid Carbide Tools
TOOLS TBepaoCrIaBHbIe MHCTPYMEHTHI

73 88 98

Solid Carbide Milling Cutters Solid Carbide Drills Technical Hints

TeepagocnnaBHble Gpesbl TeepaocriaBHble cBepna TexHu4eckre pekomeHaaumm

Symbol Navigator 0630p cumMBonOB 73 Symbol Navigator 0630p cumBosioB 88 Ramping

Application lMprmeHerne 74 KD3D-... 89 BpesaHwe nop yrnom 98
Slot Drills (2-fluted), Centre Cutting KD3DC-... 90 Formulas

®pe3bl 4NA 06pa3oBaHWA Na3os KD5DC-... 93 ®opmysibl 98
(2-ne3BuiiHble), C LeHTpasibHbIM pe3oM 75 . Calculation of Approach Angle ¢s

KTU O2N... Cutting Values lNapameTpel pe3aHuna 96 PacueT yrma Bpe3aHns g 99

Ball Nose Slot Drills (2-fluted), Centre Cutting
Dpe3bl 4NA 06pa30BaH1A NA30B CO CHEPUHECKUM
KOHLIOM (2-Ne3BWiiHbIe), C LeHTpasbHbIM Pe3oM 76
KTU 02B...

Slot Drills (3-fluted), Centre Cutting

®pes3bl AnA 06pa3oBaHiA Na3os (3-ne3suitHble),

C LUEHTPaNbHLIM PE30M 77
KTU O3N...

End Mills (4-fluted), Centre Cutting

dpesbl (4-ne3BuiiHble), C LeHTPasbHLIM pesoM 78
KTU 04N...

High-performance End Mills, Centre Cutting
BbicokoaddeKTMBHbIE KOHLEBbIE dpesbl,

C UeHTpasibHbIM pe3oM 79
KTU O4N...

Roughing End Mills (Fine Teeth), Centre Cutting
KoHueBble ¢pe3bl A5 YepHOBOW 06paboTKM
(TOHKME 3yBbA), C LEHTPAsIbHLIM PE30M 80
KTU 04R..., KTU O5R...

High-performance Finishing End Mills, Centre

Cutting BbicokoaddeKTvBHbIE KOHLEBbIE dpe3bl

[NA YACTOBOM 06pPabOTKK, C LeHTpasbHbIM pe3oM 81
KTU O6N..., KTU O8N...

End Mills Alu, Centre Cutting

KoHueBble Ano-dpe3ebl, C LeHTpanbHbIM pe3oM 82
KTA 02W...; KTA 03W..,; KTA O3W...

End Mills, Centre Cutting

KoHueBble ¢pesbl, C LeHTpanbHbIM pe3om 85
KTH 04N...

Hard Multi-tooth End Mills, Centre Cutting

TBepable MHOro3ybble KoHLeBble Gppesbl,
C UeHTpasibHbIM pe3oM 86

KTH O6N..., KTH 08N...

100

Attachment

Mprnoxenna

Dimensions, units and application formulas
Pa3mepebl, eaHnLbl 1 GOpMybl 100

Solutions of Problems in Milling
PewweHwne npobnem 101

Material Comparison Chart
CpaBHuTeNbHaA Tabnmua Matepyanos 102
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KONRAD
TOOLS

Symbol Navigator
0630p C1MBOSOB

Application lMpumeHeHue

R

Slotting Roughing Ramping
[EER YepHoBan Bpe3anwe nog
obpaboTka YI7IOM

Shank form ®opma xBocToBMKA

Qo [

To DIN 6535
Mo DIN 6535

Standard Hopma

DIN DIN DIN DIN

6527 6537K 6537L 6539
To DIN

Mo DIN

Type Tun

w HPC NH H NRf U

Application range similar to DIN 1836
O6nactb npumeHenre, aHanor DIN 1836

Length [auHa

4xD
(S
SRRSASYY
Long (DIN) Extra length

OnuHHbIn (DIN) 3KCTpa ANVHHBIN

&

Helix
CnupansHoe
Bpe3aHue

o

NS

Drilling Finishing

CBepnenve Yucrosan
obpaboTka

Cutting edge form

o

Corner chamfer
Dacka

Solid Carbide Milling Cutters
TBepaocnnasHble ¢pesbl

i's

Copying
MpodpunbHoe
dpe3epoBaHve

®opmMa pe3ku

Rake angle Yrosn HaksoHa

A A A A A A

Rake angle of circumference cutting edges
Yrofl HAK/IoHa PeMYLMX KPOMOK

Feed lMogaua

.

For lateral feed
[nA 6oxkoBoro
[OBUKEHUA

Coating lMokpbiTne

Coating

With coating
C noKpbITHEM

Number of cutting edges Konunuectso pexyuimx KpoMoK

T P

4-5 6,8

TTT

Number of major cutting edges
Ko/IMYeCTBO MaBHbIX PEXYLLMX KPOMOK

Helix angle Yron cnupanm

35° 39° 40°
@39 @2?: @42“ \@3@ @45“ @5?

Size of helix angle / number of different helix angles
Yrbl HAKNOHA / KONMYECTBO PasHbIX YI/I0B HAKK/IOHa

l,

i,
N (R

For lateral feed and

oblique plunging

[nA 6okoBoro

1 HAKMOHHOT O

[OBUKEHUA

For lateral feed, oblique
plunging and drilling
[nsa 6oKkoBoro

1 HaK/NOHHOO ABUMKEHNA
1 cBepneHuA

>

Without coating
Be3 nokpbITMA
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KONRAD

TOOLS

Application
MNpuMeHeHe

Name

HassaHve

Solid Carbide Milling Cutters
TBepaocnnasHble ¢pesbl

Application

MprmereHne

KTU Konrad Tools Universal For steel, stainless steel, cast materials, aluminium, titanium alloys, hardened steel up to 54 HRC

[nA cTanu, HeprKaBeloLwen CTann, YyryHa, alloMMHWA, TUTAHOBLIX CN1ABOB, 3akaneHHoM ctanm 4o 54 HRC
KTA Konrad Tools Aluminium For aluminium

[Ona anioMuHnA
KTH Konrad Tools Hardened For hardened steel up to 63 HRC, cast materials, steel

[na 3akaneHHon ctann Ao 63 HRC, yyryHa v ctanmn

74
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

Slot Drills (2-fluted), Centre Cutting
Ope3bl ANa 06pasoBaHMA Na3oB (2-1e3BuiHbIe), C LIeHTPaslbHbIM Pe30Mm

KTU O2N... B We D0 HPC

Universal solid carbide milling cutter o

YHvBepcansHaA TBepgocniaBHas pesa
e W @30"
<

[ - o

© © 450 >

2 L va
13

11 Coating

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

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

Cutting values: Slotting* and roughing
MapaMeTpbl pe3aHun: o6pasoBaHMe NasoB* u yepHoBaa obpaboTka

=
s 3 |
: 55| =58 :

g < Ao | ¥c|&, f, [mm/tooth] with nom. @

o @ Material Hardness Yo| 3T =l f, [MM/3y6] c @

2 T | Marepuan TBepOoCcTb S8 | Ta|E a

o o=| oS |5°¢

T O w = w3 |00

[}

" s

s 2
Steel < 850 N/mm? 0,5xd 1xd 125 0,013 0,018 0,025 0,032 0,042 0049 0,063 0,07
Cranb 850-1400 N/mm? 0,5xd 1xd 95 0,01 0015 0,02 0024 0,033 0,039 0048 0,057
Stainless steel < 750 N/mm? 0,5xd 1xd 85 001 0015 0,02 0024 0,033 0,039 0048 0,057
HepkaBelowas cranb > 750 N/mm? 0,5xd 1xd 50 0,007 0,01 0,015 0,018 0,027 003 0,039 0,048
Cast mat. YyryH > 240 HB 30 0,5xd 1xd 100 0,01 0015 0,02 0,024 0,033 0,039 0,048 0,057
Aluminium AnioMUHMR <7%Si 1xd 1xd 160 0,013 0,018 0,025 0,032 0,042 0,049 0,063 0,07

*

Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnamaeHe PeKoMeHAYeTcs A ONTUMABHOMO YAANEHNA CTPYXKM U CPOKA CTYKBbI MHCTPYMEHTa.
** For slotting with a. = 0,02xd the cutting speed v, can be increased by 50 %.
[nA 06paboTkM ae = 0,02xd cKOPOCTb pe3aHunsA Ve MOXKET yBennunTbea Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f; -25 %!

Bce pekoMmeH4aumMm 4encTBUTeNbHbI A4NA MHCTPYMEHTA C NOKPbITUEM. NS MHCTPYMeHTa 6e3 NoKpbITWs Heobxoanmo Ve -40% u f, -25 %!
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

Ball Nose Slot Drills (2-fluted), Centre Cutting
Ope3bl AnA 06pa3oBaHKA Na30B CO CHepUUEeCKM KOHLIOM (2-1e3BUiHbIe), C LIeHTPasibHbIM PE30M

KTU 02B... DHA OIN" ‘Hpc ==

Universal solid carbide milling cutter R

YHuBepcanbHasa TeepaocniasHan gpesa hﬁﬂ @ Q o
30° >

2 R %

el

@

13 Conti
1 oating
v

Gl e Tool material Dimensions [mm] Pa3vepb! [MM]
o wippera | aimto | @ | e | s |
VHCTPYMeHTa

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

Cutting values: Slotting* and roughing
MapaMeTpbl pe3aHun: o6pasoBaHMe NasoB* u yepHoBaa obpaboTka

=
s 3 |
: o |s5|d .

g < Ao | ¥c|&, f, [mm/tooth] with nom. @

2 @ Material Hardness Yo| 3T o € f, [MM/3y6] c @

2 T | Marepuan TBepaocTs TS| T8 25

I o=| oS |580

T O w = w3l | 0OTa

[}

" S

= 2
Steel < 850 N/mm? 0,5xd 04xd 175 0,03 0,04 0,045 0,05 0,07 0,1 0,12 0,15
Cranb 850-1400 N/mm? 0,5xd  0,3xd 140 0,03 0,04 0,045 0,05 0,07 0,1 0,12 0,15
Stainless steel < 750 N/mm? 1xd 0,1xd 126 0,03 0,04 0,045 0,05 0,07 0,1 0,12 0,15
HepkaBelowas ctanb > 750 N/mm? 1xd  0,1xd 56 0,02 0,03 0,035 0,04 0,05 0,07 0,08 0,1
Aluminium AntoMuHUIA <7%Si 1xd  0,3xd 196 0,03 0,04 0,045 0,05 0,07 0,1 0,12 0,15
Ti sp. alloys < 1300 N/mm? 1xd  0,1xd 56 0,02 0,03 0,035 0,04 0,05 0,07 0,08 0,1
TuTaHoBble Criasbl
Hardened steel up to 54 HRC 0,05xd 0,05xd 70 0,02 0,03 0,035 0,04 0,05 0,07 0,08 0,1

3akaneHHas ctanb

*

Peripheral cooling is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended.

MepudepuiHoe oxnamaeHe PEKOMEHAYeTCA A ONTUMA/IBHOMO YAANEHUA CTPYMKM U CPOKA CY6bI MHCTPYMEHTA. [11A eCTKoM 06paboTM peKoMeHayeTcA
OXNaxaeH1e BO34yXOM.

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

[na HSC uncToBor 06paboTkM C ae = 0,02xd CKOPOCTb pe3aHua Ve MOMKET yBenUMTLCA Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

Slot Drills (3-fluted), Centre Cutting
Ope3bl ANa 0bpasoBaHMA Na3oB (3-1e3BUiHbIe), C LIeHTPasIbHbIM Pe30Mm

KTU O3N... DIN
. ) R HB gsp; HPC
Universal solid carbide milling cutter
YHvBepcansHaA TBepgocniaBHas pesa
—f = @300
<
~N — o
u ERNH RS
2 var e
13
1 Coating

Gl e Tool material Dimensions [mm] Pa3vepsi [Mm]

- Marepnan i1 1 [mmX45°]
KTU 03N060-020 2,000 6,000 57,00 6,00 10,40 0,03
KTU 03N070-025 2,500 6,000 57,00 7,00 11,40 0,05
KTU 03N070-030 3,000 6,000 57,00 7,00 11,40 0,05
KTU 03N070-035 3,500 6,000 57,00 7,00 11,40 0,05
KTU 03N080-040 4,000 6,000 57,00 8,00 13,90 0,05
KTU 03N080-045 4500 6,000 57,00 8,00 13,90 0,05
KTU 03N100-050 5,000 6,000 57,00 10,00 16,90 0,05
KTU 03N100-060 Solid carbide 6,000 6,000 57,00 10,00 21,00 0,05
KTU 03N130-070 with coating 7,000 8,000 63,00 13,00 21,90 0,10

Teepabii cnnas

W W WWWWWWWWWWWWWwWwww

KTU 03N160-080 € NOKpLITHEM 8,000 8,000 63,00 16,00 27,00 0,10
KTU 03N160-090 9,000 10,000 72,00 16,00 27,40 0,10
KTU 03N190-100 10,000 10,000 72,00 19,00 32,00 0,10
KTU 03N220-120 12,000 12,000 83,00 22,00 38,00 0,10
KTU 03N220-140 14,000 14,000 83,00 22,00 38,00 0,15
KTU 03N260-160 16,000 16,000 92,00 26,00 44,00 0,15
KTU 03N260-180 18,000 18,000 92,00 26,00 44,00 0,15
KTU 03N320-200 20,000 20,000 104,00 32,00 54,00 0,15

Cutting values: Slotting* and roughing
MapaMeTpbl pe3aHun: o6pasoBaHMe NasoB* u yepHoBaa obpaboTka

=
s 3 |
: 55|58 :

g < Ao | ¥c|&, f, [mm/tooth] with nom. @

2 @ Material Hardness Yo| 3T b f, [MM/3y6] c @

2 T | Marepuan TBepOocTs S8 |Ta|E a

o o=| oS |5°¢

T O w = w3 |00

[}

" S

s 2
Steel < 850 N/mm? 0,5xd 1xd 125 0,013 0,018 0,025 0,032 0,042 0049 0,063 0,07
Cranb 850-1400 N/mm? 0,5xd 1xd 95 0,01 0015 0,02 0024 0,033 0,039 0048 0,057
Stainless steel < 750 N/mm? 0,5xd 1xd 85 001 0015 0,02 0024 0,033 0,039 0,048 0,057
HepkaBelowas ctanb > 750 N/mm? 0,5xd 1xd 50 0,007 0,01 0,015 0,018 0,027 0,03 0039 0,048
Cast mat. YyryH > 240 HB 30 0,5xd 1xd 100 001 0015 0,02 0,024 0033 0,039 0,048 0,057
Aluminium AnioMUHMR <7%Si 1xd 1xd 160 0,013 0,018 0,025 0,032 0,042 0,049 0,063 0,07

*

Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnamaeHe PeKoMeHAYeTcs A ONTUMABHOMO YAANEHNA CTPYXKM U CPOKA CTYKBbI MHCTPYMEHTa.
** For slotting with a. = 0,02xd the cutting speed v, can be increased by 50 %.
[nA 06paboTkM ae = 0,02xd cKOPOCTb pe3aHunsA Ve MOXKET yBennunTbea Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f; -25 %!

Bce pekoMmeH4aumMm 4encTBUTeNbHbI A4NA MHCTPYMEHTA C NOKPbITUEM. NS MHCTPYMeHTa 6e3 NoKpbITWs Heobxoanmo Ve -40% u f, -25 %!
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

End Mills (4-fluted), Centre Cutting
dpe3bl (4-ne3BuinHbIe), C LeHTPasibHbIM pe3oMm

KTU O4N... DIN
. ) R HB gsp; HPC
Universal solid carbide milling cutter
YHvBepcansHaA TBepgocniaBHas pesa
AN\ E? @300
9 4

d2
@:
&,

11 Coating

Gl e Tool material Dimensions [mm] Pa3vepbl [MM]
VHCTPYMeHTa

KTU 04N070-020 2,000 6,000 57,00 7,00 11,40 0,03 4
KTU 04N080-030 3,000 6,000 57,00 8,00 12,90 0,05 4
KTU 04N110-040 4,000 6,000 57,00 11,00 16,90 0,05 4
KTU 04N130-050 5,000 6,000 57,00 13,00 19,90 0,05 4
KTU 04N130-060 6,000 6,000 57,00 13,00 21,00 0,05 4
KTU 04N160-070 Solid carbide 7,000 8,000 63,00 16,00 2390 0,10 4
KTU 04N190-080 with coating 8,000 8,000 63,00 19,00 27,00 0,10 4
KTU 04N190-090 TBepabli cnnas 9,000 10,000 72,00 19,00 28,40 0,10 4
KTU 04N220-100 C NMOKpbITNEM 10,000 10,000 72,00 22,00 32,00 0,10 4
KTU 04N260-120 12,000 12,000 83,00 26,00 38,00 0,10 4
KTU 04N260-140 14,000 14,000 83,00 26,00 38,00 0,15 4
KTU 04N320-160 16,000 16,000 92,00 32,00 44,00 0,15 4
KTU 04N320-180 18,000 18,000 92,00 32,00 44,00 0,15 4
KTU 04N380-200 20,000 20,000 104,00 38,00 54,00 0,15 4

Cutting values: Slotting* and roughing
MapaMeTpbl pe3aHun: o6pasoBaHMe NasoB* u yepHoBaa obpaboTka

=
s 3 |
: 55|58 :

g < Ao | ¥c|&, f, [mm/tooth] with nom. @

2 @ Material Hardness Yo| 3T b f, [MM/3y6] c @

2 T | Marepuan TBepOocTs S8 |Ta|E a

o o=| oS |5°¢

T O w = w3 |00

[}

" S

s 2
Steel < 850 N/mm? 15xd 0,5xd 125 0,013 0,018 0,025 0,032 0,042 0049 0,063 0,07
Cranb 850-1400 N/mm? 15xd 0,5xd 95 0,01 0015 0,02 0024 0,033 0,039 0048 0,057
Stainless steel < 750 N/mm? 15xd 0,5xd 85 001 0015 0,02 0024 0,033 0,039 0,048 0,057
HepkaBelowas ctanb > 750 N/mm? 15xd  0,2xd 50 0,007 0,01 0,015 0,018 0,027 0,03 0039 0,048
Cast mat. YyryH > 240 HB 30 15xd 0,5xd 100 001 0015 0,02 0,024 0033 0,039 0,048 0,057
Aluminium AnioMUHMR <7%Si 15xd  0,3xd 160 0,013 0,018 0,025 0,032 0,042 0,049 0,063 0,07

*

Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnamaeHe PeKoMeHAYeTcs A ONTUMABHOMO YAANEHNA CTPYXKM U CPOKA CTYKBbI MHCTPYMEHTa.
** For slotting with a. = 0,02xd the cutting speed v, can be increased by 50 %.
[nA 06paboTkM ae = 0,02xd cKOPOCTb pe3aHunsA Ve MOXKET yBennunTbea Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f; -25 %!

Bce pekomeH4aumm 4encTBUTeNbHbl 41A MHCTPYMEHTA C MOKPLITUEM. [nA MHCTPYMeHTa 6e3 NoKpbITWA Heobxoammo Ve -40% u f, -25 %!
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KONRAD
TOOLS

Solid Carbide Milling Cutters
TBepaocnnasHble ¢pesbl

High-performance End Mills, Centre Cutting
BbICOKO3DGEKTVBHbIE KOHLIEBBIE dpe3bl, C LieHTpasibHbIM Pe30M

KTU 0O4H...
Universal solid carbide milling cutter
YHMBepcanbHas TBepaocniaBHas dpesa

HPC —

DIN
B HB 6527

Ordering Code
Koa

KTU 04H110-040 4,000 6,000 3,800 57,000 11,000 18,000 0,100 4
KTU 04H130-050 5,000 6,000 4,800 57,000 13,000 18,000 0,100 4
KTU 04H130-060 6,000 6,000 5,700 57,000 13,000 20,000 0,150 4
KTU 04H190-080 8,000 8,000 7,700 63,000 19,000 26,000 0,150 4
KTU 04H220-100 Solid carbide 10000 10000 9500 72000 22000 30000 0,200 4
KTU 04H260-120 :'th coating 12,000 12,000 11500 83000 26000 36,000 0,200 4
KTU 04H260-140 cBneop}iiﬁ:gSaB 14000 14000 13500 83000 26000 36000 0,250 4
KTU 04H320-160 16000 16000 15500 92,000 32,000 42,000 0,350 4
KTU 04H320-180 18000 18000 17,500 92,000 32,000 42,000 0,400 4
KTU 04H380-200 20000 20,000 19500 @ 104000 38000 52,000 0,450 4
KTU 04H450-250 25000 25000 24000 121,000 45000 63,000 0,600 4

Tool material
Marepnan
WNHCTPyMEHTa

d3

d2

di |

Cutting values: HPC-roughing*
MapaMeTpbl pe3aHun: yepHoBasa o6paboTka HPC*

Dimensions [mm] Pa3smeps! [MM]

w

-

o [ | 5 | u | & | 5

35°
R
R

o ol 2l
o l,

c
[mm : 450]

=
s 3 |
% ch| ca|®
a2 ¢ 2E | ZE |, f, [mm/tooth] with nom. @
2 @ Material Hardness Yo| 3T E"g% f, [MM/3y6] c @
2 @ | Matepuan TBepOocTs TS| B alBam
= = oe | o0& |Baon
e e o3 3528
a-J C | T w VU A
" S
e[ e [ ]E e w ]
Steel < 850 N/mm? 2xd 0,3xd 200 0,02 0,04 0055 0,07 0,085 0,1 0,12 0,17
Cranb 850-1400 N/mm? 2xd 0,3xd 180 0,02 0,04 0055 0,07 0,085 0,1 0,12 0,17
Cast mat. YyryH > 240 HB 30 2xd 0,4xd 180 0,02 0,04 005 0065 008 0,09 011 0,16

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MepudepuinHoe oxnamaeHe PEKOMEHAYETCA AS ONTUMA/IBHOMO YAANEHWA CTPYXKM U CPOKA CAYObI MHCTPYMEHTA.
**  For trochoidal milling and imachining with ae 0,1-0,2xd the cutting speed and feed rate can be increased by 50%.

[nA TpoxovaansHoro gpesepoBaHms € ae. 0,1-0,2xd CKOPOCTb Pe3aHUA Ve M CKOPOCTb NOAAYM MOXKET yBenuumnTbca Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

Roughing End Mills (Fine Teeth), Centre Cutting
KoHueBble dpe3bl 4718 YepHOBOM 06paboTKM (TOHKME 3ybbs), C LIeHTPasibHbIM Pe30Mm

KTU 04R..., KTU O5R... DHB DIN© NRF S

Universal solid carbide milling cutter R

YHuBepcanbHas TBepgocnnasHas ¢pesa hﬁg
4-5

>
R
| o { ;‘ E :‘
D - ;
: coamy
oatin
1 €

d2
1

Gl e Tool material Dimensions [mm] Pa3vepsi [Mm]

- Marepnan i1 1 [mmX45°]
KTU 04R130-060 6,000 6,000 57,00 13,00 21,00 0,30
KTU 04R190-080 8,000 8,000 63,00 19,00 27,00 0,30
KTU 04R220-100 10,000 10,000 72,00 22,00 32,00 0,30
KTU 04R260-120 Solid carbide 12,000 12,000 83,00 26,00 38,00 0,50
KTU 04R260-140 with coating 14,000 14,000 83,00 26,00 38,00 0,50

Teepabii cnnas

s DMNDMDAMMNMDDMDMND

KTU 04R320-160 € oKpBITAEM 16,000 16,000 92,00 32,00 44,00 0,50
KTU 04R320-180 18,000 18,000 92,00 32,00 44,00 0,50
KTU 04R380-200 20,000 20,000 104,00 38,00 54,00 0,50
KTU 05R450-250 25,000 25,000 121,00 45,00 65,00 0,60

Cutting values: Slotting* and roughing
MapaMeTpbl pe3aHun: o6pasoBaHMe NasoB* u yepHoBaa obpaboTka

=
s 3 |-
: 55| =58 :

g < Ao | ¥c|&, f, [mm/tooth] with nom. @

2 @ Material Hardness Yo| 3T =0 f, [MM/3y6] c @

2 T | Matepuan TBepaoCcTs 8| Ta|E a

o o=| oS |5°¢

T © w = w3 |00

[}

S

s 2
Steel < 850 N/mm? 2xd  0,5xd 160 0,02 0,028 0,036 0,04 0,052 0,064 0,096
Cranb 850-1400 N/mm? 2xd  04xd 130 0,016 0,024 0,028 0,032 0,044 0,052 0,064
Stainless steel < 750 N/mm? 2xd  0,25xd 115 0,02 0,028 0,036 0,04 0,052 0,064 0,096
HepxaBelowasn cranb > 750 N/mm? 2xd  0,2xd 80 0,011 0,018 0,021 0,025 0,032 0,042 0,049
Cast mat. YyryH > 240 HB 30 2xd  0,4xd 150 0,021 0,028 0,035 0,042 0,049 0,063 0,091
Aluminium  AsiloMUHAR < 7% Si 2xd  03xd 250 0,024 0,032 0,04 0,048 0,056 0,072 0,104

*

Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnamaeHe PeKoMeHAYeTcs A ONTUMABHOMO YAANEHNA CTPYXKM U CPOKA CTYKBbI MHCTPYMEHTa.
** For slotting with a. = 0,02xd the cutting speed v, can be increased by 50 %.
[nA 06paboTkM ae = 0,02xd cKOPOCTb pe3aHunsA Ve MOXKET yBennunTbea Ha 50 %.
All recommendations are valid for coated tools. For bright milling cutters please vc -40% and f; -25 %!

Bce pekoMmeH4aumMm 4encTBUTeNbHbI A4NA MHCTPYMEHTA C NOKPbITUEM. NS MHCTPYMeHTa 6e3 NoKpbITWs Heobxoanmo Ve -40% u f, -25 %!
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

High-performance Finishing End Mills, Centre Cutting
BbICOK03QGEKTMBHBIE KOHLIEBbLIE Gpe3bl 418 UMCTOBOM 06paboTKM, C LIEHTPaIbHbIM PE30M

KTU O6N..., KTU O8N... B o =
Universal solid carbide milling cutter
YHuBepcanbHasA TBepaocniasHas dpesa
o |
7 6,8
| 70
: : i 3 =l
12 e v
13

Coating

Gl e Tool material Dimensions [mm] Pa3vepbl [MM]
VHCTPYMeHTa

KTU 06N210-060 6,000 6,000 57,000 13,000 21,000 0,050 6
KTU 06N270-080 Solid carbide 8,000 8,000 63,000 19,000 27,000 0,100 6
KTU 06N320-100 with coating 10,000 10000 72000 22000 32,000 0,100 6
KTU O6N380-120 TBepabii cnnas 12,000 12,000 83,000 26,000 38,000 0,100 6
KTU 06N440-160 C MOKpbITEM 16,000 16,000 92,000 32,000 44,000 0,150 6
KTU 08N540-200 20,000 20,000 104,000 38,000 54,000 0,150 8

Cutting values: Finishing*** and HPC-roughing**
MapameTpbl pe3aHus: umcroBas obpabotka*** u HPC-uepHoBaa obpaboTka**

=
s 3 |
: 8|58 .

g < "o | ¥c|&, f, [mm/tooth] with nom. @

o @ Material Hardness 23 5@ ob = f, (Mm/3y6] c @

2 T | Matepuan TBepaocTs TS| T3 |8 2%

I o=| oS |580

T O w = w3l | 0OTa

[}

w® s

£ s e e ww e w ]
Steel < 850 N/mm? 2xd  02xd 280 0,014 0,027 0036 005 0,059 0,072 008 0,12
Cranb 850-1400 N/mm? 2xd 0,15xd 180 0,012 0,024 0032 004 0,048 0,056 0,072 0,104
Stainless steel < 750 N/mm? 2xd 0,15xd 150 0,014 0,027 0,036 0045 0,054 0,063 0081 0,11
HepkaBelowas cranb > 750 N/mm? 2xd | 0,1xd 100 0,014 0,027 0036 0,045 0,054 0063 0,081 0,11
Cast mat. YyryH > 240 HB 30 2xd  0,2xd 160 0,016 0,03 0,04 0055 0,065 008 0,09 0,14
Aluminium AnioMUHMR <7%Si 2xd 0,15xd 280 0,018 0,035 0,045 005 0065 0,08 0,12 0,15

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

MNepudepuriiHoe oxnaxmaeHVe peKoMeRAYeTCA ANA ONTUMANBHOI0 YAANEHWA CTPYHKM U CPOKA CIY OBl MHCTPYMEHTa.
** For trochoidal milling and imachining with ae. 0,1-0,2xd the cutting speed and feed rate can be increased by 50%.

[nA TpoxovaansHoro gpesepoBaHus C ae 0,1-0,2xd CKOpOCTb pe3aHunA Ve U CKOPOCTb MOAAYM MOXKET yBennunTbca Ha 50 %.
*** For finishing with a. 0,01xD the feed rate must be reduced by 25% to achieve optimal surfaces.

[na 06paboTkm ae 0,01xD cKOpoCTb No4auM A0MKHA BbITb CHUMKEHA Ha 25 % AN AOCTUMKEHWUA ONTUMASbHBIX MOBEPXHOCTEN.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

End Mills Alu, Centre Cutting
KoHueBble Anto-¢pe3sbl, C LieHTPasibHbIM Pe30M

KTA O2W... B”B DN s

Solid carbide milling cutter for aluminium R

TeepaocnnaesHaa dpesa 4nA anioMUHUA hﬁﬂ
45° 45°
2

3 &

d2
am—
nC
|t

Ordering Code Tool material Dimensions [mm] Pa3mepb! [MM] c
- Marepnan [mm x 45°] Z
VHCTPYMeHTa dl hio d2 h6

KTA 02W070-030 3,000 6,000 57,000 7,000 10,900 0,030
KTA 02W080-040 4,000 6,000 57,000 8,000 11,900 0,030
KTA 02W100-050 5,000 6,000 57,000 10,000 15,400 0,030
KTA 02W100-060 Solid carbide 6,000 6,000 57,000 10,000 21,000 0,030
KTA 02W160-080 without coating g g 8,000 63,000 16,000 27,000 0,050

Teepabii cnnas

N NN NNNNNN

KTA 02W190-100 6e3 NoKpLITAA 10,000 10,000 72,000 19,000 32,000 0,050
KTA 02W220-120 12,000 12,000 83,000 22,000 38,000 0,100
KTA 02W260-160 16,000 16,000 92,000 26,000 44,000 0,100
KTA 02W320-200 20,000 20,000 104,000 32,000 54,000 0,100

Cutting values: Slotting and HPC-roughing*
MapameTpbl pe3aHus: obpaboTka nasos u HPC-uepHoBas obpaboTka*

=
s PR o
n.% = 5 < % :’; .
Sa< 2 a = E &, f, [mm/tooth] with nom. @
o @ Material Hardness $F | 52 o2CE f, [MM/3y6] c @
2 T | Matepuan TBepaocTs S8 | Ta|E ol
. o = o S 5209
T O w = w 3 o0 a
[}
" S
28 e | v 3 6 | 8 10 126 2|
Aluminium <3%Si 1xd 1xd 600 0,03 0,045 0,05 0,065 0,08 0,12 0,14
ANIOMUHUI <7%Si 1xd 1xd 280 0,025 0,03 0,045 0,05 0,065 0,08 0,12

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnaxaeHNe PeKOMEHAYETCA 4R ONTUMASBHOMO YAANEHWA CTPYMKKM 1 CPOKA CYMKEbI MHCTPYMEHTA.
**  For trochoidal milling and imachining with ap 2xd and a. 0,15xd the cutting speed and feed rate can be increased by 50%.

[ina TpoxongansHoro ¢ppesepoBaHuA € ap 2xd 1 ae 0,15xd CKOPOCTb Pe3aH1A 1 CKOPOCTb NoAaYM MOMKET yBennunTbeA Ha 50 %.
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KONRAD
TOOLS

KTA O3W...
Solid carbide milling cutter for aluminium
TeepaocrnasHan dpesa 4ns afoMUHUA

Ordering Code

Matepunan
Kog

MHCTpyMeHTa
KTA 03W080-030 3,000 6,000 2,800 57,000 8,000 15,000 0,030 3
KTA 03W110-040 4,000 6,000 3,800 57,000 = 11,000 18,000 0,040 3
KTA 03W130-050 5,000 6,000 4,800 57,000 @ 13000 18000 0,050 3
KTA 03W130-060 Solid carbide 6,000 6,000 5,700 57,000 @ 13000 20,000 0,060 3
KTA 03W190-080 without coating g 5n 8,000 7,700 63,000 = 19,000 26,000 0,080 3
KTA 03W220-100 ;‘:g?ﬁ;:?ﬁ;s 10000 10000 9500 72,000 22000 30,000 0,100 3
KTA 03W260-120 12000 12,000 11,500 83000 26000 36,000 0,120 3
KTA 03W320-160 16000 16000 15500 92,000 @ 32,000 42,000 0,160 3
KTA 03W380-200 20,000 = 20,000 19500 104,000 38000 @ 52,000 0,200 3

Tool material

Solid Carbide Milling Cutters
TBepaocnnasHble ¢pesbl

39°
40°
o 41

d2

——d3
dl

12

Dimensions [mm] Pa3meps! [MM]

o[ e | s | o | o

c
[mm x 45°]

Cutting values: Slotting and HPC-roughing*
MapaMeTpbl pe3aHua: obpabotTka nasos u HPC-uepHoBas o6paboTka*

s
s 2 | T
: sb|lg5|d :

g ¢ 2o | ¥cCc|&, f, [mm/tooth] with nom. @
© o |Material Hardness s8| 5% |26 f, IMM/3y6] c @
o g EUEZEN TBepaoCTb b S o 3 8 a5
1] = N o m
= ®© s &3 |1334
o C
&S
s 2

Aluminium <3%Si 1xd 1xd 600 0,045 005 0065 008 012 015 0,18 025

AMIOMUHMA <7%Si 1xd 1xd 280 003 0045 005 0065 008 012 015 0,18

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnamaeHe PeKoMeHAYeTca AMS ONTUMABHOMO YAANEHWA CTPYMHKM U CPOKA CYKBbI MHCTPYMEHTa.
**  For trochoidal milling and imachining with a, 2xd and ae 0,15xd the cutting speed and feed rate can be increased by 50 %.

[inA TpoxongansHoro gppesepoBaHnA € ap 2xd 1 ae 0,15xd CKOPOCTb Pe3aHnA 1 CKOPOCTb NoAAYM MOMKET yBennunTbeA Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

KTA O3W... [j w2

Solid carbide milling cutter for aluminium ANNNNRRY

TeepaocrnasHan dpesa 4ns afoMUHUA \%390 m
40° 45° >
41° R

Fdl

=

s

2 e |
X ek P -4

- Marepuan " [mm x 45°]

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

Cutting values: HPC-roughing*
MapaMeTpbl pe3aHua: yepHoBana obpaboTka HPC*

=
s 2 | T
g s3|s5|8
g ¢ e | 8|8, f. [mm/tooth] with nom. @
o @ Material Hardness LW FEw = s f, Mm/3y6] c @
o EUEZEN Hardness o3 | B3 |8 a5
T = [T oS |2onm
= ®© 5| &3 |334
8 E
e a3 6 8 ]2 18 20 3|
Aluminium <3%Si 3xd 0,25xd 600 0,03 0,045 005 0,065 0,08 0,12 0,15 0,18
ANIOMUHMIA <7%Si 3xd 02xd 280 0025 0,03 0045 005 0,065 0,08 0,12 0,15

*  Peripheral cooling is recommended for optimal chip evacuation and tool life.
MNepudepuitHoe oxnamaeHe PeKoMeHAYeTca AMS ONTUMABHOMO YAANEHWA CTPYMHKM U CPOKA CYKBbI MHCTPYMEHTa.
** For trochoidal milling and imachining with a, > 2xd and a. 0,15xd the cutting speed and feed rate can be increased by 50 %.

[inA TpoxongansHoro gppesepoBaHnA € ap 2xd 1 ae 0,15xd CKOPOCTb Pe3aHnA 1 CKOPOCTb NoAAYN MOMKET yBennunTbeA Ha 50 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

End Mills, Centre Cutting
KoHueBble ¢pe3bl, C LieHTpasibHbIM Pe3oM

KTH 04N... B”B DN s

Solid carbide milling cutter for hard material R

TBepaocnnaeHble dpesbl ANA TBepabIX MaTepnanos hﬁﬂ 40°
42° 45° >
4 N

u 5 bl o5

d3
a1 | N\

d2

13 _ %
1 Coating
v

—— i | it ted |
L e T e R I O
MHCTPYMeHTa

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

Cutting values: HPC-roughing* and hard finishing
MapameTpbl pe3aHun: HPC-uepHoBas o6paboTka* u TBepaan uucrtoBas obpaboTka

=
s 3 o
: 8| 5|3 _

g < = e = E a., f, [mm/tooth] with nom. @

2 @ Material Hardness g 28| 268 f, [MM/3y6] c @

2 T | Marepuan TBepaocTs °S | 3B 8%

I o = o= | 580

T O w = w 3 o0 a

[}

" S

s et | v 3 6| 8 0 12|16 2|
Steel < 850 N/mm? - - - - - - - - - -
Cranb 850-1400 N/mm?2 1xd - 140 0,02 0,04 0,05 0,065 0,08 0,095 0,11
Cast mat. YyryH > 240 HB 30 1xd 0,5xd 130 0,014 0,027 0,036 0,05 0,059 0,072 0,086
Hardened steel < 54 HRC 1xD  0,15xD 110 0,015 0,03 0,04 0,05 0,06 0,07 0,09

- 3aKaneHHan crasnb < 63 HRC 2xD  0,03xD 80 0,01 0,015 0,025 0,035 0,042 0,05 0,08

*

Air cooling is recommended for optimal chip evacuation and tool life.
PexkomeHayeTcA BO34yLIHOE OXNaAEHUe 415 ONTUMABHOMO YAANEHWA CTPYMHKM U CPOKA CAYKBbI MHCTPYMeHTa.
** For slotting (up to 54 HRC) the cutting speed and feed rate should be reduced by 30%.

[na 06paboTkm (4o 54 HRC) cKopocTb pe3anHunsa U CKOPOCTb Nodaum A0MHKHbI 6bITb YMeHbLueHbl Ha 30 %.
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KONRAD Solid Carbide Milling Cutters
TOOLS TBepaocnnasHsle Gppesb

Hard Multi-tooth End Mills, Centre Cutting
TBepable MHOro3ybble KOHLIEBbIe Gpe3bl, C LIeHTPasIbHbIM Pe30M

KTH ON..., KTH O8N... D in
Solid carbide milling cutter for hard material
TBepaocnnaeHble Gpe3bl 4NA TBEpAbIX MaTepUANoB \@
55°
< 6,8

Coating

11

Gl e Tool material Dimensions [mm] Pa3vepbl [MM]
WHCTpyMeHTa

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

Cutting values: Finishing*** and HPC-roughing**
MapameTpbl pe3aHus: YucroBaa obpaboTka*** u HPC-uepHoBasa ob6paboTka**

=
s Z |B
: 5| %|d .

g = Ao | ¥c|&, f, [mm/tooth] with nom. @

S @ Material Hardness 37|32 268 f, [MM/3y6] C @

2 T | Marepuan TBepaocTs S8 | TalB ol

] o=| oS |580

T O w = wd |0 a

gc

s at v 3 6] 8 ]2 1620
Steel < 850 N/mm? - - - _ _
Cranb 850-1400 N/mm? 2xd 005xd 180 0,012 0,024 0032 004 0,048 0,056 0,072 0,104
Cast mat. YyryH > 240 HB 30 2xd 0,05xd 160 0,016 0,03 0,04 0055 0,065 008 0095 0,14
Hardened steel < 54 HRC 15xd 0,05xd 120 0,012 0,024 0032 0,04 0,048 0056 0,072 0,104

v 3akaneHHas cTanb < 63 HRC 15xd 0,02xd 90 0,01 0,015 0,025 0,035 0,042 0,05 0,08 0,09

*  Peripheral cooling is recommended for optimal chip evacuation and tool life, for hard machining air cooling is recommended.
MepudepuiiHoe oxnaxaeHe pekoMeHAYeTCA ANA ONTUMANBHOMO YAANEHWA CTPYMKKMU M CPOKa CNy6bl MHCTPyMeHTa. [InA *ecTKol 06paboTkM pekoMeHayeTcA
OXNaKaeHNe BO3yXOM.

** For trochoidal milling and imachining with ae. 0,1-0,2xd the cutting speed and feed rate can be increased by 50%.
[nA TpoxovAaansHoro ¢pesepoBaHus C ae 0,1-0,2xd CKOpoCTb pe3aHnA U CKOpPOCTb NModaqn MoryT BbiTb yBenmyeHsl Ha 50 %.

*** For finishing with a. 0,01xD the feed rate must be reduced by 25 9% to achieve optimal surfaces.

[nA 06paboTkm ae 0,01xD CKOpoCTb No4aun A0MKHA BbITb YMeHblueHa Ha 25 % 418 A0CTUKEHUA ONTUMANbHBIX MOBEPXHOCTEMN.
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KONRAD Notes

TOOLS 3ameTku
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KONRAD Solid Carbide Drills
TOOLS TBepgocnnasHsle ceepna

Symbol Navigator
0630p C1MBOSOB

Shank form ®opma xBocTtoBUKa Tolerance on @ [lonyck O
D HA D HB U oyl m7 h7

To DIN 6535 Cylindrical

Mo DIN 6535 LUnnuHapuyeckme

Internal coolant BHyTpeHHee oxnaxpgeHue
Standard Hopma

DN DN DN DIN T ><

6527 6537K 6537L 6539

With internal coolant Without internal coolant

To DIN C BHYTpEHHUM Be3 BHyTpeHHero
Mo DIN oXxNaraeHneM oxnamageHus
Type Tun Coating lMokpbiTue

W HPC NH H NRf U Coating @><q
Application range similar to DIN 1836 With coating Without coating
06nacTb NpuMeHeHna, aHanorndHas K DIN 1836 C nokpbITVEM be3 nokpbITMA
Cutting edge form ®opmMa pesxyuueii KpoMKM Cutting direction HanpaBsneHue pesku
U @ D

118° 140°
Chamfer end mill angles Right-hand cutting Left-hand cutting
Yrnbl dpesbl MpaBas pe3ka JleBan pe3ka

Cutting depth Fny6uHa pesaHua

3xD 5xD
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KONRAD Solid Carbide Drills
TOOLS TBepgocnnasHsle ceepna

KD3D-... DIN
Ucvl o HPC
30 L n7

118°

X X @

Ordering Code Tool material Dimensions [mm] Pa3mepb [MM]
Marepuan

Kon
WNHCTPYMEHTa

KD3D-020 2,000 38,000 12,000
KD3D-021 2,100 38,000 12,000
KD3D-022 2,200 40,000 13,000
KD3D-023 2,300 40,000 13,000
KD3D-024 Solid carbide 2,400 43,000 14,000
KD3D-025 :'tm“tf"at'”g 2,500 43,000 14,000
KD3D-026 6‘:?%‘1";;:;:8 2,600 43,000 14,000
KD3D-027 2,700 46,000 16,000
KD3D-028 2,800 46,000 16,000
KD3D-029 2,900 46,000 16,000
KD3D-030 3,000 46,000 16,000

Material group Application
[pynna matepvana MpumeHeHve

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

Mpu ycnosuwn, ecin gnameTp ceepna = @ 2,100 MM, nepeMblvKa NoATo4eHa C ONMTUMU3MPOBAHHOM reoMeTpuen

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

KOHCTPYKUMOHHbBIE 1 3aKaneHHble CTanu; aBToMaTHasA CTasb; TepMoobpaboTaHHan CTasb; Cepblit YyryH; 6poH3a;

naTyHb; anOMUHMI 1 ero Cnnasbl; MarHe3ui 1 ero Cnaasbl; NNACTUK

H

@ Main application OcHosHoe npyMeHeHmne
O Secondary application BropocTeneHHoe npviMeHere
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KONRAD Solid Carbide Drills

TOOLS TBepgocnnasHsle ceepna

KD3DC-... DIN
DHA 6537k Y
tmax 3xD U m7

140°
%[ | CX ) = Coating >< @

3 2
1L

Ordering Code Tool material Dimensions [mm] Pa3mepbi [MM]
- Matepunan
weprera |4l @ke 1R 5| tmax |

KD3DC-030 3,000 6,00 62,00 20,00 36,00 15,5
KD3DC-031 3,100 6,00 62,00 20,00 36,00 15,35
KD3DC-032 3,200 6,00 62,00 20,00 36,00 15,2
KD3DC-033 3,300 6,00 62,00 20,00 36,00 15,05
KD3DC-034 3,400 6,00 62,00 20,00 36,00 14,9
KD3DC-035 3,500 6,00 62,00 20,00 36,00 14,75
KD3DC-036 3,600 6,00 62,00 20,00 36,00 14,6
KD3DC-037 3,700 6,00 62,00 20,00 36,00 14,45
KD3DC-038 3,800 6,00 66,00 24,00 36,00 18,3
KD3DC-039 3,900 6,00 66,00 24,00 36,00 18,15
KD3DC-040 4,000 6,00 66,00 24,00 36,00 18
KD3DC-041 4,100 6,00 66,00 24,00 36,00 17,85
KD3DC-042 4,200 6,00 66,00 24,00 36,00 17,7
KD3DC-043 4,300 6,00 66,00 24,00 36,00 17,55
KD3DC-044 4,400 6,00 66,00 24,00 36,00 17,4
KD3DC-045 4,500 6,00 66,00 24,00 36,00 17,25
KD3DC-046 4,600 6,00 66,00 24,00 36,00 17,1
KD3DC-0465 4,650 6,00 66,00 24,00 36,00 17,025
KD3DC-047 4,700 6,00 66,00 24,00 36,00 16,95
KD3DC-0476 4,760 6,00 66,00 28,00 36,00 20,86
KD3DC-048 4,800 6,00 66,00 28,00 36,00 20,8
KD3DC-049 4,900 6,00 66,00 28,00 36,00 20,65
KD3DC-050 5,000 6,00 66,00 28,00 36,00 20,5
KD3DC-051 Solid carbide 5,100 6,00 66,00 28,00 36,00 20,35
KD3DC-052 with coating 5,200 6,00 66,00 28,00 36,00 20,2
KD3DC-053 TBepabii cnnas 5,300 6,00 66,00 28,00 36,00 20,05
KD3DC-054 C NOKpbITMEM 5,400 6,00 66,00 28,00 36,00 199
KD3DC-055 5,500 6,00 66,00 28,00 36,00 19,75
KD3DC-0555 5,550 6,00 66,00 28,00 36,00 19,675
KD3DC-056 5,600 6,00 66,00 28,00 36,00 19,6
KD3DC-057 5,700 6,00 66,00 28,00 36,00 19,45
KD3DC-058 5,800 6,00 66,00 28,00 36,00 19,3
KD3DC-059 5,900 6,00 66,00 28,00 36,00 15,15
KD3DC-060 6,000 6,00 66,00 28,00 36,00 19
KD3DC-061 6,100 8,00 79,00 34,00 36,00 2485
KD3DC-062 6,200 8,00 79,00 34,00 36,00 24,7
KD3DC-063 6,300 8,00 79,00 34,00 36,00 24,55
KD3DC-064 6,400 8,00 79,00 34,00 36,00 244
KD3DC-065 6,500 8,00 79,00 34,00 36,00 24,25
KD3DC-066 6,600 8,00 79,00 34,00 36,00 24,1
KD3DC-067 6,700 8,00 79,00 34,00 36,00 23,95
KD3DC-068 6,800 8,00 79,00 34,00 36,00 238
KD3DC-069 6,900 8,00 79,00 34,00 36,00 23,65
KD3DC-070 7,000 8,00 79,00 34,00 36,00 235
KD3DC-071 7,100 8,00 79,00 41,00 36,00 30,35
KD3DC-072 7,200 8,00 79,00 41,00 36,00 30,2
KD3DC-073 7,300 8,00 79,00 41,00 36,00 30,05
KD3DC-074 7,400 8,00 79,00 41,00 36,00 299
KD3DC-075 7,500 8,00 79,00 41,00 36,00 29,75
KD3DC-076 7,600 8,00 79,00 41,00 36,00 296
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KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLie ceepna

Ordering Code Tool material Dimensions [mm] Pa3meps! [Mm]
o Matepnan
CIRYREIS mnm

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

KD3DC-081 8,100 10,00 89,00 47,00 40,00 34,85
KD3DC-082 8,200 10,00 89,00 47,00 40,00 347
KD3DC-083 8,300 10,00 89,00 47,00 40,00 34,55
KD3DC-084 8,400 10,00 89,00 47,00 40,00 344
KD3DC-085 8,500 10,00 89,00 47,00 40,00 3425
KD3DC-086 8,600 10,00 89,00 47,00 40,00 34,1
KD3DC-087 8,700 10,00 89,00 47,00 40,00 33,95
KD3DC-088 8,800 10,00 89,00 47,00 40,00 338
KD3DC-089 8,900 10,00 89,00 47,00 40,00 33,65
KD3DC-090 9,000 10,00 89,00 47,00 40,00 335
KD3DC-091 9,100 10,00 89,00 47,00 40,00 33,35
KD3DC-092 9,200 10,00 89,00 47,00 40,00 332
KD3DC-093 9,300 10,00 89,00 47,00 40,00 33,05
KD3DC-094 9,400 10,00 89,00 47,00 40,00 329
KD3DC-095 9,500 10,00 89,00 47,00 40,00 3275
KD3DC-096 9,600 10,00 89,00 47,00 40,00 326
KD3DC-097 9,700 10,00 89,00 47,00 40,00 3245
KD3DC-098 9,800 10,00 89,00 47,00 40,00 323
KD3DC-099 9,900 10,00 89,00 47,00 40,00 32,15
KD3DC-100 10,000 10,00 89,00 47,00 40,00 32

KD3DC-101 10,100 12,00 102,00 55,00 45,00 39,85
KD3DC-102 10,200 12,00 102,00 55,00 45,00 397
KD3DC-103 10,300 12,00 102,00 55,00 45,00 39,55
KD3DC-104 10,400 12,00 102,00 55,00 45,00 394
KD3DC-105 10,500 12,00 102,00 55,00 45,00 3925
KD3DC-106 Solid carbide 10,600 12,00 102,00 55,00 45,00 39,1
KD3DC-107 #"th coating 10,700 12,00 102,00 55,00 45,00 38,95
KD3DC-108 CBneopKi‘:;:ggaB 10,800 12,00 102,00 55,00 45,00 388
KD3DC-109 10,900 12,00 102,00 55,00 45,00 38,65
KD3DC-110 11,000 12,00 102,00 55,00 45,00 385
KD3DC-111 11,100 12,00 102,00 55,00 45,00 3835
KD3DC-112 11,200 12,00 102,00 55,00 45,00 382
KD3DC-113 11,300 12,00 102,00 55,00 45,00 38,05
KD3DC-114 11,400 12,00 102,00 55,00 45,00 379
KD3DC-115 11,500 12,00 102,00 55,00 45,00 37,75
KD3DC-116 11,600 12,00 102,00 55,00 45,00 376
KD3DC-117 11,700 12,00 102,00 55,00 45,00 3745
KD3DC-118 11,800 12,00 102,00 55,00 45,00 373
KD3DC-119 11,900 12,00 102,00 55,00 45,00 37,15
KD3DC-120 12,000 12,00 102,00 55,00 45,00 37

KD3DC-122 12,200 14,00 107,00 60,00 45,00 417
KD3DC-125 12,500 14,00 107,00 60,00 45,00 41,25
KD3DC-127 12,700 14,00 107,00 60,00 45,00 40,95
KD3DC-128 12,800 14,00 107,00 60,00 45,00 408
KD3DC-130 13,000 14,00 107,00 60,00 45,00 405
KD3DC-132 13,200 14,00 107,00 60,00 45,00 40,2
KD3DC-135 13,500 14,00 107,00 60,00 45,00 3975
KD3DC-137 13,700 14,00 107,00 60,00 45,00 3945
KD3DC-140 14,000 14,00 107,00 60,00 45,00 39

KD3DC-142 14,200 16,00 115,00 65,00 48,00 437
KD3DC-145 14,500 16,00 115,00 65,00 48,00 4325
KD3DC-147 14,700 16,00 115,00 65,00 48,00 42,95
KD3DC-150 15,000 16,00 115,00 65,00 48,00 425
KD3DC-152 15,200 16,00 115,00 65,00 48,00 42,2
KD3DC-155 15,500 16,00 115,00 65,00 48,00 41,75
KD3DC-157 15,700 16,00 115,00 65,00 48,00 41,45
KD3DC-160 16,000 16,00 115,00 65,00 48,00 41
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KONRAD Solid Carbide Drills
TOOLS TBepgocnnasHsle ceepna

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

KD3DC-165 16,500 18,00 123,00 73,00 48,00 48,25
KD3DC-170 17,000 18,00 123,00 73,00 48,00 475
KD3DC-175 Solid carbide 17,500 18,00 123,00 73,00 48,00 46,75
KD3DC-180 with coating 18,000 18,00 123,00 73,00 48,00 46

KD3DC-185 Teepabiit cinas | 18,500 20,00 131,00 79,00 50,00 51,25
KD3DC-190 C MOKPBITHEM 19,000 20,00 131,00 79,00 50,00 50,5
KD3DC-195 19,500 20,00 131,00 79,00 50,00 49,75
KD3DC-200 20,000 20,00 131,00 79,00 50,00 49

Material group Application
[pynna matepviana MprMeHeHve

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

Mpw ycnosuw, ecin anametp ceepna = @ 3,000 MM, NnepeMblyka nogTodeHa ¢ ONTUMU3UMPOBaHHON reoMeTpuein

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

KOHCTPYKUMOHHbIE 1 3aKaneHHble CTanu; aBToMaTHanA CTasb; TepMoobpaboTaHHanA CTasb; NervpoBaHHas

ctanb Ao 1200 N/mm?; nnTele MaTepuassl; 6poH3a; BbICOKOEerMpoBaHHble crifassl AlSi

H

@ Main application OcHosHoe npuMeHeHne
O Secondary application BropocTernenHoe npviMeHerme
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KONRAD Solid Carbide Drills

TOOLS TBepgocnnasHsle ceepna
KD5DC-... DIN
D HA gezz U

tmax 5xD U m7
&& 7 Coating >< @

dl

d2

Ordering Code Tool material Dimensions [mm] Pa3mepbi [MM]
- Matepunan
weprera |4l @6 1R 5 tmax |

KD5DC-030 3,000 6,00 66,00 28,00 36,00 235
KD5DC-031 3,100 6,00 66,00 28,00 36,00 23,35
KD5DC-032 3,200 6,00 66,00 28,00 36,00 23,2
KD5DC-033 3,300 6,00 66,00 28,00 36,00 23,05
KD5DC-034 3,400 6,00 66,00 28,00 36,00 229
KD5DC-035 3,500 6,00 66,00 28,00 36,00 2275
KD5DC-036 3,600 6,00 66,00 28,00 36,00 226
KD5DC-037 3,700 6,00 66,00 28,00 36,00 22,45
KD5DC-038 3,800 6,00 74,00 36,00 36,00 30,3
KD5DC-039 3,900 6,00 74,00 36,00 36,00 30,15
KD5DC-040 4,000 6,00 74,00 36,00 36,00 30
KD5DC-041 4,100 6,00 74,00 36,00 36,00 29,85
KD5DC-042 4,200 6,00 74,00 36,00 36,00 297
KD5DC-043 4,300 6,00 74,00 36,00 36,00 29,55
KD5DC-044 4,400 6,00 74,00 36,00 36,00 294
KD5DC-045 4,500 6,00 74,00 36,00 36,00 29,25
KD5DC-046 4,600 6,00 74,00 36,00 36,00 291
KD5DC-0465 4,650 6,00 74,00 36,00 36,00 29,025
KD5DC-047 4,700 6,00 74,00 36,00 36,00 28,95
KD5DC-0476 4,760 6,00 82,00 44,00 36,00 36,86
KD5DC-048 4,800 6,00 82,00 44,00 36,00 36,8
KD5DC-049 4,900 6,00 82,00 44,00 36,00 36,65
KD5DC-050 5,000 6,00 82,00 44,00 36,00 36,5
KD5DC-051 Solid carbide 5,100 6,00 82,00 44,00 36,00 36,35
KD5DC-052 with coating 5,200 6,00 82,00 44,00 36,00 36,2
KD5DC-053 Teepawiit cnas 5,300 6,00 82,00 44,00 36,00 36,05
KD5DC-054 C MOKPBLITVEM 5,400 6,00 82,00 44,00 36,00 359
KD5DC-055 5,500 6,00 82,00 44,00 36,00 35,75
KD5DC-0555 5,550 6,00 82,00 44,00 36,00 35,675
KD5DC-056 5,600 6,00 82,00 44,00 36,00 356
KD5DC-057 5700 6,00 82,00 44,00 36,00 35,45
KD5DC-058 5,800 6,00 82,00 44,00 36,00 353
KD5DC-059 5,900 6,00 82,00 44,00 36,00 35,15
KD5DC-060 6,000 6,00 82,00 44,00 36,00 35
KD5DC-061 6,100 8,00 91,00 53,00 36,00 4385
KD5DC-062 6,200 8,00 91,00 53,00 36,00 437
KD5DC-063 6,300 8,00 91,00 53,00 36,00 4355
KD5DC-064 6,400 8,00 91,00 53,00 36,00 434
KD5DC-065 6,500 8,00 91,00 53,00 36,00 4325
KD5DC-066 6,600 8,00 91,00 53,00 36,00 431
KD5DC-067 6,700 8,00 91,00 53,00 36,00 42,95
KD5DC-068 6,800 8,00 91,00 53,00 36,00 428
KD5DC-069 6,900 8,00 91,00 53,00 36,00 4265
KD5DC-070 7,000 8,00 91,00 53,00 36,00 425
KD5DC-071 7,100 8,00 91,00 53,00 36,00 42,35
KD5DC-072 7,200 8,00 91,00 53,00 36,00 422
KD5DC-073 7,300 8,00 91,00 53,00 36,00 42,05
KD5DC-074 7,400 8,00 91,00 53,00 36,00 419
KD5DC-075 7,500 8,00 91,00 53,00 36,00 41,75
KD5DC-076 7,600 8,00 91,00 53,00 36,00 416
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KONRAD Solid Carbide Drills
TOOLS TBepaocnnasHbLie ceepna

Ordering Code Tool material Dimensions [mm] Pa3meps! [Mm]
o Matepnan
CIRYREIS mnm

KD5DC-077 7,700 8,00 91,00 53,00 36,00 41,45
KD5DC-078 7,800 8,00 91,00 53,00 36,00 413
KD5DC-079 7,900 8,00 91,00 53,00 36,00 41,15
KD5DC-080 8,000 8,00 91,00 53,00 36,00 41

KD5DC-081 8,100 10,00 103,00 61,00 40,00 4885
KD5DC-082 8,200 10,00 103,00 61,00 40,00 487
KD5DC-083 8,300 10,00 103,00 61,00 40,00 4855
KD5DC-084 8,400 10,00 103,00 61,00 40,00 484
KD5DC-085 8,500 10,00 103,00 61,00 40,00 4825
KD5DC-086 8,600 10,00 103,00 61,00 40,00 481
KD5DC-087 8,700 10,00 103,00 61,00 40,00 47,95
KD5DC-088 8,800 10,00 103,00 61,00 40,00 47,8
KD5DC-089 8,900 10,00 103,00 61,00 40,00 47,65
KD5DC-090 9,000 10,00 103,00 61,00 40,00 475
KD5DC-091 9,100 10,00 103,00 61,00 40,00 47,35
KD5DC-092 9,200 10,00 103,00 61,00 40,00 47,2
KD5DC-093 9,300 10,00 103,00 61,00 40,00 47,05
KDSDC-094 9,400 10,00 103,00 61,00 40,00 46,9
KD5DC-095 9,500 10,00 103,00 61,00 40,00 46,75
KD5DC-096 9,600 10,00 103,00 61,00 40,00 46,6
KD5DC-097 9,700 10,00 103,00 61,00 40,00 46,45
KD5DC-098 9,800 10,00 103,00 61,00 40,00 463
KD5DC-099 9,900 10,00 103,00 61,00 40,00 46,15
KD5DC-100 10,000 10,00 103,00 61,00 40,00 46

KD5DC-101 10,100 12,00 118,00 71,00 45,00 55,85
KD5DC-102 10,200 12,00 118,00 71,00 45,00 55,7
KD5DC-103 10,300 12,00 118,00 71,00 45,00 55,55
KD5DC-104 10,400 12,00 118,00 71,00 45,00 55,4
KD5DC-105 10,500 12,00 118,00 71,00 45,00 55,25
KD5DC-106 Solid carbide 10,600 12,00 118,00 71,00 45,00 55,1
KD5DC-107 #"th coating 10,700 12,00 118,00 71,00 45,00 54,95
KD5DC-108 CBneopKi‘:;:ggaB 10,800 12,00 118,00 71,00 45,00 548
KD5DC-109 10,900 12,00 118,00 71,00 45,00 54,65
KD5DC-110 11,000 12,00 118,00 71,00 45,00 54,5
KD5DC-111 11,100 12,00 118,00 71,00 45,00 54,35
KD5DC-112 11,200 12,00 118,00 71,00 45,00 54,2
KD5DC-113 11,300 12,00 118,00 71,00 45,00 54,05
KD5DC-114 11,400 12,00 118,00 71,00 45,00 539
KD5DC-115 11,500 12,00 118,00 71,00 45,00 53,75
KD5DC-116 11,600 12,00 118,00 71,00 45,00 536
KD5DC-117 11,700 12,00 118,00 71,00 45,00 53,45
KD5DC-118 11,800 12,00 118,00 71,00 45,00 533
KD5DC-119 11,900 12,00 118,00 71,00 45,00 53,15
KD5DC-120 12,000 12,00 118,00 71,00 45,00 53

KD5DC-122 12,200 14,00 124,00 77,00 45,00 58,7
KD5DC-125 12,500 14,00 124,00 77,00 45,00 58,25
KD5DC-127 12,700 14,00 124,00 77,00 45,00 57,95
KD5DC-130 13,000 14,00 124,00 77,00 45,00 57,5
KD5DC-135 13,500 14,00 124,00 77,00 45,00 56,75
KD5DC-137 13,700 14,00 124,00 77,00 45,00 56,45
KD5DC-140 14,000 14,00 124,00 77,00 45,00 56

KD5DC-142 14,200 16,00 133,00 83,00 48,00 617
KD5DC-145 14,500 16,00 133,00 83,00 48,00 61,25
KD5DC-147 14,700 16,00 133,00 83,00 48,00 60,95
KD5DC-150 15,000 16,00 133,00 83,00 48,00 60,5
KD5DC-152 15,200 16,00 133,00 83,00 48,00 60,2
KD5DC-155 15,500 16,00 133,00 83,00 48,00 5975
KD5DC-157 15,700 16,00 133,00 83,00 48,00 59,45
KD5DC-160 16,000 16,00 133,00 83,00 48,00 59

KD5DC-165 16,500 18,00 143,00 93,00 48,00 68,25
KD5DC-170 17,000 18,00 143,00 93,00 48,00 67,5
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KONRAD Solid Carbide Drills
TOOLS TBepgocnnasHsle ceepna

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

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

Material group Application
[pynna matepviana MprMeHeHve

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

Mpw ycnosuw, ecin anametp ceepna = @ 3,000 MM, NnepeMblyka nogTodeHa ¢ ONTUMU3UMPOBaHHON reoMeTpuein

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

KOHCTPYKUMOHHbIE 1 3aKaneHHble CTanu; aBToMaTHanA CTasb; TepMoobpaboTaHHanA CTasb; NervpoBaHHas

ctanb Ao 1200 N/mm?; nnTele MaTepuassl; 6poH3a; BbICOKOEerMpoBaHHble crifassl AlSi

H

@ Main application OcHosHoe npuMeHeHne
O Secondary application BropocTerenHoe npviMeHerme
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KONRAD
TOOLS

Solid Carbide Drills
TBepagocniaBHble ceepra

Cutting Values
MapameTpbl pe3aHua

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

S T I T A T I N N o coed choice.
0,50 0,004 0,006 0,007 0,008 0,010 0,012 0014 0,016 0,019
1,00 0,006 0,008 0012 0014 0,016 0,018 0,020 0,023 0,025 MapameTpel NoAas ANA KOHKPETHOro
2,00 0,020 0,025 0,032 0,040 0,050 0,063 0,080 0,100 0,125 Marepuana npusefeHsis Tabamue HUKe 1 Ha
2,50 0,025 0,032 0,040 0,050 0,063 0,080 0,100 0,125 0,160 cTpaHuLe 97.
3,15 0,032 0,040 0,050 0,063 0,080 0,100 0,125 0,160 0,160 Mpvmep: 1A KaTeropv matepuana M (1.4005)
4,00 0,040 0,050 0,063 0,080 0,100 0,125 0,160 0,200 0,200 prMep: ’
5,00 0,040 0,050 0,063 0,080 0,100 0,125 0,160 0,200 0,250 AnA noboro ceepria npu yKasaHHoM CKopoCTn
6,30 0,050 0,063 0,080 0,100 0,125 0,160 0,200 0,250 0,315 pe3aHuA, KaTeropua nogayn 2. AnA guameTpa
8,00 0,063 0,080 0,100 0,125 0,160 0,200 0,250 0315 0,315 20 MM B TABAMLE HANEBO HABEDX
10,00 0,080 0,100 0,125 0,160 0,200 0,250 0315 0,400 0,400 ceepna u pXy
12,50 0,080 0,100 0,125 0,160 0,200 0,250 0315 0,400 0,500 onpepensem nogady 0.16 mm.
16,00 0,100 0,125 0,160 0,200 0,250 0315 0,400 0,500 0,630
20,00 0,125 0,160 0,200 0,250 0315 0,400 0,500 0,630 0,630
25,00 0,160 0,200 0,250 0315 0,400 0,500 0630 0,800 0,800
31,50 0,160 0,200 0,250 0315 0,400 0,500 0,630 0,800 1,000 Coolant OxnapaioLan HUaKocTb
40,00 0,200 0,250 0315 0,400 0,500 0,630 0,800 1,000 1,250 O Air Boaayx
50,00 0,250 0,310 0,400 0,500 0,630 0,800 1,000 1,250 1,250 )
63,00 0315 0400 0,500 0630 0,800 1,000 1,250 1,600 1,600 ® Neat oil Macro
80,00 0,400 0,500 0630 0,800 1,000 1,250 1,600 1,600 2,000 O Soluble oil Pactsopumoe mMacno

Tensile strength
Mpeaen NpouHoCT!
[N/mm2]

Hardness
TeBepaocTb

Material group

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

Ipynna mateprana [prMepbl MaTepuanos (*vpHeln WpndT = Ho. Matepuana no DIN EN 10 027)

96

Common structural steels

06LWan KOHCTPYKUMOHHAA CTanb

Free-cutting steels

AsTOMatHasA ctanb

Unalloyed heat-treatable steels
HenervposaHHasa TepMoobpaboTaHHana cTanb

Alloyed heat-treatable steels
JlervpoBaHHan TepmMoobpaboTaHHan cTasb
Unalloyed case hard. steels HenerviposanHas 3akanenHas crass
Alloyed case hardened steels
JlervipoBaHHan 3akaneHHan crasb

Nitriding steels

A3oTupyeMasn CTanb

Tool steels

VHCTpyMeHTanbHasA cranb

High speed steels BeicTpopeskyLian crasib
Spring steels [MpymuHHaA cTanb

Stainless steels Sulphured CynbdatHan

Hepxaseioujan Austenitic AyctennTHas
crarns Martensitic MapTeHcuTHan
Cast iron

YyryH

Spheroidal graphite iron and malleable cast iron
Cdepnyeckuii rpaduToBbIi YyryH U KOBKUIA YyryH
Chilled cast iron 3akaneHHbin 4yryH

New cast materials GGV

Hosble autble MaTepuansl GGV

New cast materials ADI

Hosble n1Tble MaTepuansi ADI

Aluminium and Al-alloys AniomMuHWit 1 ero crinaebl
Al wrought alloys AniomuHvieBble crinasbl

Al cast alloys < 10% Si

Al nuTele crinasbl | < 24% Sj

Magnesium alloys MartvieBele cnnasel

Copper, low-alloyed Megp, Hy3KonervposaqHas

Brass Short-chipping KopoTkas ctpyska
NaryHs Long-chipping [nnHHas cTpyka
Bronze Short-chipping

BpoH3a KopoTkan cTpysKa

Long-chipping
[nnHHaA cTpyKa
Special alloys CrieuyansHeie crinaskbl
Ti and Ti-alloys
TWUTaH W TUTAHOBbIE CriaBb
Hardened steels
3aKaneHHsle cranu
Duroplastics Duroplastics
Thermoplastics Tepmonnactsi
Kevlar Kesnap
Glass, carbon concentr. plastics CTexno, anvas, niactk
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1.0035 S185(St33), 1.0486 P275N(StE285), 1.0345 P235GH(H1), 1.0425 P265GH(H2)
1.0050 E295 (S5t50-2), 1.0070 E360 (St70-2), 1.8937 PSOONH (WStES00)
1.0718 115MnPb30 (9SMnPb28), 1.0736 11SMn37 (9SMn36)

1.0727 46520 (45520), 1.0728 (60520), 1.0757 465Pb20 (455Pb20)
1.0402 (22, 1.1178 C30E (Ck30)

1.0503 (45, 1.1191 C45E (Ck45)

1.0601 C60, 1.1221 C60E (Ck60)

1.5131 50MnSi4, 1.7003 38Cr2, 1.7030 28Cr4

1.5710 36NiCr6, 1.7035 41Cr4, 1.7225 42CrMo4

1.0301 (C10), 1.1121 C10E (Ck10)

1.7276 10CrMol1, 1.5125 11MnSi6

1.5752 15NiCr13, 1.7131 16MnCr5, 1.7264 20CrMo5

1.8504 34CrAl6

1.8519 31CrMoV9, 1.8550 34CrAINi7

1.1750 C75W, 1.2067 102Cr6, 1.2307 29CrMoV9

1.2080 X210Cr12, 1.2083 X42Crl13, 1.2419 105WCr6, 1.2767 X45NiCrMo4
1.3243 S 6-5-2-5, 1.3343 S 6-5-2, 1.3344 S 6-5-3

1.5026 55Si7, 1.7176 55Cr3, 1.8159 51CrV4 (51Crv4)

1.4005 X12(CrS13, 1.4104 X14CrMoS17, 1.4105 X6CrMoS17, 1.4305 X8CrNiS18-9
1.4301 X5CrNi18-10 (V2A), 1.4541 X6CrNiTi18-10, 1.4571 X6CrNiMoTi 17-12-2 (V4A)
1.4057 X20CrNi172 (X17CrNil6-2), 1.4122 X39CrMo17-1, 1.4521 X2CrMoTi18-2
0.6010 EN-GJL-100 (GG10), 0.6020 EN-GJL-200 (GG20)

0.6025 EN-GJL-250 (GG25), 0.6035 EN-GJL-350 (GG35)

0.7050 EN-GJS-500-7 (GGG50), 0.8035 EN-GIJMW-350-4 (GTW35)

0.7070 EN-GJS-700-2 (GGG70), 0.8170 EN-GJMB-700-2 (GTS70)
EN-GJV250 (GGV25), EN-GJV350 (GGV35)

EN-GJV400 (GGV40), EN-GJV500 (GGV50), SiMo 6

EN-GJS-800-8 (ADI800), EN-GJS-1000-5 (ADI1000)

EN-GJS-1200-2 (ADI1200), EN-GJS-1400-1 (ADI1400)

3.0255 Al99,5, 3.2315 AlMgSil, 3.3515 AlMgl

3.0615 AIMgSiPb, 3.1325 AlCuMgl, 3.3245 AlMg3Si, 3.4365 AlZnMgCul,5
3.2131 G-AISi5Cul, 3.2153 G-AlSi7Cu3, 3.2573 G-AlSi9

3.2581 G-AlSi12, 3.2583 G-AlSi12Cu, - G-AlSi12CuNiMg

3.5200 MgMn2, 3.5812.05 G-MgAl8Zn1, 3.5612.05 G-MgAl6Zn1

2.0070 SE-Cu, 2.1020 CuSn6, 2.1096 G-CuSn5ZnPb

2.0380 CuzZn39Pb2, 2.0401 CuZn39Pb3, 2.0410 CuZn43Pb2

2.0250 CuZn20, 2.0280 CuZn33, 2.0332 Cuzn37Pb0,5

2.1090 CuSn7ZnPb, 2.1170 CuPb55n5, 2.1176 CuPb10Sn

2.0790 CuNi18Zn19Pb

2.0916 CuAl5, 2.0960 CuAlSMn, 2.1050 CuSn10

2.0980 CuAll1Ni, 2.1247 CuBe2

Nimonic, Inconel, Monel, Hastelloy

3.7024 Ti99,5, 3.7114 TiAl55n2,5, 3.7124 TiCu2

3.7154 TiAI6Zr5, 3.7165 TiAl6V4, 3.7184 TiAl4Mo45n2,5, - TIAIBMo1V1

Epoxy resin, Resopal, Pertinax, Moltopren
Plexiglass, Hostalen, Novodur, Makralon
Kevlar

GFK/CFK

<500
<1000
<850
<1000
<700
<850
<1000
<1000
<1400
<850
<1000
<1400
<1000
<1400
<850
<1400
<1400

<900
<1100
<1500

<1000
<1400
<400
<650
<600
<600
<400
<500
<600
<600
<600
<850
<850
<1000
<2000
<850
<1400

<150

<100
<1000
<1000

<350 HB

<240 HB
<350 HB
<240 HB
<350 HB
<350 HB
<220 HB
<300 HB

<48 HRC
<66 HRC
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KD3D-...

DIN
U I 6539

HPC 3xD U

118°

v X @ X

Ve

[m/min] [M/MuH]

Feed col. No.
Kareropuva noga4m No.

KD3DC-...
DIN
D HA  es37k

m7 >< @ Coating

Ve
[m/min] [M/M1H]

3xD U

140°

Feed col. No.
Kateropua noga4v No.

Solid Carbide Drills
TBepaocnnaBHble ceepna

KD5DC-...

DIN
D i 6537L
m7 >< @ Coating

Ve
[m/min] [M/MyH]

U 5xD
140°

Feed col. No.
Kareropuwa nogaym No.

80 4 130 7 130 7
70 4 110 6 110 6
80 5 145 8 145 8
70 4 110 7 110 7
80 4 120 7 120 7
70 4 110 7 110 7
60 4 105 7 105 7
60 4 105 7 105 7
100 6 100 6
80 5 130 8 130 8
60 4 120 7 120 7
85 5 85 5
50 4 100 6 100 6
90 5 90 5
50 3 65 6 65 6
55 5 55 5
55 55
25 2 45 3 45 3
s 2 2 s
15 1 15 1 15 1
25 2 35 2 35 2
90 4 210 8 210 8
80 4 155 8 155 8
80 4 155 7 145 7
70 4 125 7 125 7
10 3 35 3 35 3
200 7 260 9 260 9
200 7 260 El 260 9
150 6 220 8 235 9
120 6 180 8 170 8
180 6 260 8 260 8
80 5 105 7 105 7
180 5 270 8 270 8
180 5 180 7 180 7
120 5 105 6 105 6
120 5 85 6 85 6
70 4 80 5 80 5
50 3 60 5 60 5
15 2 25 4 25 4
15 1 15 1 15 1
15 1 15 1 5 1,
20 3 40 1 35 1
10 20 1 20 1
50 4
40 3
80 3
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Ramping
Bpe3aHwe nog yrnom

Technical Hints
TexHU4ecKne pekomeHgaumm

Face Milling Cutter Topuesas dpe3n ‘ BF45 ‘ BF90
Bevel angle W1 max. for plunge milling “ramping” d 12,7 6,65 9,52
Yron HaknoHa W1 Makc. 4ns nnyHKepHon 06paboTkm b 1,4

Ap max 55 8 14

BF45

di1 [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

BF90 rnybvHa pesku
0,7 x ap max

=ne mllllng CUtter Horesen ¢p63a _

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

i b d W1 max

[degree creneHsb]
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 15

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

98 www.konradtools.com

Units EauHmubl 3mMepenna

Cutting speed CkopocTb pesaHua

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

Feed per tooth lNogaua Ha 3y6

v
fp=— [mm wmu
Zeff - N

Drive power MolHoCTs NpusBoaa

Pe = + [kW KBT]

Ve Cutting speed CrkopocTs 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 nogaun MM/MUH
Feed per tooth mm/tooth
fz Mogaya Ha 3y6 MM/3y6
Drive power kW
Pe MouwHocTb nprBoaa KBT
Effective number of teeth
Zefft | 3hdeKTVBHOE KOMMUECTBO 3y6beB
Chip volume cm3/min
Q | opvem CTPYMKM M3 /MUH
a.  Depth of cut Mmy6uHa pesaHna mm MM
ap,  Width of cut LUvpuHa pesanua mm MM
Efficiency factor cm3/min/kW
LF KoadpdurumeHT 3pdeKrTnBHOCTM CM3/MUH/KBT




KONRAD Technical Hints
TOOLS TexHMYecKVe peKoMeHaaLmm

Calculation of Approach Angle @s
PacyeT yria spe3aHva Ps

Centerline location ®pe3epoBaHve BAOMb LIEHTPasIbHON MHMN

b

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

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

sin@s = sin®1+sin®2

www.konradtools.com 99



KONRAD Attachment

TOOLS Mpunorenna

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

Dimensions and Units Application Formulas
Pasmepb! 1 eanHULB! M3MepeHust DopMmysibl MpUMeHeHMs

a Width of cut mm Revolutions per minute Medium chip thickness
P | lnpuHa pe3aHma MM KonmnyectBo 060p0TOB B MUHYTY CpeaHss ToALWMHA CTPYHKN
a Depth of cut mm
¢ | Mmy6uHa pe3aHua MM Ve - 1000 ae
. n = [revimin 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 OpOCTb MoAa e
. . respectively 30% or ¢ = 60°
Ve CUttmg Speed m/min cooTBeTCcTBEHHO. 30% um ¢ = 60°
CKOpOCTb pe3aHus M/MUH )
vi = fz-z-n [mm/min mMm/MrH] ) 360 - f; - @ - sin(k)
¢ Feed per tooth mm/tooth otherwise & npoTueHOM Criyuae hm = T
? | Mopgaya Ha 3y6 MM/3y6

d External tool diameter mm eed per revolutio Chip removal rate
1| BHewHuit anameTp UHCTpyMeHTa MM ofdada 3a 060po CKOpOCTb yOaneHWs CTPYHKM

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

1 CrieumdrUeckoil rybmHoi pesku

d Insert diameter mm eed per too Effective diameter of cutting
[vameTp nnactuHbl MM ogava Ha 3y6 IDEKTVBHBIN AMaAMETP pe3aHus

, Number of tool cutting edges
KonnuecTso pexyLumx KpoOMoK [ d

. pery ? f, = hm+/—— [mmitooth mm/3y6] de = di-d+2ap \[(d-ap) [mm mm]
Setting angle Qe
HacTtponka yrna

f= % [mm/rev mm/06] Q = —2 2 fammin o]

de 1000

Approach angle valid only up to gercTsyeT TonbKo A0 % < 03

P yron spesanma ©

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 npotveHoM ciyyae f; = —
. Ve T T30 3, sk
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Solutions of Problems in Milling
PeLueHve npobnem nNpu Gppe3npoBaHmm

Problem [Mpobnema

Removal and solutions
Cnocobbl peLleHna

Mnactnyeckas gedbopmauma
HapocT Ha pekyLLen KpoMKe
Mnoxoe Ka4ecTBo NOBEPXHOCTM

Flank wear

M3HoC dnaHua

Crater wear

M3HoC KpaTtepa
Flaking

LWenywerwre

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

M3HOC 3a3ybpuiHbl
Cutting edge failure
C6oi pe3aHnsa
Vibrations

Bubpaumm

Poor surface quality

Carbide grade with higher wear
resistance Knacc kapébuaa c bonee [} [ [ [ )
BbICOKOM M3HOCOCTOMKOCTbHIO

Tougher carbide grade
Bonee TBeaApbIi Kapbug

Increase cutting speed
YBenuueHne CKOPOCTU pe3aHuna

Reduce cutting speed
CHWXKeHMe CKOpoCTM pe3aHuA

Increase feed per tooth
MNoBbilWeHWe nogaym Ha 3yb

Reduce feed per tooth
YMeHblUeHVe nogaym Ha 3yb

Change cutter position
V3MeHeHWe No3uummn pexyLLero [ ] [ ]
MHCTPyMeHTa

Smaller cutter diameter
MeHbwuin gnameTp dpesbl

Improve rigidity
YnyuweHue ctabunbHOCTH

Use coated grade
Mcrnonb3oBaHye Knacca C MoKpbITMeM

Use coolant
Mcnonb3oBanne COX
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Material Comparison Chart
CpaBHuWTeIbHAA TabMua MaTeprasnos

Great Britain
BenvkobpuTtaHma

Germany
[epmanuA

[an]
o
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=
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[
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[
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Constructional steels CtpouTenbHas 1 KOHCTPYKLMOHHAA CTasb

France
OpaHumA

Italy
Ntanma

Attachment
NpunorxxenHns

Russia
Poccna

10401  C15 080M15 - cc12 C15C16 1015 15
10402 (22 050A20 2C €C20 c20021 1020 20
10501 €35 060A35 - €c3s 35 1035 35
10503 €45 080M46 - cc4s c45 1045 45
10535 (55 070M55 - - 55 1055 55
10601 | C60 080A62 43D ccss 60 1060 60
10715  95Mn28 230M07 - 5250 CF9SMn28 1213
10718  95MnPb28 - - 5250Pb CF9SMnPb28 12113
10722 10SPb20 - - 10PbF2 CF105Pb20 - AL2
10726 35520 212M36 8M 35MF4 - 1140 A30
10736  95Mn36 240M07 1B S300 CF9SMn36 1215
10737  95MnPb36 - - S300Pb CF9SMnPb36 12L14
1.0904  55Si7 250A53 45 5557 555i8 9255 55C2
10961  60SiCr7 - - 605C7 605iCr8 9262 60C2
11141 k15 080M15 32C XC12 16 1015
11157  40Mn4 150M36 15 35M5 - 1039 40r
11158 | (k25 - - - - 1025 25
11167 | 36Mn5 - - 40M5 - 1335 350
11170  28Mn6 150M28 14A 20M5 C28Mn 1330 35r2
11183  Cf35 060A35 - XC38TS 36 1035
11191 | Ck45 080M46 - Xc42 €45 1045 45
11203 | Ck55 070M55 - XC55 50 1055 55
11213 Cf53 060A52 - XC48TS 53 1050 50
11221 | Ck60 080A62 43D XC60 60 1060 60"
11274 k101 060A96 - - - 1095
13401 | X120Mnl2 7120M12 - 7120M12 XG120Mn12 -
13505  100Cr6 534A99 31 1006 100Cr6 52100 LIX15
15415 | 15Mo3 1501-240 - 15D3 16Mo3KW ASTM A204GrA 15HM
15423 | 16Mo5 1503-245-420 | - - 16Mo5 4520
15622  14Ni6 - - 16N6 14Ni6 ASTM A350LF5  15THJI
15662 | X8Ni9 1501-509; 510 - - X10Ni9 ASTM A353
15680  12Nil9 - - Z18N5 - 2515 15MH4M
15710  36NiCr6 640A35 111A 35NC6 - 3135 35XH2MJT
15732 | 14NiCr10 - - 14NC11 16NiCr11 3415 12XH3A
15752 | 14NiCrl4 655M13; 36A 12NC15 - 3415; 3310 20XH4®A
655A12
16511  36CrNiMo4 816M40 110 40NCD3 38NiCrMo4(KB) | 9840 40XH2MA
16523  21NiCrMo2 805M20 362 20NCD2 20NiCrMo2 8620 20XTHM
16546  40NiCrMo22 311-Type7 | - - 40NiCrMo2(KB) | 8740
16582  34CrNiMo6 817M40 24 35NCD6 35NiCrMo6(KB) | 4340 38X2H2MA
16587  17CrNiMo6 820A16 - 18NCD6 - - 18X2H4BA
16657  14NiCrMol34 832M13 36C - 15NiCrMol13 - 18X2H4MA
17015 | 15Cr3 523M15 - 12C3 - 5015 15X
17033  34Cr4 530A32 18B 3204 34Cr4(KB) 5132 35X
17035  41Cr4 530M40 18 42¢4 41Cr4 5140 40X
17045  42Cr4 - - - - 5140
17131  16MnCr5 (527M20) - 16MC5 16MnCr5 5115 18Xr
17176 | 55Cr3 527A60 48 55C3 - 5155 S0XTA
17218  25CrMo4 1717CDS110 - 25CD4 25CrMo4(KB) 4130 20XM
17220  34CrMo4 708A37 198 35CD4 35CrMo4 4137;4135 35XM
17223  41CrMo4 708M40 19A 42CD4TS 41CrMo4 41404142 38XMA
17225  42CrMo4 708M40 19A 42004 42CrMo4 4140 40XH2MA
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Material Comparison Chart
CpaBHuWTeIbHAA TabMua MaTeprasnos

Germany Great Britain France Italy Russia
[epmanuA BenvkobpuTtaHma OpaHumA NTtanna Poccna

Constructional steels CtpouTenbHas 1 KOHCTPYKLMOHHAA CTasb
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1.7262 15CrMo5 - - 12CD4 - - 15XM
1.7335 13CrMo4 4 1501-620Gr27 - 15CD3.5 14CrMo4 5 ASTM A182 12XM
15CD4.5 F11;F12

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

1.7380 10CrMo9 10 1501-622 - 12CDS,10 12CrM0S,10 ASTM A182 12X2MOA
Gr31;45 - - F.22

17715 14MoV6 3 1503-660-440 - - - - 12X1IMO

18159 50Crv4 735A50 47 50Cv4 50Crv4 6150 50XOA

1.8509 41CrAIMo7 905M39 41B 40CAD6,12 41CrAIMo7 - 38XMIOA

18523 39CrMoV13 9 897M39 40C - 36CrMoV12 - 40X5MO

Tool steels WHcTpymeHTanbHas 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 X30WCrV9 3 BH21 - Z30WCV9 X28W09KU H21 3X2B8®
X30WCrv9 3KU X30WCrVv9 3KU
1.2601 X165CrMoV12 - - - X165CrMoW12KU - X12MO
12713 55NiCrMoV6 - - 55NCDV7 - L6 5XHM
1.2833 100v1 BW2 - Y1 105V - W210
High speed steels BricTpopekylian 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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Material Comparison Chart
CpaBHuWTeIbHAA TabMua MaTeprasnos

Germany Great Britain France Italy USA Russia
[epmanuA BenvkobpuTtaHma OpaHumA NTtanna CLLIA Poccna

Stainless and heat resisting steels HepaseloLme 1 *apornpoyHble cTanm
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1.4000 X6Cr13 403517 - 76C13 X6Crl3 403
1.4001 X7Crl4
1.4006 X10Crl3 410521 56A Z10C14 X12Crl3 410
1.4016 X6Crl7 430515 60 78C17 X8Crl7 430 12X17
1.4027 G-X200Cr14 420C29 56B Z20C13M - -
14034 X46Cr13 420545 56D Z40CM X40Cr14 - 40X13
Z38C13M
1.4057 X20CrNil72 431529 57 Z15CNi6.02 X16CrNil6 431
14104 X12CrMoS17 - - Z10CF17 X10CrS17 430F
14113 X6CrMol171 434517 - Z8CD17.01 X8CrMol17 434
14313 X5CrNil34 425C11 - Z4CND13.4M - -
1.4408 G-X6CrNiMo1810  316C16 - - -
14718 X45CrSi93 401545 52 745Cs9 X45CrSi8 HW3
14724 X10CrAl13 403517 - Z10C13 X10CrAl112 405 10X13Cl0
14742 X10CrAl18 430515 60 Z10CAS18 X8Crl7 430
1.4747 X80CrNiSi20 443505 59 Z80CSN20.02 | X8CrSiNi20 HNV6E
14762 X10CrAl24 - - Z10CAS24 X16Cr26 446
14301 X5CrNi1810 304515 58E Z6CN18.09 X5CrNi1810 304 08X18H10
1.4305 X10CrNiS189 303521 58M Z10CNF 18.09  X10CrNiS18.09 303
1.4306 X2CrNil1911 304512 - Z2CN 18.10 X2CrNil8.11 304L 03X18H11
304C12 Z3CN 19.10
14308 G-X6CrNil8 9 304C15 - Z6CN18.10M - -
14310 X12CrNil77 - - Z12CN17.07 X12CrNil707 301 07X16H6
14311 X2CrNiN1810 304526 - Z2CN18.10 - 304LN
M 14401 X5CrNiMo17122 316516 58J Z6CND17.11 X5CrNiMo1712 316
1.4429 X2CrNiMoN17133 - - Z2CND17.13 - 316LN
1.4435 X2CrNiMo18143 316512 - Z2CND17.13 X2CrNiMo1713 316L 03X17H14M3
1.4438 X2CrNiMol17133 317512 - Z2CND1915 X2CrNiMo1816 317L
1.4460 X8CrNiMo275 - - - - 329
14541 X6CrNiTi1l810 2337 312512 Z6CNT18.10 X6CrNiTi1811 321
1.4550 X6CrNiNb1810 347517 58F Z6CNNb18.10  X6CrNiNb1811 347 08X18H12b6
14571 X6CrNiMoTil7122 320517 58] Z6NDT17.12 X6CrNiMoTil712  316Ti
14581 G-X5CrNi 318C17 - Z4CNDNb XG8CrNiMo1811 -
MoNb1810 18 12M
1.4583 X10CrNi - - Z6CNDNb X6CrNiMoNb1713 318
MoNb1812 17 13B
1.4828 X15CrNiSi2012 309524 - Z15CNS20.12 - 309
1.4845 X12CrNi25 21 310524 - Z12CN2520 X6CrNi2520 310S 10X23H18
1.4864 X12NiCrSi3616 - - Z12NCS35.16 - 330
1.4865 G-X40NiCrSi3818 330C11 - - XG50NiCr3919 -
14871 X53CrMnNiN219 | 349554 - Z52CMN21.09  X53CrMnNiN219  EV8
321512 58B
1.4878 X12CrNiTi189 321520 58C Z6CNT18.12B  X6CrNiTil811 321
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Material Comparison Chart
CpaBHuWTeIbHAA TabMua MaTeprasnos

Germany Great Britain France Italy USA Russia
[epmanuA BenvkobpuTtaHma OpaHumA NTtanna CLLIA 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 35B
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 (erMpoBaHHbIn)
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 JIuTaa nermpoBaHHas ctanb
DIN 1694
GGG NiMn 137 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 K435-10
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
CpaBHuWTeIbHAA TabMua MaTeprasnos

European
Great Britain Standard
Benmkobputanua | EBponencKmin

CTaHgapT

Nonferrous heavy metal alloys L|BeTHble crinasbl TAMKELIX MATEPUAIOB

Russia
Poccna

France
OpaHuma

Germany
[epmanuA

Italy
Nranna
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2.0321 CuZn37(Ms63) C27400 CuzZn37 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
33527 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-A97Z1 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
Benmkobputarma | EBponernckui

cTaHaapT

Russia
Poccna

France
OpaHumsa

Germany USA
[epMaHva CLUA

Italy
Tradename Ntanua

HanmeHoBaHme
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Material group

AFNOR

‘ AISI/SAE ‘ UNI ‘ BS ‘ EN

High temperature materials BbicOKOTEPMOCTOVKME MaTepUarisi

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 NiCr16Co8WAITi

Vakumell NiCr20TiAl

Vakumelt NiColOCrOWAILTi

Alloy 625 NiCr22MoSN 5599 NO6625 NA21 DIN 2.4856
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