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GROOVING

GROOVING TOOL HOLDERS ExTernAL

QEED, QEFD, QEGD, QEHD AND QEKD

» Insert Width:
\ H i QEED = 2.5 mm
QEFD = 3.0 mm
T T QEGD = 4.0 mm
\ ¢ Ao ¥ QEHD = 5.0 mm
WL L QEKD = 6.0 mm

- T~

)
r4
§ Dimensions Inserts Accessories
(14
(U]
10-025C10 0.625 x 0.625 5 0.635 25 0.098 10 0.394 354 352 Z_ED025_ _ 382 366
12-025C10 0.750 x 0.750 5 0.760 25 0.098 10 0.394 358 356 Z_ED025_ _ 384 368
16-025D10 1.000 x 1.000 6 1.010 25 0.098 10 0.394 364 360 Z_ED025_ _ 384 368
16-025D17 1.000 x 1.000 6 1.010 2.5 0.098 17 0.669 366 362 Z_ED025_ _ 384 368
QEFD
10-03C10 0.625 x 0.625 5 0.637 3.0 0.118 10 0.394 370 368 Z _FDO3_ _ 382 366
12-03C10 0.750 x 0.750 5 0.762 3.0 0.118 10 0.394 374 372 Z_FDO3_ _ 384 368
16-03D10 1.000 x 1.000 6 1.012 3.0 0.118 10 0.394 380 376 Z_FDO03_ _ 384 368
16-03D17 1.000 x 1.000 6 1.012 3.0 0.118 17 0.669 382 378 Z_FDO3_ _ 384 368
QEGD
12-04C13 0.750 X 0.750 5 0.770 4.0 0.157 13 0.512 394 392 Z_GD04_ _ 384 368
16-04D13 1.000 X 1.000 6 1.020 4.0 0.157 13 0.512 395 393 Z_GD04_ _ 384 368
20-04E13 1.250 X 1.250 7 1.270 4.0 0.157 13 0.512 400 396 Z_GD04_ _ 384 368
20-04E22 1.250 X 1.250 7 1.270 4.0 0.157 22 0.866 402 398 Z_GD04_ _ 384 368
QEHD
16-05D13 1.000 x 1.000 6 1.020 5.0 0.197 13 0.512 408 404 Z _HDO5_ _ 384 368
16-05D22 1.000 x 1.000 6 1.020 5.0 0.197 22 0.866 410 406 Z_HDO5_ _ 384 368
20-05E13 1.250 x 1.250 7 1.270 5.0 0.197 13 0.512 416 412 Z HDO5_ _ 384 368
20-05E22 1.250 x 1.250 7 1.270 5.0 0.197 22 0.866 418 414 Z_HDO5_ _ 384 368
16-06D13 1.000 x 1.000 6 1.024 6.0 0.236 13 0.512 428 424 Z_KDO06_ _ 384 368
16-06D22 1.000 x 1.000 6 1.024 6.0 0.236 22 0.866 430 426 Z_KD06_ _ 384 368
20-06E13 1.250 x 1.250 7 1.274 6.0 0.236 13 0.512 436 432 Z_KDO06_ _ 384 368
20-06E22 1.250 x 1.250 7 1.274 6.0 0.236 22 0.866 438 434 Z_KD06_ _ 384 368

» FOR INSERTS, SEE PAGE B6
» PARTING, GROOVING, TURNING, PROFILING INSERTS ARE SUITED FOR THE TOOLS
Example: 3 mm insert (Z-FD03) will only fit 3 mm tool holders (QEFD)




GROOVING, PARTING
AND THREADING

GROOVING

GROOVING BARS inTERNAL

QED, QFD, QGD, QHD AND QKD

L » Insert Width:
—— \ ¥ " QED = 2.5mm
TH2— (/ (/ g QFD = 3.0 mm
il P QGD = 4.0 mm
w-H— L QHD = 5.0 mm
QKD = 6.0 mm

(0]
4
Dimensions Inserts Accessories 3
2
(O]
QED
ZTED02503
C12Q-QED-05-27 | 0.750 7 | o598 | 25 | 008 | 0197 | 27 | 1063 | o062 os0 | 2TEDOZS 362 386
ZTED02503
C16R-QED-07-33 | 1.000 8 | 0799 | 25 | 008 | 0276 | 33 | 1209 | o070 0es | 2TEDOZS 364 366
C20S-QED-09-42 | 1.250 10 | 0996 | 25 | 0098 | 0354 | 42 | 1654 | 090 osg | ZTED02503 382 366
ZRED025
QFD
C12Q-QFD-05-27 | 0.750 7 | 0598 | 30 | o118 | o197 | 27 | 1063 | o066 0e4 | ZIFD0303 362 386
ZRFDO3
C16R-QFD-07-33 | 1.000 8 | 0799 | 30 | o118 | 0276 | 33 | 1200 | o074 o7z | 2TFD0303 364 366
ZRFDO3
C20S-QFD-09-42 | 1.250 10 | 0996 | 30 | 0118 | 0354 | 42 | 1654 | 094 002 | Z1FD0%0% 382 366
QGD
C16R-QGD-08-35 | 1.000 8 | 0846 | 40 | 0157 | 0315 | 35 | 1378 | o078 ore | 21GD0404 364 366
ZRGDO4
C20S-QGD-11-44 | 1.250 10 | 1083 | 40 | 0157 | 0433 | 44 | 1732 | 098 ogs | Z1CGD0404 382 366
ZRGDO4
C24T-QGD-13-54 | 1.500 12 | 1319 | 40 | 0157 | 0512 | 54 | 2426 | 110 ool EEICEE 384 366
ZRGDO4
QHD
C16R-QHD-08-35 | 1.000 8 | 0846 | 50 | 0197 | 0315 | 35 | 1378 | o082 osg | 2THDOS04 364 366
ZRHDO5
C20S-QHD-11-44 | 1.250 10 | 1083 | 50 | o197 | 0433 | 44 | 1732 | 102 100 | ZTHD0S04 384 366
ZRHDO5
C24T-QHD-13-54 | 1.500 12 | 1319 | 50 | o197 | 0512 | 54 | 2126 | 114 112 | ZTHD0S04 384 366
ZRHDO5
QKD
C16R-QKD-08-35 | 1.000 8 | 0846 | 60 | 023 | 0315 | 35 | 1378 | o086 084 g;ﬁgggos 364 366
C20S-QKD-11-44 | 1.250 10 | 1083 | 60 | 0236 | 0433 | 44 | 1732 | 106 104 | 2TKDO608 384 366
ZRKD06
C24T-QKD-13-54 | 1.500 12 | 1319 | 60 | 0236 | 0512 | 54 | 2126 | 118 16 | ZTID0908 384 366

» FOR INSERTS, SEE PAGE B6
» PARTING, GROOVING, TURNING, PROFILING INSERTS ARE SUITED FOR THE TOOLS
Example: 3 mm insert (Z-FD03) will only fit 3 mm tool holders (QFD)
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ZTGD0404-MG
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Chipbreaker Code
Insert Application

Style

Locating Slot .
Corner Radius

Number of Cutting Edges Insert Width

Insert Application Number of Cutting Edges

ZP Parting Single Cutting Edge
ZT Grooving and Turning D Double Cutting Edges
ZR Profile Machining

Corresponds to the width of the cutting edge M Standard Style
E Special Insert Style

E =25

F =30

G =40 .

H =50 Chipbreaker Code
K =6.0

G General Chipbreakers,
suitable for various materials

Special Chipbreakers

m

Inch Inch
025—2.5 0.098 R 02—0.2 0.008

03=3.0 0.118 03=0.3 0.012
HK:C S 04=4.0 0.157 04=0.4 0.016
05=5.0 0.197 08=0.8 0.031

06=6.0 0.236
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GROOVING AND TURNING INSERTS siNGLE AND DOUBLE EDGES

i
- Max. Delf)atrh of Cut E E
R e
s I
S R
Double Cutting Edges *Single Cutting Edge

Dimensions Coated Grades | Uncoated

N N -
=] © ) -
R 0 8 o 8
0 o [ a
ZT > > > >
0.004 0 0 0.00 0.0 0 0 os 0
0 0
ZTED02503-MG 0.098 25 0.012 0.3 0.670 17 082 080
ZTFDO0303-MG 0.118 3.0 0.012 0.3 0.670 17 088 086
ZTGD0404-MG 0.157 4.0 0.016 0.4 0.866 22 100 096 094 092
ZTHDO0504-MG 0.197 5.0 0.016 0.4 0.866 22 104 102
*ZTHS0504-MG 0.197 5.0 0.016 0.4 108 106
ZTKD0608-MG 0.236 6.0 0.031 0.8 0.866 22 118 114 12 110
*ZTKS0608-MG 0.236 6.0 0.031 0.8 122 120
La ) E
R
- o S|
¥

Dimensions Coated Grades Uncoated

YBG202
YBG302
YBC251
YD201

ZREDO025-MG 0.098 25 0.049 1.25 0.787 20 054 052
ZRFD03-MG 0.118 3.0 0.059 1.50 0.787 20 058 056
ZRGD04-MG 0.157 4.0 0.079 2.00 0.984 25 070 066 064 062
ZRHD05-MG 0.197 5.0 0.098 2.50 0.984 25 074 072
ZRKD06-MG 0.236 6.0 0.118 3.00 0.984 25 078 076

» FOR TOOL HOLDERS, SEE PAGES: B3-B4
» FOR CUTTING PARAMETERS, SEE PAGE B7
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h RECOMMENDED CUTTING PARAMETERS

RECOMMENDED FEED RATES

Insert Size
Width (mm)
25
3.0
4.0
5.0
6.0

Parting

0.05-0.15 (0.002-0.006)
0.05-0.15 (0.002-0.006)
0.05-0.20 (0-002-0.008)
0.07-0.20 (0.003-0.008)
0.10-0.30 (0.004-0.012)

Feed Rate - mm/rev (inch/rev)

Grooving

0.05-0.15 (0.002-0.006)
0.05-0.15 (0.002-0.006)
0.05-0.20 (0.002-0.008)
0.07-0.22 (0.003-0.008)
0.07-0.25 (0.003-0.010)

Turning

0.05-0.15 (0.002-0.006)
0.07-0.15 (0.003-0.006)
0.07-0.25 (0.003-0.010)
0.10-0.25 (0.004-0.010)
0.10-0.30 (0.004-0.012)

Profile

0.05-0.15 (0.002-0.006)
0.10-0.20 (0.004-0.008)
0.10-0.20 (0.004-0.008)
0.15-0.30 (0.006-0.012)
0.15-0.30 (0.006-0.012)

RECOMMENDED CUTTING SPEEDS

Materials

Cutting Speed - m/min (ft/min)

Hardness
Brinell HB

YBG302

YBC251

Grades

YBG102

Carbon steels 125<HB<170 120-260 (360-780) 130-280 (400-840)

Low alloy steels 180<HB<275 80-175 (240-500) 95-240 (280-700)

High alloy steels 180<HB<325 80-160 (240-480) 95-220 (280-660)

Cast steels 180<HB<250 75-140 (220-420) 80-160 (240-480)

Ferrite/Martensite 200<HB<300 70-170 (210-500) 90-120 (270-360)

Austenite 180<HB<300 80-200 (240-600) 50-70 (150-310)

Forged cast iron 130<HB<230 100-200 (300-600) 85-100 (250-300) 95-110 (280-360)
Gray cast iron 180<HB<220 90-170 (270-500) 65-80 (190-240) 70-90 (210-270)
Graphite cast iron 160<HB<250 80-150 (240-450) 55-70 (160-210) 60-75 (180-220)

» The recommendations are valid for use with cutting fluid

NOTE

For internal grooving and face grooving the speed should be reduced by 30-40%
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GROOVING INSERTS carsipe

EXTERNAL RIGHT HAND CARBIDE GRADE BXC [l 0]
OR INTERNAL LEFT HAND K25-K40
W
v €
T: k » PVD TiN coated grade for low cutting speed
orks well with a wide range of steel and stainless stee
: » Work Il with id ge of steel and stainl teel
S |
Same insert can be used Grooving Inserts - External and Internal
for External Right Hand External Internal
and for Internal Left Hand .C. ER/IL IR/EL Y
z
Description - Description g
INTERNAL RIGHT HAND &
3/8 0.039 0.055 16 ER/IL 0.039 675 16 IR/EL 0.039 685
OR EXTERNAL LEFT HAND 3/8 0.047 0.063 16 ER/IL 0.047 676 16 IR/EL 0.047 686
3/8 0.055 0.071 16 ER/IL 0.055 677 16 IR/EL 0.055 687
3/8 0.067 0.079 16 ER/IL 0.067 678 16 IR/EL 0.067 688
3/8 0.077 0.079 16 ER/IL 0.077 679 16 IR/EL 0.077 689
3/8 0.089 0.089 16 ER/IL 0.089 680 16 IR/EL 0.089 690
* Shim AE 16-0 681 Al 16-0 691

Same insert can be used * SHIM MUST BE CHANGED TO AE 16-0 OR Al 16-0.
for Internal Right Hand NOTE Change shim from threading to grooving and use
and for External Left Hand the same threading toolholder. SEE PAGE B17

h RECOMMENDED CUTTING PARAMETERS

RECOMMENDED CUTTING SPEEDS

Low and medium carbon steels 20-100 (66-330)
High carbon steels 30-80 (100-265)
Alloy steels, treated steels 40-90 (132-300)
Stainless steels 30-80 (100-265)
o] Cast steels 30-90 (100-300)
Cast Iron 30-90 (100-300)
Non-ferrous and Aluminum 20-200 (66-660)

» FOR GROOVING SMALL BORES, SEE PAGE B11
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h TINY TOOLS IDENTIFICATION GUIDE AND CUTTING PARAMETERS

TINY BARS IDENTIFICATION

M T R 3 R0.2 L10

Tiny Bars T = Turning . Bar Diameter Nose Radius 0.2 mm Neck Length
P = Profiling Right 3~ 300 mm . . L10 = 10 mm = 0.39
I=Threading  Hand  4=400mm Pzrst}ja' p;{’é;,'e L15 = 15 mm = 0.59
C = Chamfering 6 =6.00 mm or L22 = 22 mm = 0.87
G = Grooving Full profile
F = Facing 1ISO 60° or UN 60°

o
=
>
o
<]
©
[

Width:

B1.0 = 1.0 mm = 0.040
B1.5=1.5mm = 0.060
B2.0 =2.0 mm = 0.080

TINY BAR HOLDERS IDENTIFICATION

S I M 0750 H 3

Clamping Internal Tiny  Shank Cross Section Bar Bar Diameter
Method Bars 0750 = Dia. 3/4 Length 3 =Dia. 3.00 mm
S=Screw

RECOMMENDED CUTTING SPEEDS

Low and medium carbon steels 65-460
High carbon steels 100-330
Alloy steels, treated steels 130-300
Stainless steels 65-300
B Cast steels 130-300
Cast iron 130-390
Non-ferrous and aluminum 160-390
Hardened materials 40-100
Super alloy and titanium 50-100

THREADING PASSES

Number
of Passes

» RECOMMENDED FEED RATE:
0.0005-0.001 inch/rev
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ﬁ"- ARMEX
Py g ber's L
TINY TOOLS SETS
CARBIDE GRADE BXC » PVD TiN coated grade for low cutting speed
m » Works well with a wide range of stainless steels
BORING CHAMFERING AND BORING
i |
- L=
|
2
3
2
(C]

PROFILING AND BORING CODE NO. 570-110 GROOVING

BORING BARS - 4 mm Diameter iPq @Y L)

(e Boring 570-094
e Profiling 570-072
(O — Threading 570-078
(=== Chamfering 570-084
THREADING (fE======= Grooving 570-088 FACE GROOVING
¢ = Face Grooving 570-089
Tiny Tools Bar Holder 570-104

-T Key Torx®15

BAR HOLDER

Adjusting Screw
3/4” DIAMETER

Dimensions in Inch (mm) Accessories
Rof Clamping Adjusting
CUEEEE Screw Screw
Key
Code 570- Code 570-
3.0 3.5 (89) 0.75 (19.05) 102 Torx®15 S25 S35
4.0 3.5 (89) 0.75 (19.05) 104 Torx®15 S25 S35

6.0 3.5 (89) 0.75 (19.05) 106 Torx®15 S§25 S35
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BLADE HOLDERS

» Interchangeable with
most popular brands

’
e
Dimensions in Inch Reference
Overall Blade
“ Length
5/8 3
e ———— e

5/8 31/32 11/64 1-3/16 1-1/16

049 3/4 001
5/8 5/8 1-1/32 7116 1-1/2 1-3/16 3 051, 053, 055, 057, 059 | 1-1/32 003

o 3/4 3/4 1-1/8 21/64 1-17/32 | 1-5/16 3-3/8 051, 058, 055, 057, 059 | 1-1/32 005
E 3/4 3/4 1-1/8 12 1-7/8 1-3/8 4 061, 063, 066, 067, 069 | 1-1/4 011
g 1 1 1-13/32 5/16 1-7/8 1-5/8 4-3/8 061, 063, 066, 067, 069 | 1-1/4 007

1-1/4 1-1/4 1-11/16 1/8 1-7/8 1-5/8 4-11/16 |061, 063, 066, 067, 069 | 1-1/4 009

BLADES

-— W (INSERT) 7°

A l—ﬂ S

Dimensions in Inch

Maximum | Insert Width
Diameter | Reference

1/16 3-3/8 39/64 3/4 1-1/2 0.087 + 0.094 049
1/16 4-5/16 53/64 1-1/32 2 0.087 + 0.094 051
3/32 4-5/16 53/64 1-1/32 3 0.120 053
1/8 4-5/16 53/64 1-1/32 3 0.160 055
5/32 4-5/16 53/64 1-1/32 4 0.187 + 0.200 057
13/64 4-5/16 53/64 1-1/32 4 0.250 059
3/32 5-7/8 63/64 1-1/4 4 0.120 061
1/8 5-7/8 63/64 1-1/4 4 0.160 063
5/32 5-7/8 63/64 1-1/4 9 0.187 + 0.200 065
13/64 5-7/8 63/64 1-1/4 5 0.250 067
5/16 5-7/8 63/64 1-1/4 5-1/2 0.375 069

» FOR INSERTS, SEE PAGE B14




GROOVING, PARTING
AND THREADING

PARTING

TOOL HOLDERS

k " | LW
L4 .nr-:
1 VT & RIGHT HAND SHOWN
[ L 1 B

Dimensions in Inch Insert Left Hand |Right Hand
Width
Reference
3/8 3/8 3/8 3/4 2-3/4 3/16 3-3/8 1/2 0.087 + 0.094 013 031
15/32 3/8 15/32 3/4 3-37/64 5132 4-5/16 19/32 0.087 + 0.094 015 033
5/8 3/8 5/8 3/4 3-37/64 0 4-5/16 19/32 0.087 + 0.094 017 035
5/8 1/2 5/8 1 3-29/64 11/64 4-5/16 9/16 0.120 019 037
5/8 1/2 5/8 1 3-29/64 11/64 4-5/16 5/8 0.160 021 039 2
3/4 1/2 3/4 1 3-29/64 0 4-5/16 5/8 0.087 + 0.094 027 045 E
3/4 1/2 3/4 1 3-29/64 0 4-5/16 5/8 0.120 029 047 §
3/4 1/2 3/4 1 3-29/64 1/16 4-5/16 5/8 0.160 023 041
3/4 1/2 3/4 1 4-7/16 3/64 4-5/16 5/8 0.187 + 0.200 025 043

INSERTS

SN — [ .St ] 1=
L (LN 8 1
11 T T p» CARBIDE GRADES:
1 o . C2 - Uncoated for non-ferrous materials
| | C5 - Uncoated for steel
[ gl  — TN - TiN coated for steel
NEUTRAL HEITEAL FREHT AT O v

Right Hand Left Hand

3° Face Angle 8° Face Angle 3° Face Angle 8° Face Angle

Neutral

L cs L TN L c2 | ocs | TN | cz | cs | TN | c2 | cs | TN | cz | cs | TN |

| Code | Code | Code | Code | Code | Code | Code | Code | Code | Code | Code | Code | Code | Code

577- 577- 577- 577- 577- 577- 577- 577- 577- 577- 577- 577- 577-
0.087 071 073 075 119 121 123 161 163 165 203 205 207 245 247 249
0.094 077 079 081 125 127 129 167 169 171 209 21 213 251 253 255
0.120 083 085 087 131 133 135 173 175 177 215 217 219 257 259 261
0.160 089 091 093 137 139 141 179 181 183 221 223 225 263 265 267
0.187 095 097 099 143 145 147 185 187 189 227 229 231 269 271 273
0.200 101 103 105 149 151 153 191 193 195 233 235 237 275 277 279
0.250 107 109 111 155 157 159 197 199 201 239 241 243 281 283 285
0.375 113 115 17
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h PARTING INFORMATION GUIDE

90° MOUNTING

Itis very important that the insert is mounted at 90° to the center L
line of the workpiece in order to obtain perpendicular surfaces e N -
and reduce the risk of vibration. 0° 90 4] 9%

CORRECT CENTER HEIGHT SETTING

Height tolerance between cutting edge of an insert and the
center of the workpiece should be kept to +0.004”, especially
for the parting of rods and grooving of materials with small /3 ~H - —-—
diameters. It also provides longer tool life and reduces cutting L

resistance and burrs.

PARTING

1. To minimize risk of vibration and deflection, always choose a
toolholder with the smallest possible overhang.

2. When parting to center, reduce the feed rate by up to 75%,
0.087-0.12” (2 mm-3 mm) prior to the part dropping off.

EXTERNAL GROOVING, TURNING AND PROFILING

L —t—oc—o

MACHINING BETWEEN WALLS __\ J_
To achieve the best results, the following sequence is
recommended: T — -
1. Plunge to required depth of cut (ap max 0.75 x insert width) q N
2. Pull back 0.004” radially = 0.1 mm
3. Turn longitudinally to opposite shoulder position
4. Retract at the end of the cut diagonally 0.020” A b
5. Feed axially to finish position j
6

. Plunge again to required depth of cut and retract
radially 0.004” _|—‘_

Continue sequence for subsequent roughing passes. Axial
turn in both directions to use both corners of the insert and to
maximize tool life.

MACHINING INTO A RADIUS OR CHAMFER /
To reduce vibration follow the machining sequence 1 to 4 above.

~

INTERNAL GROOVING AND TURNING

CUTTING AS SHOWN

The swarf will always flow in the same direction as the feed. It
is therefore recommended to feed out towards the opening of
the hole.
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THREADING AND ANVIL KITS

Threading Kits are a versatile solution for those who cut a variety of thread
types in limited quantity and do not want to sacrifice thread quality.

Kit Contents
METRIC AVAILABLE

UPON REQUEST

External UN Internal UN

Inserts

EXTERNAL RIGHT HAND
INTERNAL LEFT HAND

s P

[ ! L
-

16ER A60 P25C
16ER G60 P25C
16ER AG60 P25C
16ER 8UN P25C
16ER 12UN P25C
16ER 14UN P25C
16ER 16UN P25C
16ER 18UN P25C
16ER 20UN P25C

16ER 24UN P25C

16IR A60 P25C

16IR G60 P25C

16IR AG60 P25C
16IR 8UN P25C

16IR 12UN P25C
16IR 14UN P25C
16IR 16UN P25C
16IR 18UN P25C
16IR 20UN P25C
16IR 24UN P25C

Toolholder

EXTERNAL LEFT HAND

INTERNAL RIGHT HAND 0.75 or 1.00” square | 0.75 or 1.00” diameter
LE —-— Shank External/ |Code
o e Reference Size Internal | 570- .
k| KEU 0.75” square External 001 z
r :‘1'].* KEU10 1.00” square External 002 %
B i KIU 0.75” diameter Internal 003 §
T KIU10 1.00” diameter | Internal 004 =
ANVIL KIT *SANDVIK CONVERSION KIT: JEE ST Description ggg?
To convert your Sandvik tool holder *KAE S16N External Conversion Kit 220
to take Carmex inserts — 3/8 I.C.
*KAI S16N Internal Conversion Kit 221
Other sizes available. |__KA16 Anvil Kit 222

ﬁ CARBIDE THREADING INSERT GRADES

INTERCHANGEABLE WITH VARDEX, ISCAR, SNAP-TAP AND * SANDVIK

CARBIDE INSERT GRADES:

MXC m PVD TiN coated micrograin for free cutting
m untreated alloy steels (below 30 HRc), for
stainless steels, cast iron and aluminum.

BMA [PIEDIN] PVD TiAIN coated sub-micrograin grade for
oLy Stainless steels and exotic materials at medium
to high cutting speeds

P25C [XERXY] PVD TiN coated grade for treated and hard
alloy steels (25 HRc and up) at medium to low

cutting speeds
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GROOVING, PARTING
AND THREADING

THREADING

h THREAD CUTTING PARAMETERS AND IDENTIFICATION GUIDE

RECOMMENDED CUTTING SPEEDS

Steel: low and medium carbon steels 330-590 295-520 260-520
High carbon steels 260-520 260-490 260-390
Alloy steels, treated steels 260-390 260-390 160-330
Cast steel 390-520 330-460 260-460
Stainless steel: cast steels stainless austenitic and
austenitic ferritic steel and cast steel 295-390 230-430
Cast iron: grey cast iron, cast iron with spherical ~
graphite, malleable cast iron 260-490 260-430
Non-ferrous metal: aluminum and other non-ferrous
metals, copper alloys non-metallic SR R
Hard materials: hardened steel, hardened cast iron
materials, chilled cast iron 65-130 65-160
Super-alloys and titanium: heat resistant special
alloys based on iron, nickel and cobalt, titanium and 130-260 130-330
titanium alloys

Conversion of Cutting Speed to Rotational Speed

Conversion of selected cutting speed
to rotational speed is calculated by the
N following formula:
Ne VX12 _ 400x12 o oo
nxD 3.14x1.18 ’
V=400 ft/min

TOOL HOLDER IDENTIFICATION

Clamping
Method

S=Screw

0750

K

E=External R=Right Hand Shank Length of Insert’s
I=Internal L=Left Hand Cross Section: Tool Holder Pocket
External tool holders, (Inch) + Size
square shank H=4 ‘ I.C.
0750=3/4"x3/4” K=5 L
L=55 ‘
M=6 N
P=7
Internal tool holders R=8 1L1 l I{Z‘
and boring bars, $=10 16 | 3/8
round shank T=12 22 | 12

0750=Dia. of 3/4”

O

B - with coolant bore
C - carbide shank

V - vertical (on edge)
O - offset style






