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POCKETING/END MILLING CUTTER
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TIE #iks T1F 184 BE
INSERT WRENCH
oD| J | od| L M K| H NO.OF
SPECIFICATION \\\% ‘f INSERT
st |-
MPFWO0402PPTR 15204527 T6
PEM12MO06 12 |20 65 [ 35| M6 (11| 9
MPMT060204 15250538 T8
CCMT060208 15250638 T8
PEM16MO08 16 | 30| 85 | 50| M8 [ 15| 12
CPMT080208 1S306545 T9
CPMT080208 1S307545 T9
PEM20M10 20 | 35(105(56 | M10 | 15| 15 2
CPMT090308 IS400855 T15
CPMT090308 IS409555
PEM25M12 25 (40 (12566 { M12 | 20 [ 20 T15
CPMT120308Z 15401155
CPMT120408
PEM32M16 32 |40 17 | 68 | M16 | 22 | 27 1S501170 T 20
CPMT160408Z
MPMT060204 15250638 T8
XPEM32M16 32 (40 17 | 68 | Ml16 | 22 | 27 | CPMT090308 15401155 T15 3
CPMT120408 1S501170 T20
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Recommended Cutting Conditions

Facing TE#E Drilling $&&%
2 R s > SRR 2D
T S}EJE ﬂﬁif\%n ’P)J;IUOEECE S}EE ’E—:}Eﬁ(}iﬁ\%n
Workpiece Material S F o EE Fee
Ve (m/min) | (mm/rev) (mm) Vc (m /min) (mm/ rev)
Unalloyed steels —Hf&hzsH 220 - 260 | 0.10 - 0.25 05 - 55 80 - 200 0.05 - 0.12
Alloyed steels = 100 - 150 | 0.10 - 0.20 05 -55 80 - 180 0.05 - 0.15
Stainless steels AghH 140 - 180 | 0.10 - 0.25 05 - 55 80 - 200 0.05 - 0.12
Cast Irons S0 180 - 300 | 0.10 - 0.25 05 - 55 100 - 220 0.05 - 0.18
Non-ferric metal
48 3 IR T 400 - 750 | 0.08 - 0.25 05 - 55 150 - 300 0.05 - 0.22
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