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Discover AVANTEC's tool portfolio
and take advantage of the possibilities —
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ZR -intermediate ring ic - internal coolant

BR -bottom ring TK - pitchcircle

DR -double cutting ring SW - width across flats

AS - number of cutting edges

CUTTING DATA

The following cutting data are based on average conditions: A complete consideration of
all circumstances is not possible: Therefore, we do not accept liability for these cutting data.
For more detailed information please contact our head office or ask your appropriate contact
person.
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COMPANY

Company

AVANTEC Zerspantechnik is an independent family-
owned company based in lllingen, Baden-Wiirttem-
berg. Founded in 1989 by Gustav Werthwein, the com-
pany has earned an important position among the
milling tool manufacturers. As a producer of milling
tools with high-precision ground inserts, AVANTEC has
been developing a wide portfolio that fits the demand
of every customer.

Being a pioneer in the field of the high positive tool
systems has given AVANTEC the opportunity to win a place
in the market and make a name for itself. The uncompromi-
sing focus on the primary tasks of machining technology
has always distinguished the company as a quality-minded
cutting tool specialist.

As every specialist knows, the contact with customers is
essential for a successful business cooperation. AVANTEC's
capable customer service network is always ready to
answer questions and offer the right solutions in the nick
of time. For our customers this can be translated into a
quick response, a prompt development of their requests
and a service of excellence.

AVANTEC's lean company profile gives also the advantage
of processing our customers’ requests in a quick and
uncomplicated way. Our high vertical manufacture range
and the know-how acquired over the years are the basis
to create in-house products that can be completely
developed by our company, from the conceptual design
up to the last manufacturing process. We regularly share
our experience with high-positive machining at different
workshops organized by AVANTEC and during training
courses specially requested by customers.

@ (anada

@ USA

@ Mexico

@ Distribution partners
® Directsale

Reliability is for us not only the achievement of high
standards in the products’ quality but also in the planning
process, the assistance and loyal delivery in worldwide
service to our customers. Our success in the market has
not only been certified by DIN EN ISO 9001 but it has
also been confirmed throughout the years by a long-
lasting partnership between our customers and AVANTEC,
particularly based on the primary principle of mutual trust.

Brasil @
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MILLING TOOL PROGRAMME

Milling tool programme

AVANTEC's tool programme offers the most demanding
customers the advantages of high positive machining.
Due to their smooth running features AVANTEC's tools
are suitable for low-vibration milling operations.

Their extremely soft-cutting geometries can guarantee
top reliability and efficiency rates in high-volume
machining processes.

Advantages of our high positive milling tool programme:

< smooth cutting

< less load for machine, spindle and keyways
< higher chip removal

< very suitable for unstable or thin parts

< improved chip flow
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INDEXABLE INSERTS

Indexable inserts

A thorough quality control policy is the key to the
company’s success at the international market.

By developing new substrates and improving our modern
high-performance coatings we keep bringing innovative
inserts with micro-geometry and offering our customers
a wide variety of possibilities for the most exigent
machining requirements.

Advantages of highly precise indexable inserts:

< consistent axial and radial run out

< consistent dimensional accuracy during cutting operation
< constant machining data
< constant surface quality

< less machining noise and improved chip flow
< less heat build up and better tool life
< constant dimensions after indexing

AVANTEC Catalogue 9
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SHELL END MILL
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SHELL END MILL

Multiring EM90/FM90

< modular discs allow various gage lengths up to 2,5 x D
< dual right and left helix design minimizes axial tractive
and compressive forces
» suitable for machines with lower performance

Oy - S
' BR ZR ZR '.
od.
DR
Shanks for Multiring EM90/FM90
D SK60 A Kg SK50 A Kg sKa0 A Kg HSK-A63 A Kg | HSK-A100 A  Kg
DIN69871 DIN69871 DIN69871

32 - - . - - = | 09A4032001 39 120 | 09E.6332.1050 50 0,82 - - -
40 . = = | 09A5040.004 49 3,10 | 09A4040002 39 130 | 09E.6340.1060 60 1,00 - - -
45/50 = = = 09A.5045.001 39 3,10 09A.4045.001 39 1,00 | 09E.6345.1060 60 1,20 | 09E.1045.001 85 3,24
45/50 = = = 09A.5045.016 90 3,60 09A.4045.007 90 1,68 = = = = = =
63/66 - = = 09A.5063.008 49 3,70 - = = 09E.6363.1060 60 1,50 | 09E.1063.1080 80 3,30
63/66 - = = 09A.5063.031 100 4,60 = = - L] - - = - -
63/66 = = = 09A.5063.021 150 5,70 - = - - - - - - -
80 - = = | 09A5080006 49 4,00 - - . - = = |09E1080.1080 80 410
80 . = = | 09A5080025 100 580 . - . - - . - - -
92 - = = | 09A5092001 49 368 - - . - = = | 09E1092001 80 440
100 - = = | 09A5010002 49 430 - - . - = = |09E10101100 110 6,60
100 09A6010.002 75 1140 | 09A5010023 100 6,00 - - . - - . - - -
125 09A6012.001 75 11,50 - - - - - - o - BE - . -

other dimensions on request
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ZR/BR/DR Multiring EM90/FM90

SHELL END MILL

D article ZR H Zoff article BR H Zoff number of inserts article DR H Zoff number of inserts
2 ENHQ060300.R
32 12E.3210.001 10 2 12E.3211.002 11,5 2 2 ENHQO60304.L
2 ENHQO060300.R
40 12E.4010.001 10 2 12E.4010.002 11,5 2 ; Em:gggg:ggf 12E.4018.001 18 4 4 ENHQ060304.L
’ 2 ENHQO08T306.L
3 FNHQO08T300.R
45 12F.4513.021 13 3 12F4513.022 13,5 3 3 FNHQOBT306.L
3 FNHQO08T300.R 3 MOGT100308.R
50 12F.5015.021 14,2 3 12F.5015.022 15,5 3 3 FNHQOBT306.L 12F.5015.024 15 3 3 FNHQOST300.R
3 ENHQ090400.R
12E.6317.001 16 3 12E.6317.002 16,5 3 g Em:ggggiggﬁ 12E.6322.002 22 3 3 ENHQ120610.L
: 3 LNEX200710.R
63
3 ENHQ100500.R
12E.6318.001 18 3 12E.6319.002 19,5 3 3 ENHQ100508.L
3 FNHQ110608.R
66 12F.6619.031 19,5 3 12F.6620.032 20 3 3 FNHQ110608.L
3 ENHQ120600.R
80 12E.8023.001 22 3 12E.8023.002 23,2 3 g Em:g:‘l igg?gﬁ 12E.8025.002 25 3 3 ENHQ120610.L
: 3 LNEX200710.R
4 FNHQ110608.R
92 12F.9218.003 18,5 4 12F.9220.004 20 4 :: Emgg: :ggggﬁ 12F.9225.001 25 4 4 FNHQ110608.L
: 4 LNHX25082500201TR25
4 ENHQ120600.R
100 12E.1023.003 22 4 12E.1023.004 23,2 4 2Em:gggg?gs 12E.1026.001 26,7 4 4 ENHQ120610.L
: 4 LNEX25062500405TR25
5 ENHQ160900.R
125 12E.1229.003 29 5 12E.1231.001 31 5 5 ENHQ160900R 12E.1234.001 34 5 5ENHQ160915.L

5ENHQ160915.L

5 LNEX25062501001TR25*

* not in the intermediate ring

D Kg
ZR/BR/DR
32 <05
40 <05
45 <05
50 <05
63 <05
66 <05
80 <10
92 <10
100 <15
125 <25
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SHELL END MILL

N insert | incircle diameter insert thickness
1— 206 = 6,35 212= 12,70 t03(EN) = 3,18 t06= 6,35
208 = 8,00 216= 16,00 t03(MO) = 3,60 t07= 7,20
! l 209 = 9,52 220 (LN) = 9,52 tT3= 3,97 t08 = 8,00
210= 10,00 225 (LN) =12,70 t04= 4,76 t09= 9,00
211 = 11,00 t05= 5,60
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 01 0,08 01 01 0,08 0,08
sky77
ve 200 180 200 180 160 140
ENHQ060304027215L28V | 2
hmax 01 0,08 0,08
NERO26
Ve 220 200 180
hmax 01 0,08 01 01 0,08 0,08
sky77
ve 200 180 200 180 160 140
EN.0603. | ENHQ06030002620SR28V | 2
hmax 0,1 0,08 0,08
NERO26
ve 220 200 180
hmax | 0,08 0,07 0,06 0,08 0,08 0,06 0,05
ENHQ060304002545L30 | 2 kY77
Ve 200 180 160 200 180 160 140
hmax | 0,08 0,07 0,06 0,08 0,08 0,06 0,05
ENHQ060300003555R30 | 2 sky77
ve 200 180 160 200 180 160 140
hmax | 015 0,12 01 0,15 015 012 0,1
sky77
ve 200 180 160 200 180 160 140
ENHQO8T306017265L28V | 4
hmax 0,15 0,12 0,1
NERO26
ve 220 200 180
hmax | 015 0,12 01 0,15 015 012 0,1
sky77
Ve 200 180 160 200 180 160 140
EN.08T3. | ENHQO8T30001625SR28V | 4
hmax 0,15 0,12 0,1
NERO26
ve 220 200 180
hrmax 01 0,09 0,08 01 01 0,09 0,08
ENHQO8T306001545L30 | 4 sky77
Ve 200 180 160 200 180 160 140
hmax 01 0,09 0,08 01 01 0,09 0,08
ENHQO8T300002555R30 | 4 Sky77
ve 200 180 160 200 180 160 140
hmax | 0,18 0,15 0,12 018 015 013 011
sky77
ve 200 180 160 200 180 160 140
ENHQ090408017265L.28V | 4
hmax 0,18 0,15 0,12
NERO26
ve 220 200 180
hmax | 018 0,15 0,12 0,18 0,15 0,13 01
kY77
ve 200 180 160 200 180 160 140
EN.0904. | ENHQ090400016255R28V | 4
hmax 0,18 0,15 0,12
NERO26
Ve 220 200 180
hmax 013 012 0,1 0,08 0,08 0,07
ENHQ090408003545L30 | 4 sKy77
ve 150 135 15 80 70 65
hmax 0,13 0,12 0,1 0,08 0,08 0,07
ENHQ090400002555R30 | 4 sky77
ve 150 135 115 80 70 65
14 AVANTEC Catalogue



SHELL END MILL

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
V¢ 200 180 160 200 180 160 140
ENHQ10050801740SL25V 4
hmax 0,18 0,15 0,12
NERO26
Ve 220 200 180
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
7 200 180 160 200 180 160 140
ENHQ10050801742S5L28V 4
hmax 0,18 0,15 0,12
NERO26
V¢ 220 200 180
EN..1005..
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
Ve 200 180 160 200 180 160 140
ENHQ10050001641SR25V 4
hmax 0,18 0,15 0,12
NERO26
7 220 200 180
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
V¢ 200 180 160 200 180 160 140
ENHQ10050001643SR28V 4
hmax 0,18 0,15 0,12
NERO26
Ve 220 200 180
hmax 0,25 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
ENHQ12061002718SL25V 4
hmax 0,25 0,2 0,18
NERO26
7 220 200 180
hmax 0,25 0,2 0,18 0,22 0,2 0,18
SKY77
V¢ 200 180 160 200 180 160
ENHQ12060002619SR25V 4
hmax 0,25 0,2 0,18
NERO26
Ve 220 200 180
hmax 0,22 0,2 0,18 0,22 0,2 0,18
SKY77
7 200 180 160 200 180 160
ENHQ12061002913SL28W 4
hmax 0,22 0,2 0,18
NERO26
Ve 220 200 180
EN..1206..
hmax 0,25 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
ENHQ12060002620SR28V 4
hmax 0,25 0,2 0,18
NERO26
7 220 200 180
hmax 0,22 0,2 0,18 0,22 0,2 0,18 0,15
ENHQ12061000352SL28 4 SKY77
V¢ 200 180 160 200 180 160 140
hmax 0,22 0,2 0,18 0,22 0,2 0,18 0,15
ENHQ12060000253SR28 4 SKY77
Ve 200 180 160 200 180 160 140
hmax 0,18 0,15 0,14 0,18 0,16 0,15 0,13
ENHQ12061000354SL30 4 SKY77
7 200 180 160 200 180 160 140
hmax 0,18 0,15 0,14 0,18 0,16 0,15 0,13
ENHQ12060000255SR30 4 SKY77
Ve 200 180 160 200 180 160 140
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SHELL END MILL

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,25 0,2 0,18 0,22 0,2 0,18 0,18
ENHQ16091502713TL25V 4 SKY77
\2 200 180 160 200 180 160 140
EN..1609..
hmax 0,25 0,2 0,18 0,22 0,2 0,18 0,18
ENHQ16090002614TR25V 4 SKY77
A 200 180 160 200 180 160 140
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
A 200 180 160 200 180 160 140
FNHQO08T306004095L28V 4
hmax 0,15 0,12 0,1
NERO26
A 220 200 180
FN..08T3..
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
\2 200 180 160 200 180 160 140
FNHQO08T30000510SR28V 4
hmax 0,15 0,12 0,1
NERO26
A 220 200 180
hmax 0,24 0,2 0,18 0,22 0,2 0,18
FNHQ11060801801TL25V 4 SKY77
A 200 180 160 200 180 160
hmax 0,2 0,18 0,16 0,2 0,18 0,16
FNHQ110608018025L28V 4 SKY77
A 200 180 160 200 180 160
FN..1106..
hmax 0,24 0,2 0,18 0,22 0,2 0,18
FNHQ11060801901TR25V 4 SKY77
\2 200 180 160 200 180 160
hmax 0,2 0,18 0,16 0,2 0,18 0,16
FNHQ11060801902SR28V 4 SKY77
A 200 180 160 200 180 160
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SHELL END MILL

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,22 0,2 0,18 0,22 0,2 0,18
LN..2007.. LNEX20071000903TR25 2 SKY77
Ve 200 180 160 200 180 160
hmax 0,22 0,2 0,18 0,22 0,2 0,18
LNEX25062500405TR25 2 SKY77
Ve 200 180 160 200 180 160
LN..2506..
hmax 0,25 0,2 0,18 0,22 0,2 0,18
LNEX25062501001TR25 2 SKY77
Ve 200 180 160 200 180 160
hmax 0,2 0,18 0,16 0,2 0,18 0,16
LN..2508.. LNHX25082500201TR25 2 SKY77
V¢ 200 180 160 200 180 160
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
MO..1003.. | MOGU10031003104TR28 2 SKY77
Ve 240 230 220 240 240 230 220

insert

EN..0603.R/L 08B.2506.7991 TX208
EN..08T3.R/L 08B.0309.7991 TX208
EN..0904.R/L 08B.3511.7991 TX215
EN..1005.R/L 08B.3511.7991 TX215
EN..1206.R/L 08B.0513.7991 TX220
EN..1609.R/L 08B.0617.7991 TX225
FN..08T3.R/L 08B.0309.7991 TX208
FN..1106.R/L 08B.3511.7991 TX215
LN..2007.R 08B.3511.7991 TX215
LN..2506.R 08B.4511.7991 TX220
LN..2508.R 08B.0513.7991 TX220 » Order information page 106-107
MO..1003.R 08B.0375.7991 TX208

» Assembly instructions page 108
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SHELL END MILL

Shell end mill EW90

< fine pitch design utilizing the insert
< soft and free cutting tool

< high reliability due to the distribution of the cutting edges

Shell end mill EW90
article D dhs L I zz Zef ap ic Kg insert
02E.2510.001 25 25 108 51 10 2 27,0 yes 0,36 EN..0603.L
02E.3210.004 32 25 108 51 16 2 43,0 yes 043 EN..0603.L
02E.4012.001 40 32 120 53 14 2 43,0 yes 0,81 EN..08T3.L
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SHELL END MILL

insert | incircle diameter insert thickness
206= 6,35 t03= 3,18
208= 8,00 tT3= 3,97

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,08 0,07 0,06 0,08 0,08 0,06 0,05
ENHQ06030400254SL30 2 SKY77
V¢ 200 180 160 200 180 160 140
hmax 0,1 0,08 0,1 0,1 0,08 0,08
EN..0603.. SKY77
V¢ 200 180 200 180 160 140
ENHQO06030402721SL28V 2
hmax 0,1 0,08 0,08
NERO26
Ve 220 200 180
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
V¢ 240 230 220 240 240 230 220
ENHQO08T30601209SL28W 4
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
Ve 240 230 220 240 240 230 220
ENHQ08T30601726SL28V 4
hmax 0,15 0,12 0,1
EN..08T3.. NERO26
Ve 280 270 260
hmax 0,1 0,09 0,08 0,1 0,1 0,09 0,08
ENHQ08T306001545SL30 4 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,1 0,09 0,08 0,08 0,07
DELPH43
Ve 180 150 100 90 80
ENHQO08T30600156EL33 4
hmax 0,1 0,09 0,08 0,08 0,07
ICE43
Ve 180 150 100 90 80

Tl -

insert
EN..0603.L 08B.2506.7991 TX208
EN..08T3.L 08B.0309.7991 TX208

» Assembly instructions page 108
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FACE MILLING CUTTER

Avantop KC1.1/KC2.2

< universally applicable for cast iron and steel

< very good surface quality by plain cutting
< additional security due to the wedge system

Avantop KC1.1

Avantop KC2.2
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FACE MILLING CUTTER

Avantop KC1.1
article D Da H d"’ Zott ap wedge ic Kg insert
030.5043.020 50 58,8 43 22 6 3,5 yes no 0,37 OF..1505.N
030.6340.020 63 719 40 22 7 3,5 yes yes 0,57 OF..1505.N
030.8050.020 80 88,9 50 27 8 3,5 yes yes 0,97 OF..1505.N
030.1050.020 100 108,9 50 32 9 3,5 yes no 1,75 OF..1505.N
030.1263.020 125 133,9 63 40 11 3,5 yes no 343 OF..1505.N
030.1663.020 160 168,9 63 40 13 3,5 yes no 5,84 OF..1505.N

set wedge 'Q m - {

087.0000.063 08K.1108.001 082.0000.010 TX220

Avantop KC2.2
article D Da H d"’ Zott ap wedge ic Kg insert
030.6340.010 63 74,2 40 22 5 5,0 yes yes 0,55 OF..2006.N
030.8050.012 80 91,3 50 27 6 5,0 yes yes 1,1 OF..2006.N
030.1050.010 100 111,0 50 32 7 5,0 yes yes 2,10 OF..2006.N
030.1263.010 125 136,3 63 40 8 5,0 yes no 3,60 OF..2006.N
030.1663.010 160 171,3 63 40 10 5,0 yes no 5,30 OF..2006.N
030.2063.010 200 211,3 63 60 12 5,0 yes no 7,80 OF..2006.N

O =0 - 4

087.0000.134 08K.1008.003 087.0000.231 TX220

set wedge

AVANTEC Catalogue 23



FACE MILLING CUTTER

Avantop VC1.1/VC2.2

< economic efficiency especially with casting applications
< high material removal because of fine insert pitch
< easy indexing due to the wedge system

Avantop VC1.1

Avantop VC2.2
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FACE MILLING CUTTER

Avantop VC1.1

article D Da H d"’ Zott ap wedge ic Kg insert
030.5040.080 50 58,6 40 22 6 3,5 yes no 0,42 OF..1505.N*
030.6340.080 63 71,6 40 22 7 3,5 yes no 0,76 OF..1505.N*
030.8050.080 80 88,6 50 27 9 3,5 yes no 1,52 OF..1505.N*
030.1050.080 100 108,6 50 32 11 3,5 yes no 2,40 OF..1505.N*
030.1263.080 125 133,6 63 40 14 3,5 yes no 3,80 OF..1505.N*
* without centre bore
set wedge -— '
08Z.0000.128 08K.1205.001 082.0000.093 TX215
Avantop VC2.2
article D Da H d"’ Zott ap wedge ic Kg insert
030.6340.040 63 74,3 40 22 6 5,0 yes yes 0,68 OF..2006.N*
030.8050.240 80 91,3 50 27 7 5,0 yes yes 1,46 OF..2006.N*
030.1050.240 100 111,3 50 32 9 5,0 yes yes 2,40 OF..2006.N*
030.1263.240 125 136,3 63 40 11 5,0 yes no 3,80 OF..2006.N*
030.1663.240 160 171,3 63 40 14 5,0 yes no 5,27 OF..2006.N*
030.2063.240 200 211,3 63 60 18 5,0 yes no 7,68 OF..2006.N*
* without centre bore
set wedge - ' tool
087.0000.126 08K.1908.001 08Z.0000.093 TX215 030.6340.040
08Z.0000.146 08K.1610.002 087.0000.242 TX225
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FACE MILLING CUTTER

i g lnsert | incircle diameter insert thickness
g 015= 14,70 t05= 500
E 220= 19,90 t06= 6,00
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,65 0,55 0,45
OFEW1505M0001325N255 CAN%26
Ve 400 360 340
. hmax 06 05 04 05 0,45 0,4 0,4
OFEW1505M000130SN28S NERO?77
Ve 360 320 280 340 320 280 280
hmax 06 05 04 05 0,45 04 04 04 035
OFEW1505M000131TN28S SKY77
Ve 240 210 180 240 230 210 180 180 160
hmax 0,65 0,55 0,45 0,55 05 0,45
OFEW1505M000140TN25 SKY77
Ve 240 210 180 240 230 210
OF..1505.. 8
hmax 0,3 0,25 0,25
OFEW1505M000141TN30 DELPH43
Ve 160 150 140
5 hmax 06 0,5 04 0,5 0,45 04 04
OFER1505M003206SN285* NERO?77
Ve 360 320 280 340 320 280 280
hmax 06 05 04 05 0,45 0,4 0,4 04 035
OFER1505M003207TN28S* SKY77
Ve 240 210 180 240 230 210 180 180 160
5 hmax 0,65 0,55 0,45
OFER1505M003208SN255* CAN%26
Ve 400 360 340
5 hmax 0,65 0,55 0,45
OFEW2006M0001325N25S CAN226
Ve 400 360 340
5 hmax 06 0,5 04 0,5 0,45 04 04
OFEW2006M000130SN28S NERO?77
Ve 360 320 280 340 320 280 280
hmax 06 05 04 05 0,45 0,4 0,4 04 035
OFEW1505M000131TN28S SKY77
Ve 240 210 180 240 230 210 180 180 160
hmax 0,65 0,55 0,45 0,55 05 0,45
OFEW2006M000140TN23 SKY77
Ve 240 210 180 240 230 210
OF..2006.. 8
hmax 0,3 0,25 0,25
OFEW2006M000141TN30 DELPH43
Ve 160 150 140
hmax 06 05 04 05 0,45 0,4 04
OFER2006M003108SN285* NERO?
Ve 360 320 280 340 320 280 280
hmax 06 05 04 05 0,45 04 04 04 035
OFER2006M003109TN28S* SKY77
Ve 240 210 180 240 230 210 180 180 160
5 hmax 0,65 0,55 0,45
OFER2006M003110SN255* CAN%26
Ve 400 360 340

* without centre bore for VC
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FACE MILLING CUTTER

Allocation from machining parameters

of AV material groups
stainless steel
article AS grade c11 c10 co9
2 hmax
OFEW1505M000132S5N25S CAN-26
Ve
2 hmax
OFEW1505M000130SN28S NERO“77
Ve
hmax
OFEW1505M000131TN28S SKY77
Ve
hmax
OFEW1505M000140TN25 SKY77
Ve
OF..1505.. 8
hmax 0,25 0,2 0,15
OFEW1505M000141TN30 DELPH43
Ve 140-100 | 120-90 110-80
2 hmax
OFER1505M003206SN285* NERO“77
Ve
hmax
OFER1505M003207TN28S* SKY77
Ve
2 hmax
OFER1505M0032085N255* CAN-26
Ve
2 hmax
OFEW2006M000132SN25S CAN-26
Ve
2 hmax
OFEW2006M000130SN28S NERO“77
Ve
hmax
OFEW1505M000131TN28S SKY77
Ve
hmax
OFEW2006M000140TN23 SKY77
Ve
OF..2006.. 8
hmax 0,25 0,2 0,15
OFEW2006M000141TN30 DELPH43
Ve 140-100 120-90 110-80
2) hmax
OFER2006M003108SN285* NERO“77
Ve
hmax
OFER2006M003109TN285* SKY77
Ve
2 hmax
OFER2006M003110SN255* CAN-26
Ve

* without centre bore for VC

I, -

insert
OF..1505.N 08B.4511.7991 TX220
OF..2006.N 08B.0513.7991 TX220

» Assembly instructions page 109
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FACE MILLING CUTTER

Finavant EK90

< finishing cutter for best surface quality and flatness
< economic tool because of the high feed rates

< exact fit of the cartridge in the cutter body

< easy setting

Finavant EK90
article D H d TK Zef a, ic Kg cartridge
04E.0650.140 63 50 22 L] 5 0,1-0,3 yes 0,89 K-ENO8
04E.0850.140 80 50 27 = 6 0,1-0,3 yes 1,47 K-ENO8
04E.1060.001 100 62 32 = 6 0,1-0,3 no 2,50 K-EN12
04E.1060.005 100 62 32 ] 6 0,1-0,3 no 2,50 K-EN08-g
04E.1260.001 125 62 40 ] 8 0,1-0,3 no 4,00 K-EN12
04E.1260.005 125 62 40 ] 8 0,1-0,3 no 4,00 K-EN08-g
04E.1660.001 160 62 40 66,7 10 0,1-0,3 no 5,73 K-EN12
04E.1660.005 160 62 40 66,7 10 0,1-0,3 no 5,73 K-EN08-g

cartridge EK90 complete set* insert

K-ENO8 087.0000.303 EN..08T3.L
K-EN08-g 087.0000.301 EN..08T3.L
K-EN12 087.0000.302 EN..1208.L

* complete set consists of cartridge and all attachment and assembly parts.
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FACE MILLING CUTTER

t g insert | incircle diameter insert thickness
208= 8,00 tT3= 4,00
212= 12,70 t08= 8,00
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 ‘ D18 ‘ D17 A22 ‘ A20 ‘ A18 ‘ A16 ‘ B15 ‘ B14
hmax 3,0
SKY77
Ve 10 - 400 - vibration depending / surface depending
EN..08T3.. ENFQO08T31006304EL33S 2
hmax 3,0
NERO26
Ve 10 - 400 - vibration depending / surface depending
hmax 50
SKY77
Ve 10 - 400 - vibration depending / surface depending
EN..1208.. ENFQ12080804104EL33S 2
hmax 5,0
NERO26
Ve 10 - 400 - vibration depending / surface depending

insert ﬂ - {

EN..08T3.L 08B.0375.7991 TX208
EN..08T3.L for K-EN08-g 08B.0309.7991 TX208
EN..1208.L 08B.0516.7991 TX220

» Assembly instructions page 108
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FACE MILLING CUTTER

Face milling cutter HE60

< suitable for roughing and finishing with the same
6 cutting edge HE - insert

< large depth of cut

< easy indexing due to the wedge system

dH7

Face milling cutter HE60
article D Da H dh’ Zeff ap wedge TK ic Kg insert
03H.1263.001 125 137,8 63 40 7 10 yes - no 3,25 HE..2207.N
03H.1663.001 160 172,8 63 40 9 10 yes 66,7 no 5,29 HE..2207.N
03H.2063.001 200 2128 63 60 1 10 yes 101,6 no 7,29 HE..2207.N
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FACE MILLING CUTTER

insert | incircle diameter insert thickness
222= 22,00 t07= 7,00

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,7 0,55 0,4 0,7 0,6
SKY77
e 240 220 200 240 200
hmax 0,7 0,55 04 0,7 0,6
HEHW2207M000202SN28 NERO?77
S 320 300 280 320 300
2 hmax 0,7 0,55 0,4
CAN“77
Vc 350 320 300
hmax 0,8 0,65 0,4 0,7 0,6 0,5
HE..2207.. 6 SKY77
e 240 200 180 240 200 180
HEHW2207M000204SN23
5 hmax 0,38 0,65 04 0,7 0,6 0,5
NERO“77
S 280 240 210 280 240 220
hmax 0,7 0,6 0,5 0,4 0,3
SKY77
V¢ 240 200 180 160 140
HEHT2207M000301SN28
hmax 0,7 0,6 0,5 0,4 0,3
NERO?77
e 320 300 220 180 160

() == -
set wedge

087.0000.145 08K.2010.001 087.0000.242 TX225
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FACE MILLING CUTTER

Face milling cutter SE60

T

< smooth cut at high feed rates

< low power consumption at high metal removal rate
< no heat build up in work piece due to the excellent
chip removal

Face milling cutter SE60
article D Da H d+’ Zeff ap wedge TK ic Kg insert
035.1263.130 125 142,5 63 40 6 14 yes - no 4,20 SE..2408.R
035.1663.130 160 177,5 63 40 8 14 yes 66,7 no 512 SE..2408.R
035.2063.130 200 217,5 63 60 1 14 yes 101,6 no 8,94 SE..2408.R
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FACE MILLING CUTTER

. insert | incircle diameter insert thickness
TN @24= 24,00 t08= 8,00
&
o
A\
".\\ /J
Allocation from machining parameters of AV material groups
castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,7 0,55 0,4 0,7 0,5
SKY77
Ve 240 220 200 240 220
SE.2408.. | SEHN240820002055R23 4
hmax 0,7 0,55 0,4 0,7 0,5
NERO?77
Ve 320 300 280 280 240

set wedge Q m - {

087.0000.145 08K.2010.001 087.0000.242 TX225
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FACE MILLING CUTTER

Face milling cutter SE45/SX45

< suitable for roughing and finishing with the same insert
< large depth of cut
< square insert provides stable assembling

Face milling cutter SX45
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FACE MILLING CUTTER

Face milling cutter SE45
article D Da H d Zeif a, ic Kg insert
03S5.8050.005 80 96,9 50 27 6 8,4 yes 1,40 SE..1506.N
03S.1050.005 100 117,0 50 32 8 8,4 yes 1,98 SE..1506.N
03S.1263.008 125 142,0 63 40 8 8,4 yes 3,10 SE..1506.N
03S5.1663.007 160 177,2 63 40 12 8,4 no 515 SE..1506.N
03S5.2063.008 200 217,4 63 60 14 8,4 no 7,20 SE..1506.N

Face milling cutter $X45

article D Da H dh’ Zeff a, wedge ic Kg insert
035.1263.030 125 145,2 63 40 10 88 yes no 3,76 $X..1906.N
035.1663.030 160 180,4 63 40 12 8,8 yes no 6,12 SX..1906.N
035.1663.031 160 180,2 63 40 16 8,8 yes no 6,10 $X..1906.N

O e - 4

087.0000.126 08K.1908.001 087.0000.093 TX215

set wedge SX45
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FACE MILLING CUTTER

¢ g insert | incircle diameter insert thickness
g 615= 1588 t06= 635
B 219= 19,00
-
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax | 065 0,55 045 0,55 05 0,45 045
SEHW1506AF00221SN25 SKY77
ve 240 210 180 240 230 210 180
SE.1506.. 4
hmax 0,6 0,5 04 0,5 0,45 04 04 0,4 0,35
SEHW1506AF00222TN28 kY77
Ve 240 210 180 240 230 210 180 180 160
hmax 0,6 0,5 04 0,5 0,45 04
kY77
Ve 240 210 180 240 230 210
hmax 0,6 0,5 04 0,5 0,45 0,4 0,4
SXMW1906AF002215N25 NERO26
V¢ 360 320 280 340 320 280 280
SX..1906.. 4
hmax 0,6 0,5 0,4
CAN%26
ve 400 360 340
hmax 0,55 0,45 0,35 0,45 04 0,4
SXMW1906AF00222TN28 Sky77
Ve 240 210 180 240 230 210

insert

SE..1506.N 08B.4511.7991 TX220
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FACE MILLING CUTTER

Signavant SN75/SN87

~”

T

< for machining cast iron, extreme soft and free cutting
< economic machining through eight cutting edge
tangential SNHX insert

< large depth of cut allows high volumes of mental removal
< high process reliability

Signavant SN75

Signavant SN87+
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FACE MILLING CUTTER

Signavant SN75
article D D, H dr7 Zotf ap ic Kg insert
03S.0850.090 80 85,8 50 27 9 55 no 1,34 SN..1208.L
035.1050.090 100 105,8 50 32 1 5.5 no 2,15 SN..1208.L
03S.1263.090 125 130,8 63 40 14 5,5 no 3,50 SN..1208.L
03S.1663.090 160 165,8 63 60 17 5,5 no 5,20 SN..1208.L
03S.2063.090 200 205,8 63 60 20 5,5 no 9,10 SN..1208.L

Signavant SN87

article D Da H d+’ Zeff ap ic Kg insert
03S.0540.100 50 51,4 40 22 7 5,0 no 0,58 SN..1006.L
03S.0640.100 63 64,4 40 22 8 5,0 no 0,60 SN..1006.L
03S.0850.100 80 81,4 50 27 10 5,0 no 1,46 SN..1006.L
03S.0850.111 80 81,6 50 27 8 7,0 no 1,10 SN..1208.L
03S.1050.100 100 101,4 50 32 12 5,0 no 2,04 SN..1006.L
03S.1050.111 100 101,6 50 32 10 7,0 no 1,77 SN..1208.L
03S5.1263.100 125 126,4 63 40 14 5,0 no 3,40 SN..1006.L
03S.1263.111 125 126,6 63 40 12 7,0 no 2,94 SN..1208.L
03S.1663.100 160 161,4 63 40 20 5,0 no 5,30 SN..1006.L
03S5.1663.111 160 161,6 63 40 16 7,0 no 5,14 SN..1208.L

Signavant SN87+
article D Da H d Zeff ap ic Kg insert
035.4040.101 40 41,4 40 16 5 5,0 yes 0,27 SN..1006.L*
035.0640.101 63 64,4 40 22 10 5,0 no 0,58 SN..1006.L
035.0850.101 80 81,4 50 27 15 5,0 no 1,46 SN..1006.L
035.0850.190 80 81,6 50 27 9 7,0 no 1,15 SN..1208.L
03S.1050.101 100 1014 50 32 18 5,0 no 2,04 SN..1006.L
03S5.1263.101 125 126,4 63 40 23 5,0 no 3,40 SN..1006.L

* attention to different screw lengths
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FACE MILLING CUTTER

A » lnsert | incircle diameter insert thickness
F'j S 210= 10,00 t06= 6,00
| / —
) 212= 12,50 t08= 8,00
I | N =
) ey
Allocation from machining parameters
of AV material groups
castiron
article AS grade D20 D18 D17
hmax 0,25 0,2 0,18
NERO26
Ve 260 240 220
SNHX100608003045L.28
8 ) hmax 025 0.2 0,18
SN..1006.. CAN?26
Ve 380 360 340
hmax 0,25 0,2 0,18
SNHX10060800303TL28 SKY77
Ve 240 230 220
hmax 032 028 024
NERO26
Ve 260 240 220
st..1208.. SNHX120808003055L.25 8
(for SN75) hrmax 0,32 0,28 0,24
CAN%26
Ve 400 380 360
hmax 032 028 024
SKY77
ve 240 230 220
hmax 032 0,28 024
SfN"mS" SNHX12081200701TL25 8 NERO26
(for SN87) ve 260 240 220
hmax 032 028 024
CAN%26
Ve 400 380 360
insert ;
SN..1006.L* 08B.3511.7991 TX215
SN..1006.L 08B.3514.7991 TX215
SN..1208.L 08B.0416.7991 TX215

* attention to different screw lengths
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SIDE MILLING CUTTER
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SIDE MILLING CUTTER

Side milling cutter tangential
EB18/EN18

eC@er

<4 cutting edge EN insert

< fine tooth pitch through tangential insert style
< smooth cutting by using left and right insert

< secondary cutting edge is protected outside the cutting zone
< possible face milling

Side milling cutter EB18

%

W)
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SIDE MILLING CUTTER

Side milling cutter EB18

article D H Whiny o di d, 2z Zetf ac ic Kg insert
01E.1214.001 125 50 14 32 58 7x2 7 32,0 no 1,54 EN..O8T3.R/L
01E.1216.001 125 50 16 32 58 6x2 6 32,0 no 1,64 EN..0904.R/L
01E.1218.001 125 50 18 32 58 6x2 6 32,0 no 1,73 EN..0904.R/L
01E.1614.001 160 63 14 40 70 9x2 9 43,0 no 2,90 EN..08T3.R/L
01E.1616.001 160 63 16 40 70 8x2 8 43,0 no 3,00 EN..0904.R/L
01E.1618.001 160 63 18 40 70 8x2 8 43,0 no 3,10 EN..0904.R/L
01E.1620.001 160 63 20 40 70 7x2 7 43,0 no 3,20 EN..1206.R/L
01E.1622.001 160 63 22 40 70 7x2 7 43,0 no 3,40 EN..1206.R/L
01E.1624.001 160 63 24 40 70 7x2 7 43,0 no 3,60 EN..1206.R/L
01E.2018.003 200 63 18 40 70 9x2 9 63,0 no 4,50 EN..0904.R/L
01E.2020.007 200 63 20 40 70 9x2 9 63,0 no 4,70 EN..1206.R/L
01E.2022.002 200 63 22 40 70 9x2 9 63,0 no 5,00 EN..1206.R/L
01E.2520.004 250 68 20 50 920 11x2 11 78,0 no 7,50 EN..1206.R/L
01E.2524.004 250 68 24 50 920 11x2 11 78,0 no 8,70 EN..1206.R/L
other dimensions on request
Side milling cutter EN18
article D Whi1) d+’ d, zz Zetf a ic Kg insert
14E.1214.001 125 14 32 46 7x2 7 37,0 no 1,00 EN..08T3.R/L
14E.1216.001 125 16 32 46 6x2 6 37,0 no 1,15 EN..0904.R/L
14E.1218.001 125 18 32 46 6x2 6 37,0 no 1,31 EN..0904.R/L
14E.1614.003 160 14 40 55 9x2 9 50,0 no 1,70 EN..08T3.R/L
14E.1616.001 160 16 40 55 8x2 8 50,0 no 1,87 EN..0904.R/L
14E.1618.001 160 18 40 55 8x2 8 50,0 no 2,10 EN..0904.R/L
14E.1620.005 160 20 40 55 7x2 7 50,0 no 2,35 EN..1206.R/L
14E.1622.001 160 22 40 55 7x2 7 50,0 no 2,61 EN..1206.R/L
14E.1624.001 160 24 40 55 7x2 7 50,0 no 2,87 EN..1206.R/L
14E.2020.001 200 20 50 68 9x2 9 63,0 no 3,57 EN..1206.R/L

other dimensions on request
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SIDE MILLING CUTTER

t insert | incircle diameter insert thickness
208= 8,00 tT3= 397
209= 9,52 t04= 4,76
212= 12,70 t06= 6,35
Allocation from machining parameters of AV material groups
castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax | 015 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
ve 240 230 220 240 240 230 220
ENHQO8T306012095L28W
hmax 0,15 0,12 0,1
NERO26
ve 280 270 260
hmax | 015 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
ve 240 230 220 240 240 230 220
ENHQO8T306014095R28W
hmax | 015 0,12 0,1
NERO26
ve 280 270 260
hmax | 015 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
ve 240 230 220 240 240 230 220
EN.08T3. | ENHQO8T306017265L28V | 4
hmax 0,15 0,12 0,1
NERO26
ve 280 270 260
hmax | 015 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
Ve 240 230 220 240 240 230 220
ENHQO8T306016265R28V
hmax 0,15 0,12 0,1
NERO26
ve 280 270 260
hrmax 0,1 0,09 0,08 0,1 0,1 0,09 0,08
ENHQO08T306001545L30 SKY77
ve 240 230 220 240 240 230 220
hmax 0,1 0,09 0,08 0,1 0,1 0,09 0,08
ENHQO8T306002545R30 SKY77
ve 240 230 220 240 240 230 220
hmax | 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
ve 240 230 220 240 240 230 220
ENHQ090408023125L28W
hmax | 0,18 0,15 0,12
NERO26
ve 280 270 260
hmax | 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
ve 240 230 220 240 240 230 220
ENHQ090408022125R28W
hmax | 0,18 0,15 0,12
NERO26
ve 280 270 260
hmax | 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
ve 240 230 220 240 240 230 220
EN.0904.. | ENHQ090408017265L28V | 4
hmax 0,18 0,15 0,12
NERO26
ve 280 270 260
hmax | 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
ve 240 230 220 240 240 230 220
ENHQO090408016265R28V
hmax 0,18 0,15 0,12
NERO26
ve 280 270 260
hmax 0,1 0,08 0,08 0,07
ENHQ090408003545L30 SKY77
ve 130 100 2 80
hmax 0,1 0,08 0,08 0,07
ENHQO090408002545R30 SKY77
ve 130 100 2 80
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SIDE MILLING CUTTER

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,25 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
ENHQ12061002718SL25V
hmax 0,25 0,2 0,18
NERO26
Ve 280 270 260
hmax 0,25 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
ENHQ12061002618SR25V
hmax 0,25 0,2 0,18
NERO26
V¢ 280 270 260
hmax 0,22 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
EN..1206.. | ENHQ12061002913SL28W 4
hmax 0,22 0,2 0,18
NERO26
Ve 280 270 260
hmax 0,22 0,2 0,18 0,22 0,2 0,18
SKY77
V¢ 240 230 220 240 230 220
ENHQ12061003013SR28W
hmax 0,22 0,2 0,18
NERO26
Ve 280 270 260
hmax 0,18 0,16 0,15 0,13
ENHQ12061000354SL30 SKY77
Ve 240 240 230 220
hmax 0,18 0,16 0,15 0,15
ENHQ12061000254SR30 SKY77
Ve 240 240 230 220
insert
EN..08T3.R/L 08B.0309.7991 TX208
EN..0904.R/L 08B.3511.7991 TX215
EN..1206.R/L 08B.0513.7991 TX220

» Assembly instructions page 108
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SIDE MILLING CUTTER

Detachable side milling cutter TB18

eeeesd

< abalanced smooth cut is provided by using right and
left inserts

< very precise width of cut

< high precision of radial and axial run out
< triangular housing of the T-form insert
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SIDE MILLING CUTTER

Side milling cutter TB18

article D H Whiy  dH? d, zz Zost a. ic Kg insert
01T.0605.001 63 32 5 16 32 4x2 4 13,0 no 0,23 TC..1102.R/L
01T.0606.001 63 32 6 16 32 4x2 4 13,0 no 0,26 TC..1103.R/L
01T.0610.001 63 32 10 16 32 3x2 3 13,0 no 0,28 TN..1606.R/L
01T.0805.001 80 40 5 22 40 5x2 5 18,0 no 0,44 TC..1102.R/L
01T.0806.001 80 40 6 22 40 5x2 5 18,0 no 0,45 TC..1103.R/L
01T.0808.001 80 40 8 22 40 4x2 4 18,0 no 0,48 TN..1604.R/L
01T.0810.001 80 40 10 22 40 4x2 4 18,0 no 0,51 TN..1606.R/L
01T.0812.001 80 40 12 22 40 4x2 4 18,0 no 0,56 TN..1606.R/L*
01T.1005.001 100 45 5 27 45 7x2 7 25,0 no 0,68 TC..1102.R/L
01T.1006.001 100 45 6 27 45 7x2 7 25,0 no 0,68 TC..1103.R/L
01T.1008.001 100 45 8 27 45 5x2 5 25,0 no 0,77 TN..1604.R/L
01T.1010.001 100 45 10 27 45 5x2 5 25,0 no 0,84 TN..1606.R/L
01T.1012.001 100 45 12 27 45 5x2 5 25,0 no 0,92 TN..1606.R/L*
01T.1205.001 125 50 5 32 58 9x2 9 32,0 no 1,15 TC..1102.R/L
01T.1206.001 125 50 6 32 58 9x2 9 32,0 no 1,23 TC..1103.R/L
01T.1208.001 125 50 8 32 58 6x2 6 32,0 no 1,30 TN..1604.R/L
01T.1210.001 125 50 10 32 58 6x2 6 32,0 no 1,38 TN..1606.R/L
01T.1212.001 125 50 12 32 58 6x2 6 32,0 no 1,56 TN..1606.R/L*
01T.1606.001 160 63 6 40 68 11x2 11 44,0 no 2,04 TC..1103.R/L
01T.1607.001 160 63 7 40 68 8x2 8 44,0 no 2,08 TN..16T3.R/L
01T.1608.001 160 63 8 40 68 8x2 8 44,0 no 2,20 TN..1604.R/L
01T.1609.001 160 63 9 40 68 8x2 8 44,0 no 2,25 TN..1604.R/L*
01T.1610.001 160 63 10 40 68 8x2 8 44,0 no 2,32 TN..1606.R/L
01T.1612.001 160 63 12 40 68 8x2 8 44,0 no 2,40 TN..1606.R/L*

other dimensions on request
* attention to different screw lengths
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SIDE MILLING CUTTER

Side milling cutter TN18

eee?

< abalanced smooth cut is provided by using right
and left inserts

< very precise width of cut

< high precision of radial and axial run out

< triangular housing of the T-form insert
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SIDE MILLING CUTTER

Side milling cutter TN18

article D W(hi1) d+’ d, zz Zetf ER ic Kg insert
14T.0605.001 63 5 22 34 4x2 4 12,0 no 0,10 TC..1102.R/L
14T.0606.001 63 6 22 34 4x2 4 12,0 no 0,10 TC..1103.R/L
14T.0805.001 80 5 27 40 5x2 5 18,0 no 0,15 TC..1102.R/L
14T.0806.001 80 6 27 40 5x2 5 18,0 no 0,18 TC..1103.R/L
14T.0810.001 80 10 27 40 4x2 4 18,0 no 0,27 TN..1606.R/L
14T.1005.001 100 5 32 46 7x2 7 25,0 no 0,25 TC..1102.R/L
14T.1006.001 100 6 32 46 7x2 7 25,0 no 0,30 TC..1103.R/L
14T.1007.001 100 7 32 46 5x2 5 25,0 no 0,32 TN..16T3.R/L
14T.1008.001 100 8 32 46 5x2 5 25,0 no 0,37 TN..1604.R/L
14T.1009.001 100 9 32 46 5x2 5 25,0 no 0,42 TN..1604.R/L*
14T.1010.001 100 10 32 46 5x2 5 25,0 no 0,47 TN..1606.R/L
14T.1012.001 100 12 32 46 5x2 5 25,0 no 0,57 TN..1606.R/L*
14T.1205.001 125 5 32 46 9x2 9 37,0 no 0,41 TC..1102.R/L
14T.1206.001 125 6 32 46 9x2 9 37,0 no 0,50 TC..1103.R/L
14T.1207.001 125 7 32 46 6x2 6 37,0 no 0,53 TN..16T3.R/L
14T.1208.001 125 8 32 46 6x2 6 37,0 no 0,65 TN..1604.R/L
14T.1209.001 125 9 32 46 6x2 6 37,0 no 0,70 TN..1604.R/L*
14T.1210.001 125 10 32 46 6x2 6 37,0 no 0,78 TN..1606.R/L
14T.1212.001 125 12 32 46 6x2 6 37,0 no 0,94 TN..1606.R/L*
14T.1606.001 160 6 40 55 11x2 11 50,0 no 0,82 TC..1103.R/L
14T.1607.001 160 7 40 55 8x2 8 50,0 no 0,88 TN..16T3.R/L
14T.1608.001 160 8 40 55 8x2 8 50,0 no 1,00 TN..1604.R/L
14T.1609.001 160 9 40 55 8x2 8 50,0 no 1,16 TN..1604.R/L*
14T.1610.001 160 10 40 55 8x2 8 50,0 no 1,28 TN..1606.R/L
14T.1612.001 160 12 40 55 8x2 8 50,0 no 1,56 TN..1606.R/L*
14T.2007.001 200 7 40 55 10x2 10 70,0 no 1,46 TN..16T3.R/L
14T.2008.001 200 8 40 55 10x2 10 70,0 no 1,61 TN..1604.R/L
14T.2009.001 200 9 40 55 10x2 10 70,0 no 1,90 TN..1604.R/L*
14T.2010.001 200 10 40 55 10x2 10 70,0 no 2,20 TN..1606.R/L
14T.2012.001 200 12 40 55 10x2 10 70,0 no 2,43 TN..1606.R/L*
14T.2508.001 250 8 50 68 12x2 12 89,0 no 2,51 TN..1604.R/L
14T.2510.001 250 10 50 68 12x2 12 89,0 no 3,13 TN..1606.R/L
14T.2512.001 250 12 50 68 12x2 12 89,0 no 3,82 TN..1606.R/L*

other dimensions on request
* attention to different screw lengths
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SIDE MILLING CUTTER

. , insert | incircle diameter insert thickness
211= 6,35 t02= 2,60
216= 9,52 t03= 3,20
tT3= 3,97
t04= 4,76
t06= 6,40
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 01 0,08 0,07 01 01 0,08 0,06
TCAW1102ZZ00435TL28 SKY77
ve 240 230 220 240 240 230 220
TC.1102. 3
hmax 01 0,08 0,07 01 01 0,08 0,06
TCAW11022200535TR28 kY77
Ve 240 230 220 240 240 230 220
hmax 0,1 0,08 0,07 0,1 0,1 0,08 0,06
TCAW11032200727TL28 Sky77
Ve 240 230 220 240 240 230 220
TC..1103.. 3
hmax 01 0,08 0,07 01 01 0,08 0,06
TCAW11032200627TR28 sky77
V¢ 240 230 220 240 240 230 220
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
TNAW16T3ZZ00414TL28 sky77
Ve 240 230 220 240 240 230 220
TN..16T3.. 3
hmax | 015 0,12 01 0,15 0,15 0,12 0,1
TNAW16T3ZZ00314TR28 sKy77
ve 240 230 220 240 240 230 220
hmax | 015 0,12 01 0,15 0,15 0,12
kY77
ve 240 230 220 240 240 230
TNAW1604ZZ00441TL28 | 3
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
TN..1604..
hmax 0,15 0,12 0,1 0,15 0,15 0,12
sky77
7 240 230 220 240 240 230
TNAW1604ZZ00341TR28 | 3
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
hmax | 015 0,12 01 0,15 015 012
kY77
Ve 240 230 220 240 240 230
TNAW16062Z00449TL28 | 3
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
TN..1606..
hmax 0,15 0,12 0,1 0,15 0,15 0,12
SKY77
7 240 230 220 240 240 230
TNAW1606ZZ00349TR28 | 3
hmax 0,15 0,12 0,1
NERO26
ve 280 270 260
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SIDE MILLING CUTTER

insert
TC..1102.R/L 08B.2538.7991 TX208
TC..1103.R/L 08B.2552.7991 TX208
TN..16T3.R/L 08B.0354.7991 TX208
TN..1604.R/L 08B.0364.7991 TX208
TN..1604.R/L* 08B.0375.7991 TX208
TN..1606.R/L 08B.3585.7991 TX215
TN..1606.R/L* 08B.3509.7991 TX215

* attention to different screw lengths

» Assembly instructions page 109
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COPY MILLING CUTTER

Copy milling cutter RO18

E 4

< RDGX insert with facets prevents twisting and defines
position while indexing

< axial and radial cutting edges guarantee a soft and free cut

< startsat @220 mm

S

__ looogpsus!
R @

Copy milling cutter RO18 with thread

article D H dgs M sw Zef ap ramp ic Kg insert
18R.2028.001 20 28 10,5 10 15 2 5,0 = no 0,06 RD..10T3.N*
18R.2433.001 24 33 12,5 12 17 2 6,0 5,0° no 0,10 RD..1204.N*
18R.3243.003 32 43 17,0 16 24 3 6,0 4,0° no 0,22 RD..1204.N
18R.3243.004 32 43 17,0 16 24 4 5,0 4,0° yes 0,22 RD..10T3.N
18R.4043.001 40 43 17,0 16 24 4 6,0 3,0° no 0,25 RD..1204.N
18R.4043.002 40 43 17,0 16 24 3 6,0 3,0° no 0,23 RD..1204.N
* attention to different screw lengths
Copy milling cutter RO18 cutter head
article D H d’ Zeff ap ramp ic Kg insert
18R.5050.001 50 50 22 5 6,0 3,0° yes 0,35 RD..1204.N
18R.5050.002 50 50 22 5 5,0 3,0° yes 0,39 RD..10T3.N
18R.5250.001 52 50 22 5 6,0 3,0° yes 0,39 RD..1204.N
18R.5250.002 52 50 22 6 5,0 3,0° yes 0,39 RD..10T3.N
18R.6350.001 63 50 27 5 8,0 3,0° yes 0,53 RD..1605.N
18R.6650.001 66 50 27 5 8,0 4,0° yes 0,55 RD..1605.N
18R.6650.005 66 50 27 8 5,0 4,0° yes 0,65 RD..10T3.N
18R.8050.002 80 50 27 6 8,0 3,0° yes 0,96 RD..1605.N
18R.1050.002 100 50 32 7 8,0 3,0° yes 1,45 RD..1605.N
18R.1263.001 125 63 40 8 8,0 2,0° yes 3,15 RD..1605.N
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COPY MILLING CUTTER

. , insert | incircle diameter insert thickness
210= 10,00 tT3= 3,97
212= 12,00 t04= 4,76
216= 16,00 t05= 5,00
Allocation from machining parameters of AV material groups
apat castiron steel
1/4 from
article AS grade insert@ D20 D18 D17 A22 A20 A18 A16 B15 B14
f, 0,5 0,35 03 0,4 0,35 03 0,25
RDGX10T3M000210SN25 NERO?43
Ve 280 260 250 280 260 250 240
fz 04 03 0,25
RD.10T3.. | RDGX10T3M000211TN28 8 SKY26
Ve 240 230 210
5 f, 03 03 0,25 0,25 0,2 0,2
RDGX10T3M000214SN30 NERO?43
Ve 260 250 230 220 200 180
5 f, 0,5 0,35 03 0,45 04 0,35 03
RDGX1204M000110SN25 NERO?43
Ve 280 260 250 280 260 250 240
fz 0,4 03 0,25
RDGX1204M000111TN28 SKY26
Ve 240 230 210
RD..1204.. 8
fz 03 03 0,25 0,25 0,2 0.2
RDGX1204M000114SN30 NERO?43
Ve 260 250 230 220 200 180
f, 0,25 0,25 0,2 0,2 0,15 0,15
RDGX1204M000113EN33 ICE43
Ve 260 250 230 220 200 180
5 f, 0,5 0,35 03 0,5 0,45 04 0,35
RDGX1605M000110SN25 NERO?43
Ve 280 260 250 280 260 250 240
f, 0,4 03 0,25
RD..1605.. | RDGX1605M000111TN28 8 SKY26
Ve 240 230 210
f, 03 03 0,25 0,25 0,2 0,2
RDGX1605M000114SN30 NERO?43
Ve 260 250 230 220 200 180
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Allocation from machining parameters of AV material groups

apat stainless steel titanium aluminium
1/4 from
article ASs grade insert@ c11 c10 co9 cos E80
fz
RDGX10T3M000210SN25 NERO?43
Ve
fz
RD..10T3.. RDGX10T3M000211TN28 8 SKY26
Vc
5 fz 0,2 0,15 0,1 0,1 0,3
RDGX10T3M000214SN30 NERO“43
7 130 120 110 60-70 250-650
2 f2
RDGX1204M000110SN25 NERO“43
Ve
fz
RDGX1204M000111TN28 SKY26
Ve
RD..1204.. 8
2 f, 0,2 0,15 0,1 0,1 0,35
RDGX1204M000114SN30 NERO“43
Ve 130 120 110 60-70 250-650
fz 0,2 0,15 0,1 0,35
RDGX1204M000113EN33 ICE43
Ve 10 110 100 250-650
2 f2
RDGX1605M000110SN25 NERO“43
Ve
fz
RD..1605.. RDGX1605M000111TN28 8 SKY26
Ve
fz 0,2 0,15 0,1 0,1 0,35
RDGX1605M000114SN30 NERO?43
V¢ 130 120 110 60-70 250-650

f; adjustment at different aj, values

ap 0,5 1 1.5 2 2,5 3 3,5 4 5 6 7 8
RD 10 2,00 1,50 1,25 1,10 1,00 0,95 0,90 0,85 0,90
RD 12 2,10 1,50 1,30 1,15 1,10 1,00 0,95 0,90 0,85 0,85
RD 16 2,40 1,80 1,50 1,30 1,20 1,10 1,05 1,00 0,95 0,90 0,85 0,85

| -

insert
RD..10T3.N 08B.0309.7991 TX208
RD..10T3.N* 08B.0363.7991 TX208
RD..1204.N 08B.3509.7991 TX215
RD..1204.N* 08B.3578.7991 TX215
RD..1605.N 08B.0513.7991 TX220

» Technical information ramp page 103

* attention to different screw lengths » Technical information fz adjustment page 103
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Primavant UP90

Primavant UP90 with thread

article
18U.3240.031
18U.3540.032

18U.4040.032
18U.4040.041

< HPC-milling cutter for highest rate of metal removal
< 4 edge insert UE allows 90 degree shoulder machining
< ideal for pocket milling

D H dgs M Sw Zss ap, ramp wedge ic Kg insert
32 40 17 16 22 4 1,0 4,0° no yes 0,22 UE..0903.R
35 40 17 16 27 4 1,0 4,0° no yes 0,24 UE..0903.R
40 40 17 16 32 5 1,0 3,0° no yes 0,31 UE..0903.R
40 40 17 16 32 4 2,0 4,0° no yes 0,35 UE..1204.R
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Primavant UP90 cutter head

article D H d Zott ap ramp  wedge ic Kg insert
18U.5050.031 50 50 22 7 1,0 3,5° no yes 0,41 UE..0903.R
18U.5050.041 50 50 22 5 2,0 4,0° no yes 0,40 UE..1204.R
18U.6350.031 63 50 22 7 1,0 2,0° no yes 0,73 UE..0903.R
18U.6350.041 63 50 22 6 2,0 2,5° no yes 0,65 UE..1204.R
18U.8050.041 80 50 27 7 2,0 1,8° no yes 1,25 UE..1204.R
18U.1050.001 100 50 32 7 2,5 - yes no 2,00 UE..1506.R
18U.1263.001 125 63 40 8 2,5 - yes no 2,98 UE..1506.R
18U.1663.001 160 63 40 10 2,5 - yes no 4,54 UE..1506.R

O o= - 4

set wedge e insert
082.0000.127 08K.0808.001 087.0000.010 TX208 UE..0903/UE..1204
087.0000.063 08K.1108.001 087.0000.010 TX220 UE..1506
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t g insert | incircle diameter insert thickness
E 209= 9,52 t03= 3,20
#7 212= 12,70 t04= 4,76
- 215= 1590 t06= 6,35
Allocation from machining parameters of AV material groups
castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
f, 18 15 1 18 18 15 15 1,2
UEGW09031001610SR25 | 4 NERO?77
ve 280 260 250 280 260 250 240 220
X f, 16 13 038 16 16 13 13 1
NERO?77
ve 280 260 250 280 260 250 240 220
UEGW09031001611TR28
5 f, 16 13 08 16 16 13 13 1
UE..0903.. ICE?43
ve 260 250 230 260 250 230 220 200
4
f, 18 15 1 18 18 15 15 1,2 1
SKY77
ve 260 250 240 260 250 240 220 200 180
UEGT09031021601TR25
f, 18 15 1 18 18 15 15 1,2 1
NERO?43
ve 280 260 250 280 260 250 240 220 200
f, 2 16 1 2 2 15 15 12 1
UEGW12041001610SR25 NERO?77
ve 280 260 250 280 260 250 240 220 200
. f, 18 14 08 18 18 14 14 1 08
NERO?77
ve 280 260 250 280 260 250 240 220 200
UEGW12041001611TR28
f, 18 14 08 18 18 14 14 1 08
UE..1204.. 4 ICE243
ve 260 250 230 260 250 230 220 200 180
f, 18 15 1 18 18 15 15 1,2 1
SKY77
ve 260 250 240 260 250 240 220 200 180
UEGT12041021601TR25
. f, 18 15 1 18 18 15 1,5 1,2 1
NERO?43
ve 280 260 250 280 260 250 240 220 200
f, 25 2 15 25 25 2 2 1,5 1,2
UEGW15061001410SR25 NERO?77
ve 280 260 250 280 260 250 240 220 200
f, 2 16 1 2 2 15 15 1,2 1
UE..1506.. 4 NERO?77
ve 280 260 250 280 260 250 240 220 200
UEGW15061001411TR28
f, 2 16 1 2 2 15 15 1,2 1
ICE277
ve 260 250 230 260 250 230 220 200 180
insert :
UE..0903.R 08B.0364.7991 TX208
UE..1204.R 08B.0411.7991 TX215
UE..1506.R 08B.4511.7991 TX220

» Technical information ramp page 103

» Information “theoretical corner radius” Primavant UP90 page 104
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SHOULDER MILLING CUTTER AND SHANK END MILL

Megavant HC90

&
S | A e e

< specially qualified to machine difficult materials
(stainless, titanium etc.)

< high feed rates and DOC for the 90 degree shoulder
machining

Megavant HC90
article D H d Zest a, ramp ic Kg insert

04M.0432.150 40 32 16 5 8,0 1,0° yes 0,20 MO..1003.R
04M.0540.150 50 40 22 6 8,0 0,8° yes 0,35 MO..1003.R
04M.0540.080 50 40 22 6 10,0 1,1° yes 0,32 MO..12T3.R
04M.0640.080 63 40 22 7 10,0 0,8° yes 0,50 MO..12T3.R
04M.0850.080 80 50 27 9 10,0 0,6° yes 1,17 MO..12T3.R
04M.1050.080 100 50 32 10 10,0 0,5° yes 1,70 MO..12T3.R
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SHOULDER MILLING CUTTER AND SHANK END MILL

. , insert | incircle diameter insert thickness
, 210= 10,00 t03= 3,60
212= 12,70 tT3= 4,00

Allocation from machining parameters of AV material groups

cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,18 0,15 0,14 0,18 0,16 0,15 0,12 0,1 0,08
MO.1003.. | MOGU10031003104TR28 2 SKY77
Ve 240 230 220 240 230 220 180 160 140
hmax 0,25 0.2 0,18 0,22 02 0,18
MOGU12T31008101TR28 SKY77
Ve 240 230 220 240 230 220
hmax 0,16 0,13 0,11 0,16 0,15 0,13 0,11 0,1 0,08
MO.12T3.. | MOGU12T31008102TR30 2 ICE%77
Ve 240 230 220 240 230 220 180 160 140
Amax 0,16 0,15 0,13 0,11 0,1 0,08
MOGU12T31008103SR30 DELPH43
Ve 240 230 220 180 160 140
Allocation from machining
parameters of AV material groups
stainless steel titanium |aluminium
article AS grade c11 c10 co9 cos E80
hmax 0,08 0,15
MO..1003.. | MOGU10031003104TR28 2 SKY77
Ve 60-70 250-650
hmax 0,1 03
MOGU12T31008101TR28 SKY77
Ve 60-70 250-650
2 hmax 0,1 0,08 0,07 0,08 0,25
MO.12T3.. | MOGU12T31008102TR30 ICE?77
Ve 100 90 80 60-70 250-650
hmax 0,1 0,08 0,07 0,08 0,25
MOGU12T31008103SR30 DELPH43
Ve 100 20 80 60-70 250-650

Al | =

insert
MO..1003.R 08B.0309.001 TX208
MO..12T3.R 08B.0309.001 TX208

» Technical information ramp page 103
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Shoulder milling cutter EP90/EV90

< highest brake resistance because of tangential build in
4 cutting edge EN insert
< high DOC and high feed rates at once
< EV90: fine pitch brings advantage for cast iron machining
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Shoulder milling cutter EP90

article D H dt’ Zest ap ic Kg insert
04E.0432.001 40 32 16 5 7,5 yes 0,20 EN..08T3.L
04E.0536.001 50 36 22 5 9,0 yes 0,33 EN..0904.L
04E.0640.005 63 40 22 5 12,0 yes 0,56 EN..1206.L
04E.0850.001 80 50 27 7 12,0 yes 1,22 EN..1206.L
04E.1050.001 100 50 32 8 12,0 yes 1,70 EN..1206.L
04E.1263.001 125 63 40 10 12,0 yes 3,55 EN..1206.L

Shoulder milling cutter EV90

article D H dt’ Zeff ap ic Kg insert
04E.0432.002 40 32 16 6 75 yes 0,20 EN..08T3.L
04E.0536.004 50 36 22 7 7,5 yes 0,35 EN..08T3.L
04E.0640.001 63 40 22 7 9,0 yes 0,60 EN..0904.L
04E.0640.006 63 40 22 9 7,5 yes 0,52 EN..08T3.L
04E.0850.004 80 50 27 10 9,0 yes 1,24 EN..0904.L
04E.0850.016 80 50 27 12 7,5 yes 1,28 EN..08T3.L
04E.1050.003 100 50 32 12 9,0 yes 1,68 EN..0904.L
04E.1050.004 100 50 32 12 12,0 yes 1,70 EN..1206.L
04E.1263.003 125 63 40 13 9,0 yes 3,60 EN..0904.L
04E.1263.007 125 63 40 15 12,0 yes 3,32 EN..1206.L
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t g insert | incircle diameter insert thickness
ﬁ 008= 800 tT3= 397
i 209= 9,52 t04= 4,76
e 212= 12,70 t06= 6,35
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax | 015 0,12 01 0,15 0,15 0,12 0,1
kY77
ve 240 230 220 240 240 230 220
ENHQO8T306012095L28W | 4
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
sky77
Vc 240 230 220 240 240 230 220
ENHQO8T306017265L28V | 4
hmax | 015 0,12 01
NERO26
ve 280 270 260
hmax 0,1 0,09 0,08 0,1 0,1 0,09 0,08
EN.08T3. | ENHQO8T306001545L30 4 sKY77
Ve 240 230 220 240 240 230 220
hmax 0,1 0,09 0,08 0,08 0,07
DELPH43
Ve 180 150 100 90 80
ENHQO8T30600156EL33 4
hmax 01 0,09 0,08 0,08 0,07
ICE43
ve 180 150 100 90 80
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
Sky77
Ve 240 230 220 240 240 230 220
ENFQO8T30603101EL335* | 1
hmax 0,15 0,12 0,1
NERO26
7 280 270 260
hmax | 018 0,15 0,12 018 015 013 011
sky77
7 240 230 220 240 240 230 220
ENHQ090408023125L28W | 4
hmax 0,18 0,15 0,12
NERO26
Ve 280 270 260
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
kY77
3 240 230 220 240 240 230 220
ENHQ09040801726SL28V 4
hmax | 018 0,15 0,12
NERO26
7 280 270 260
hmax 013 012 0,1 0,08 0,08 0,07
EN..0904.. ENHQ09040800354SL30 4 SKY77
ve 180 160 130 100 90 80
hmax 0,08 0,06 0,06 0,05
DELPH43
Ve 130 100 90 80
ENHQ09040800356EL33 4
hmax 0,08 0,06 0,06 0,05
ICE43
7 130 100 90 80
hmax | 0,18 0,15 0,12 018 015 013 011
kY77
Ve 240 230 220 240 240 230 220
ENFQO9040803302EL335* | 1
hmax 0,18 0,15 0,12
NERO26
Ve 280 270 260

* wiper insert, only one insert per tool required. Only in combination with geometry -28W
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Allocation from machining parameters of AV material groups

cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,25 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
hmax 0,25 0,2 0,18
ENHQ12061002718SL25V 4 NERO26
Ve 280 270 260
> hmax 0,25 0,2 0,18
CAN“77
Ve 400 380 360
hmax 0,22 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
ENHQ12061002913SL28W 4
hmax 0,22 0,2 0,18
EN..1206.. NERO26
Ve 280 270 260
hmax 0,22 0,2 0,18 0,22 0,2 0,18 0,15
ENHQ12061000352SL28 4 SKY77
Ve 240 230 220 240 240 230 210
hmax 0,18 0,15 0,14 0,18 0,16 0,15 0,12
ENHQ12061000354SL30 4 SKY77
Ve 240 230 220 240 230 220 180
hmax 0,22 0,2 0,18 0,22 0,2 0,18
SKY77
Ve 240 230 220 240 230 220
ENFQ12061003501EL335* 1
hmax 0,22 0,2 0,18
NERO26
Ve 280 270 260

* wiper insert, only one insert per tool required. Only in combination with geometry -28W

-3 -

insert
EN..08T3.L 08B.0309.7991 TX208
EN..0904.L 08B.3509.7991 TX215
EN..1206.L 08B.0513.7991 TX220

» Assembly instructions page 108

AVANTEC Catalogue 71



SHOULDER MILLING CUTTER AND SHANK END MILL

Shank end mill CS90

Shank end mill CS90

article
11C.2509.001

11C.3210.001
11C.4011.001

< highest break resistance because of tangential
build in 4 cutting edge CN insert

< guaranteed 4 cutting edges in case of smaller
CN insert

< high DOC and high feed rates at once

< fine pitch brings advantage for cast iron machining

£
f
D

D I dhe L Zeff ap ic Kg insert

25 31,5 25 90 4 7,0 yes 0,30 CN..07T3.L
32 43,0 25 100 7,0 yes 0,37 CN..07T3.L
40 48,5 32 110 7,0 yes 0,67 CN..07T3.L
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t g  insert ‘ incircle diameter insert thickness
207= 7,50 tT3= 4,00

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
V¢ 240 230 220 240 240 230 220
CN..07T3.. | CNHQO07T30600811SL28W 4
hmax 0,15 0,12 0,1
NERO26

Ve 280 270 260

insert -3 - 4

CN..07T3.L 08B.0309.7991 TX208
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T-SLOT AND CIRCULAR MILLING CUTTER

MILLING CUTTER

T-SLOT AND CIRCULAR

f;




T-SLOT AND CIRCULAR MILLING CUTTER

T-slot milling cutter ET90

< 4 cutting edge EN insert

< high performance slotting cutter following DIN 650
parameters

< tangential insert style enables optimal chip removal

T-slot milling cutter ET90

article D d, w L I dhs zz Zof ic Kg insert
15E.3213.010 32 16,8 13 115 39 32 2x2 2 yes 0,53 EN..O8T3.R/L
15E.4017.010 40 20,8 17 125 50 32 2x2 2 yes 0,65 EN..0904.R/L
15E.4821.010 48 26,0 21 135 60 32 2x3 2 yes 0,83 EN..O8T3.R/L

smaller diameter see page 84-85
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T-SLOT AND CIRCULAR MILLING CUTTER

t g insert | incircle diameter insert thickness
7 208= 8,00 tT3= 3,97
209= 9,52 t04= 4,76

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
Ve 240 230 220 240 240 230 220
ENHQO08T30601209SL28W
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
V¢ 240 230 220 240 240 230 220
ENHQO08T30601409SR28W
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
Ve 240 230 220 240 240 230 220
EN..08T3.. ENHQO08T306017265L28V 4
hmax 0,15 0,12 0,1
NERO26
V¢ 280 270 260
hmax 0,15 0,12 0,1 0,15 0,15 0,12 0,1
SKY77
Ve 240 230 220 240 240 230 220
ENHQO08T306016265R28V
hmax 0,15 0,12 0,1
NERO26
Ve 280 270 260
hmax 0,1 0,09 0,08 0,1 0,1 0,09 0,08
ENHQO08T30600154SL30 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,1 0,09 0,08 0,1 0,1 0,09 0,08
ENHQ08T30600254SR30 SKY77
V¢ 240 230 220 240 240 230 220
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T-SLOT AND CIRCULAR MILLING CUTTER

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
e 240 230 220 240 240 230 220
ENHQ09040802312SL28W
hmax 0,18 0,15 0,12
NERO26
s 280 270 260
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
V¢ 240 230 220 240 240 230 220
ENHQ09040802212SR28W
hmax 0,18 0,15 0,12
NERO26
Ve 280 270 260
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
S 240 230 220 240 240 230 220
EN..0904.. ENHQO09040801726SL28V 4
hmax 0,18 0,15 0,12
NERO26
V¢ 280 270 260
hmax 0,18 0,15 0,12 0,18 0,15 0,13 0,11
SKY77
e 240 230 220 240 240 230 220
ENHQ09040801626SR28V
hmax 0,18 0,15 0,12
NERO26
S 280 270 260
hmax 0,13 0,12 0,1 0,08 0,08 0,07
ENHQ09040800354SL30 SKY77
Ve 180 160 130 100 90 80
hmax 0,13 0,12 0,1 0,08 0,08 0,07
ENHQ09040800254SR30 SKY77
e 180 160 130 100 920 80
insert ]
EN..08T3.R/L 08B.0309.7991 TX208
EN..0904.R/L 08B.3509.7991 TX215

» Assembly instructions page 108
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T-SLOT AND CIRCULAR MILLING CUTTER
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T-SLOT AND CIRCULAR MILLING CUTTER

Circular milling cutter TZ18

P > T
ST
< standard for all retaining ring grooves

< three sided embedding for circular insert
< precision slotting is possible

.r_ ~ -
N
(- @
<@ AN
3 -~
=
Circular milling cutter TZ18
article D d, L I dhe Zeff ap ic Kg insert
13T.2510.001 25 20,5 100 40 25 3 14-22 yes 0,31 TC..1103.R
13T.4011.001 40 31,5 100 39 32 3 2,2-32 yes 0,61 TN..1604.R
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T-SLOT AND CIRCULAR MILLING CUTTER

._" T
&
insert
article 7] w ap t
TCAX11031603006TR25 6,35 1,60 1,40 3,20
TCAX11031803005TR25 6,35 1,85 1,70 3,20
TCAX11032103004TR25 6,35 2,15 2,00 3,20
TCAX11032603003TR25 6,35 2,65 2,20 3,20
TNAX16042601801TR25 9,52 2,65 2,20 4,76
TNAX16043101802TR25 9,52 3,15 2,20 4,76
TNAX16044101803TR25 9,52 4,15 3,20 4,76
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,08 0,07 0,06 0,08 0,08 0,07 0,06
TCAX11031603006TR25 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,08 0,07 0,06 0,08 0,08 0,07 0,06
TCAX11031803005TR25 SKY77
Ve 240 230 220 240 240 230 220
TC.1103.. 3
hmax 0,08 0,07 0,06 0,08 0,08 0,07 0,06
TCAX11032103004TR25 SKY77
V¢ 240 230 220 240 240 230 220
hmax 0,08 0,07 0,06 0,08 0,08 0,07 0,06
TCAX11032603003TR25 SKY77
V¢ 240 230 220 240 240 230 220
hmax 0,1 0,08 0,07 0,1 0,1 0,08
TNAX16042601801TR25 SKY77
Ve 240 230 220 240 240 230
hmax 0,1 0,08 0,07 0,1 0,1 0,08
TN..1604.. TNAX16043201802TR25 3 SKY77
Ve 240 230 220 240 240 230
hmax 0,1 0,08 0,07 0,1 0,1 0,08
TNAX16044101803TR25 SKY77
V¢ 240 230 220 240 240 230

insert m - 4

TC.1103.R 08B.2506.7991 TX208
TN..1604.R 08B.0375.7991 TX208

» Assembly instructions page 109
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PROGRAMME

Avant-Easy-Change
T-slot milling cutter ETC90

article D

< high performance slotting cutter following DIN 650

parameters

< smooth running guaranteed through a perfect coupling
of the insert and its slot
< maximum replacement accuracy

20G.20.1112.01 20

20G.20.1313.01 24

20G.25.1713.01 31

L
i
a,
|
D s
Avant-Easy-Change T-slot milling cutter ETC90
d, w L I dhe Zott ic Kg insert
11 8,5 96 30 20 yes 0,18 ECT2008.R
13 10 100 35 20 yes 0,20 ECT2410.R
17 13 105 40 25 yes 0,37 ECT3113.R

larger diameter see page 76-77

84
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PROGRAMME

Y , insert | incircle diameter insert thickness
- 220= 20,00 w08= 8,50
224 = 24,00 w 10= 10,00
231= 31,00 w13 = 13,00

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,1 0,08 0,05 0,1 0,1 0,08 0,05
ECT2008.. ECT2008083201TR25 3 SKY77
V¢ 180 170 160 180 180 170 160
hmax 0,1 0,08 0,05 0,1 0,1 0,08 0,05
ECT2410.. ECT2410103301TR25 3 SKY77
Ve 180 170 160 180 180 170 160
hmax 0,1 0,08 0,05 0,1 0,1 0,08 0,05
ECT3113.. ECT3113123301TR25 3 SKY77
Ve 180 170 160 180 180 170 160

insert ﬂ - 4

ECT2008.R 08B.3514.7991 TX215
ECT2410.R 08B.0520.7991 TX220
ECT3113.R 08B.0520.7991 TX220
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PROGRAMME

Avant-Easy-Change
Turbavant SP18

£

D N e o

< HPC- cutter as indexable insert system
< optimal power transmission by cross pull-in step

< constant accuracy while indexing
< above average stability

I; 2
g

Avant-Easy-Change Turbavant SP18

article D dhs L h I Zeff ap ramp ic Kg insert
20G.20.1412.01 16 20 80 27 50 4 0,8 1,2° yes 0,15 ECK1612.R
20G.20.1422.01 16 20 95 42 50 4 08 1,2° yes 0,17 ECK1612.R
20G.20.1432.01 16 20 120 67 50 4 0,8 1,2° yes 0,20 ECK1612.R
20G.32.2125.01 25 32 120 52 61 4 0,8 2,1° yes 0,58 ECK2512.R
20G.32.2135.01 25 32 150 82 61 4 0,8 2,1° yes 0,66 ECK2512.R

86 AVANTEC Catalogue



insert | incircle diameter

PROGRAMME

insert thickness

t
Fi 216= 16,00 t12= 12,00
"w 225= 25,00
Allocation from machining parameters of AV material groups
castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 08 06 05 08 07 06 0,5
ECK1612.. ECK1612104202TR25 4 SKY77
Ve 240 230 220 240 240 230 220
Amax 08 06 05 08 07 06 0,5
ECK2512.. ECK2512104501TR25 4 SKY77
Ve 240 230 220 240 240 230 220
insert m 4
ECK1612.R 08B.3512.7991 TX215
ECK2512.R 08B.0520.7991 TX220

» Technical information ramp page 103

» Information “theoretical corner radius” Turbavant SP18 page104
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PROGRAMME

Avant-Easy-Change
Shank end mill TS90

ceee

< alternative for full carbide end mills by small DOC

< perfect match of insert groove and drive keys

< form and force fit pull-in step guarantees highest balance
< variable in diameter and pitch

L
/
L7
[ X
D ) dhé‘
ay
Avant-Easy-Change Shank end mill TS90
article D L I, dhs Zoit a, ic Kg insert
20G.14.1412.01 14 75,0 18 14 3 6,0 no 0,10 ECE1406.R
20G.16.1612.01 16 82,0 22 16 3 6,0 no 0,12 ECE1606.R
20G.18.1813.01 18 84,0 23 18 3 8,0 yes 0,15 ECE1808.R
20G.20.2013.01 20 92,0 26 20 3 8,0 yes 0,23 ECE2008.R
20G.14.1432.01 14 93,1 36 14 3 6,0 yes 0,10 ECE1406.R
20G.16.1632.01 16 104,1 44 16 3 6,0 yes 0,16 ECE1606.R
20G.18.1833.01 18 108,0 47 18 3 8,0 yes 0,20 ECE1808.R
20G.20.2033.01 20 118,0 52 20 3 8,0 yes 0,30 ECE2008.R
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insert | incircle diameter

PROGRAMME

insert thickness

t
P /’/ﬁ\\ 214= 14,00 t06 6,00
& (QJ/ 216= 16,00 t08 8,00
== 218= 18,00
220= 20,00
Allocation from machining parameters of AV material groups
cast iron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,16 014 0,12 0,16 0,15 0,13 0,12
ECE1406.. ECE1406063201TR25 3 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,18 0,16 0,13 0,18 0,16 0,14 0,13
ECE1606.. ECE1606083201TR25 3 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,2 0,18 0,14 0,2 0,2 0,18 0,14
ECE1808.. ECE1808083301TR25 3 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,2 0,18 0,14 0,2 0,2 0,18 0,14
ECE2008.. ECE2008103301TR25 3 SKY77
Ve 240 230 220 240 240 230 220
insert m 4
ECE1406.R 08B.3511.7991 TX215
ECE1606.R 08B.3511.7991 TX215
ECE1808.R 08B.0516.7991 TX220
ECE2008.R 08B.0516.7991 TX220
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PROGRAMME

Avant-Easy-Change
Shank end mill XS90

article
20G.16.1327.10
20G.20.1624.10
20G.25.2013.01
20G.25.2033.01
20G.25.2126.10
20G.32.2526.10

Avant-Easy-Change Shank end mill XS90

Sseee

< variable in diameter and pitch
< optimal power transmission by cross pull-in step
< constant accuracy while indexing

-

] l

D - dre

|

a

D L I dhe Zeff a, ic Kg insert
16 90,0 40 16 6 8,0 yes 0,12 ECE1612.R
20 100,0 48 20 8 10,0 yes 0,21 ECE2014.R
25 120,0 30 25 5 8,5 yes 0,42 ECE2512.R
25 130,0 71 25 5 8,5 yes 0,39 ECE2512.R
25 110,0 53 25 8 12,5 yes 0,36 ECE2516.R
28 120,0 58 32 8 15,0 yes 0,62 ECE2818.R

20
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PROGRAMME

insert | incircle diameter insert thickness
216= 16,00 t12 = 12,00
220= 20,00 t14 = 14,00
225= 25,00 t16 = 16,00
28 = 28,00 t18 = 1850

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
hmax 0,16 0,14 0,12 0,16 0,15 0,13 0,12
ECE1612.. ECE1612106710TR28 6 SKY77
V¢ 240 230 220 240 240 230 220
hmax 0,18 0,16 0,13 0,18 0,16 0,14 0,13
ECE2014.. ECE2014108410TR28 8 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,2 0,18 0,14 0,2 0,2 0,18 0,14
ECE2512.. ECE2512105302TR25 5 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,2 0,18 0,14 0,2 0,2 0,18 0,14
ECE2516.. ECE2516108610TR28 8 SKY77
Ve 240 230 220 240 240 230 220
hmax 0,2 0,18 0,14 0,2 0,2 0,18 0,14
ECE2818.. ECE2818108610TR28 8 SKY77
Ve 240 230 220 240 240 230 220

insert m - 4

ECE1612.R 08B.0416.7991 TX215
ECE2014.R 08B.0520.7991 TX220
ECE2512.R 08B.0520.7991 TX220
ECE2516.R 08B.0627.7991 TX225
ECE2818.R 08B.0627.7991 TX225
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PROGRAMME

Triloc shank

Shanks for Triloc programme

SK50

HSK63

article
09C.5018.160
09C.6314.125

09C.6318.160
09C.6318.165

< stable connection, specially for long overhangs
< extremely accurate control of radial run out

< vibration damped system available
< safer and faster machining

SK'50

HSK 63

d L M A Kg
30 90 16 120 3,13
30 95 12 130 117
30 89 16 125 1,10
30 114 16 150 1,23

92
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PROGRAMME

Triloc tool

RO18-HSC

Primavant-HSC

Megavant-HSC

Tools for Triloc programme

article D H M Zest a,  ramp ic Kg insert
18R.2520.011 25 20 M12 3 5,0 5,0° yes 0,12 RD..10T3.N
18R.3230.011 32 30 M16 4 50 4,0° yes 0,19 RD..10T3.N
ROT8-HSC 18R.3535.011 35 35 M16 4 50 3,0° yes 0,26 RD..10T3.N
18R.4035.011 40 35 Mi16 5 5,0 3,0° yes 0,33 RD..10T3.N
Primavant-HSC 18U.4040.040 40 40 M16 4 2,0 4,0° yes 0,34 UE..1204.R
04M.0225.150 28 25 M12 3 55 . yes 0,10 MO..1003.R
Megavant-HSC I —
04M.0325.150 35 25 M16 4 55 . yes 0,22 MO..1003.R
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PROGRAMME

insert | incircle diameter insert thickness
210= 10,00 tT3= 397
212= 12,70 t03= 3,60
t04= 476
Allocation from machining parameters of AV material groups
apat castiron steel
1/4 from
article AS grade insert@ D20 D18 D17 A22 A20 A18 A16 B15 B14
f, 05 035 03 04 035 03 025
RDGX10T3M000210SN25 NERO?43
Ve 280 260 250 280 260 250 240
fz 04 03 0,25
RD.10T3.. | RDGX10T3M000211TN28 | 8 SKY26
Ve 240 230 210
5 f, 03 03 025 025 0.2 0.2
RDGX10T3M000214SN30 NERO?43
Ve 260 250 230 220 200 180
Allocation from machining pa-
rameters of AV material groups
apat stainless steel titanium |aluminium
1/4 from
article AS grade insert @ c1 c10 co9 cos E80
2 fz
RDGX10T3M000210SN25 NERO%43
Ve
fz
RD.10T3.. | RDGX10T3M000211TN28 | 8 SKY26
Ve
f 02 0,15 0,1 0,1 03
RDGX10T3M000214SN30 NERO?43
Ve 130 120 110 60-70 | 250-650

f; adjustment at different aj, values

ap 0,5 1 1.5 2 2,5 3 35 4 5 6 7 8

‘ RD 10 2,00 1,50 1,25 1,10 1,00 0,95 0,90 0,85 0,90 ‘
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PROGRAMME

Allocation from machining parameters of AV material groups

castiron steel
article AS grade D20 D18 D17 A22 A20 A18 A16 B15 B14
fy 2 1,6 1 2 2 1,5 1,5 1,2 1
UEGW12041001610SR25 NER0277
V¢ 280 260 250 280 260 250 240 220 200
fz 1,8 14 0,8 18 1,8 14 14 1 0,8
UE..1204.. 4 NERO?77
S 280 260 250 280 260 250 240 220 200
UEGW12041001611TR28
5 fz 1,8 14 0,8 1,8 1,8 14 14 1 0,8
ICE“43
V¢ 260 250 230 260 250 230 220 200 180
hmax 0,18 0,15 0,14 0,18 0,16 0,15 0,12 0,1 0,08
MO..1003.. MOGU10031003104TR28 2 SKY77
V¢ 240 230 220 240 230 220 180 160 140

i J

insert
RD..10T3.N 08B.0375.7991 TX208
UE..1204.R 08B.0411.7991 TX215
MO..1003.R 08B.0309.001 TX208

» Technical information ramp page 103
» Technical information fz adjustment page 103

» Information “theoretical corner radius” Primavant page 104
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TERMINOLOGY AND FORMULAS - MILLING

Terminology and formulas - milling

Chip/thickness of chip (mm) Feed per tooth at hmax (mm)

hmax:VaTesz fZ:hmax

ce
r
Chip volume (cm3/min) Power (kW)
Q ae X ap X Vf Q
1000 value of diagram
Rotational speed (U/min)
_ vex 1000
Dxm
Cutting speed (m/min) o = el mm
ae = width of the cut mm
Ve = cutting speed m/min
Dxmxn i |
VC - - V¢ = feedrate mm/min
1 OOO n = rotational speed U/min
D = cutter diameter mm
f, = feed per tooth mm
Zetf = number of effective teeth
Feed rate (mm/mln) Q = chip volume cm3/min
P = power kw
m = Pi3,14
Vf — n X fZ X Zeff hmax = maximum chip thickness mm
r = radius mm
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MACHINE DIAGRAM /VOLUME OF CHIPS

Machine diagram / volume of chips

Volume of chips cm3/min/kW
100

90
80
70
60
50
40
30
20

10

ES0 D20 D18 A22 A20 A18 Al6 D17 B15 B14 C11  ClI0 C09 (08
AVANTEC Material groups

AVANTEC Insert category

insert K1
insert K2
********* insert K3
---------- insert K4
— DINISO

Classification into insert categories

insert K1
HE | OE | OF | SE | SX | UE
insert K2
MO | RD | TC | ™ | |
insert K3
CN | EC | EN | FN | |
insert K4

S N | | |
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Material groups

. I I I I SNJP= m— . = g

AVANTEC =i | I —

Material

group DIN no. material AFNOR NI BS EN UNE ss AISUSAE s

3237 G-AlSi7Mg 4218B
338 | GAISTOMg(CU) M9 453 3602
32581 | GAISiT2 M6 461 132
32583 | GAISIICU) M20 4260 131
0605 | EN-GIL250 Ft25D 25 Grade 260 FG25 012500 148408 FC25
06030 | EN-GIL300 Ft30D &0 Grade 300 F630 013000 M8 45B FC30
06035 | EN-GIL350 Ft35D @5 Grade 350 G35 013500 A48508 RC35
00640 | EN-GI-400 Ft40D Grade 400 0140-00 18608
07040 | EN-GIS40-15 FGS400-12 65400-12 Grade 420/12 071702 60-40-18 FD40
07050 | EN-GIS-5007 FGS 5007 6550077 SNG500/7 072702
07060 | EN-GIS-600-3 FGS 600-3 6560073 SNG600/3 073203 FD60
07070 | EN-GIS-7002 FGS 7002 6570072 SNG 70072 073701 100-70-03 FD70
016 | SB5RE B4 Fe360D FF 4360400 Fe 360 D1 FF 1312 PST3-Gr58
04| 7506 £28:3;£284 Fe 4308 86043C Fe 430 D1 FF 12,1414 AST3-Gr70 SMAIC
01 | as n 5016 080M15 F11 1350 101510161017 s15C
10402 | Q24N AFA2C0,X25; 1022 Q0105 055M15; 070 M20 x| R 1450 M1026;1023 $20C;522C
| o XC10 ao 040810 F1510-C10K 1265 1010 s10c
11133 20Mn5 20M5 G22Mn3; 20Mn7 120M19 F1515-20Mn6 132 1022;1518 SMn(420
11141 Q15E XQ15;XC18 Q15,C16 080M15 F1511-C16K 1370 1015,1017
15| QsEGS 225,X25 Qs 070M26 F1120-C25 1450 1025 $256;528C
0501 | Gs AFS5C35 as 060835 F113 1550 1035 s35¢
10508 | s AF65Cd5 s 080M46 F114 1650 1045 s4sC
8| G5s YC38TS a6 060835 1572 1035 1035 535
1.1191 (45E; Ckd5 X(42 s 080M46 F.1140-45K 1672 1045 $45C
B | s YCa8TS © 060452 3 1674 1050 $50C
1543 | 16Mos 16Mo5 kG 1503-245-420 F2602-16MoS 4520 SBASOM
1055 | s 4 s 070MS5 F115 1655 1055 555
10553 | S35500 £363 Fe510C 4360-50C 5726150
10601 | C60 s 60 080862 PEN) 1060 558
1m0 | st XsS ) 070MS5 F1150-5K 1655 1055 555
| G0 ¥C60 0 080462 80 | G0 1678 1060 558
174 | qoos ¥C100 100 060496 1870 1095 sup4
10718 | 115MaPb30; 9SMnPb28 $250Pb CFOSMnPb28 F2112-115MnPb28 1914 PEE] SuM22L
1072 | 10Pb20 10PbF2 CFI05Pb20 F2122-105Pb20 11108
10726 | 35520 35MF6 21M36 M| F2106 1957 1140
1.0727 45520 45MF4 212M44 1973 1146
10737 | 115MaPb37: 9SMnPb36 $300Pb CFOSMnPh36 F2114-125MnP35 1926 P
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TERIAL GROUPS

AVANTEC =i | N —

Material

group DIN no. material AFNOR NI BS EN UNE ss DISISAE s
157 | 404 35M5 150M36 15 1035 1039
1167 | 36Mn 45 150M36 £1203-36MnS M0 1335 SHn438(H)
10| 28Mn6 20M5 Q8Mn 150M28 1A | 28Mn6 1330 SChin1
1355 | 10006 100C6 1006 535899 31| E1310-100C6 258 52100 suR
15415 | 16Mo3; 15Mo3 1503 T6Mo3KW 1503-243 F2601-16Mo3 012 A2046rA ASTM A206A
15732 | Nco N 16N F1540-15NiCr11 3415 SNCATS(H)
15752 | 15NiCr13; 14NiCr14 NG 655M13 36 3415;3310 SNB15(H)
16587 | 18CNiMo7-6; 17CrNiMo6 18NCD6 (C18NiCrMo7) 820016 F1560-14NiCrMo13
1705 | 1503 16 523015 5015 SCHAT5(H)
1703 | 344 324 344(KB) 530832 18| F8221-354 5132 SCrA30(H)
17131 | 16Mns T6Mc4 16MnCrS 527M20 F1516-16MnCr5 211 5115
17218 | 25GMod 25004 25MoA(KB) 1717005110 F8372-AM26CrMod wms 4130 SCM420/430
17262 | 15GMoS 12004 F1551-120rMod 216 SCM4T5(H)
17335 | 130Mod-5; 13CrMod-4 15035 14Mo45 15016206127 F2631-140Mod5 216 8211 ASTMATS2
18509 | 41GAIMo7-10; 41GAIMo7 40CADS, 12 H1GAMo7 905M39 48| F1740-41CrAIMO7 2940 £355C1A
1570 | 36N N6 640835 1A 315 SNC236
16511 | 36CiNiMod 40NCD3 36NiCrMo4(KB) 816M40 10| F1280-35NiCiMod 9840
16582 | 34CrNiMo6 36 35NiCrMo6(KB) 817M40 u | E1272-40NiCeMo7 2541 540 SNCM447
1705 | 4104 7! 0w 530M40 1B | F12-4104DF 5140 SCra40(H)
17176 | 5503 553 5503 525060 8| FI6315503 253 5155 SUP9(A)
1720 | 34GMod 35004 35CrMod 708437 19| F8231-34CrMod w34 4135,4137 SCM432
1723 | 4G 2047 4104 708M40 A | F8232-420iMod 24 41404142 SCM440
1725 | 4204 204 4204 70840 A | F8232-42CrMod 24 4140 SCM440(H)
17361 | 32aMoT2 300012 32aMoT2 7M24 48 | F124A 240
17337 | 160Mod4 150045 14CMod’5 15016206127 216 3876112012
18159 | 51045004 S00v4 S04 735A50 47| FU3051CVA 230 6150 SUP10
18515 | 31GMoT2 300012 300MoT2 72M24 F1712-310Mo12 240
18523 | 40GMoV13-9;39CMoV13-9 36Mov12 897M39 40
1200 | X100 200012 X210C13KU BD3 F5212:X210Cr12 D3 sKkD1
12083 | XAOCrI4 X203 YAOCr14 WIG13KU £5263 31 20 SUs42012
12384 | YAOCMOVS-T; X40CrMoVST 24000V Y35CrMoVOSKU BHT3 YA0CMoV's 20 Hi3 SKD61
12363 | X100CMoVS-1 710000V5 X100CHMoVSTKU BA2 X100CMoVS 2260 ) sKD12
12379 | XIS3CMoVIZX155CVMo12-1 716000V12 XI55CVMOT21KU BD2 F521T160CMoV12 2310 D2 Sk
1246 | xi0awi XSCWI21KU X2100W12 B0 06)
12581 | 60Wa9-3 Z30WCV9 Y28WO9KU BH21 X30WCHV9 2 SKDs
12600 | X165CMoVT2 X165CMOW12KU BD2 X160CrMoV12 2310 )
133 | HS6525;56:525 Z8WDKCY HS6-5-2-5 BM35 H56:5-2-5 m a1 SKHSS
1338 | HS6525652 Z85WDCVY X82WMo0G0SKU BM2 HS6-5-2 m M2req.C SKH51
13348 | HS29-252-92 Z100WCWV H5292 H52:9-2 78 W7
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Material
group DIN no. material AFNOR UNI BS EN UNE sS AISI/SAE JIs
stainless steel and heat resistant steel (martensitic)
1.4000 X6(r13 8013 X6(r13 403517 F3110-X6Cr13 2301 403 SUS403
a 1.4006 X12Cr13;X10Cr13 10014 X120r13 410521 56A F3401 2302 410 SUS410
1.4034 X46(r13 740(M X40r14 420545 56D F3405 40 SUS42002
e 1.4057 X17CNi16-2 115(Ni6.02 X16(rNi16 431529 57 F3427 801 431 SUS431
cn 1.4104 X14(rMo517; X12(MoS17 110CF17 X10Crs17 E3117 2383 430F SUS430F
14113 X6(rMo171 18(D17.01 X8(rMo17 434517 F3116-X6(rMo171 225 434 SUS434
c10 14313 X3CrNiMo13-4; X4CrNi13-4 Z4IND13.4M 42511 F6NM SCS5
14718 X45CrSi9-3 145059 X45CrSig 401545 52 F322 HW3 SUH1
14724 X10CrAISi13; X10CrAI3 10C13 X101CrA112 F31 405 SUS405
e 14742 X10CrAISi18; X10CrAIN8 110CAS18 X8(r7 60 F3153-X10CrAI1813 SUH21
c10 14747 X80CrNiSi20 180CSN20.02 X80CrSiNi20 443565 59 F.3222-X80CrSiNi20-02 SAEHNV 6 SUH4
cn 14762 X10CrAISi25; X10CrAl24 110CAS24 X16(r26 8302 446 SUH446
stainless steel and heat resistant steel (austenitic)
14301 X5CrNi18-10; X5CrNi18-9 16(N18.09 X5CrNi1810 304515 58E F3551 2332 304 SUS304
1.4305 X8CrNiS18-9; X10CrNi18-9 Z10CNF18.09 X10CrNiS 18.09 303521 58M F3508 2346 303 SUS303
1.4306 X2(rNiN19-11 12(N18.10 X2(rNi18.11 304512 2352 304L SCS19
14310 X10CrNi18-8; X12CrNi7-7 112(N17.07 X12CrNi1707 301521 F3517-X120Ni177 231 301 SUS301
14311 X2CrNiN18-10 12(N18.10 X2(rN18-11 304561 F3541-X2CrNiMo1810 237 304N SUS304LN
14350 X5CrNi18-9 16(N18.09 X5CrNi18-10 304531 58E F3551 2332/2333 304 SUS304
14401 X5CrNiMo17-12-1;X5CrNiMo17-12-2 | Z6CND17.11 X5CrNiMo17-12 316525 58) F3534 2347 316 SUS316
14429 X2CrNiMoN17-13-3 12AND17.13 X2(rNiMoN17-13 316563 F3534-X2(rNiMoN17133 2375 316N SUS316LN
1.4435 X2(rNiMo18-14-3 12IND17.13 X2(rNiMo17-13 316512 2353 316L 5516
o9 1.4438 X2(rNiMo18-15-4 12(ND19.15 X2(rNiMoN18-16 317512 F3539-X2(rNiM018164 2367 317 SUS317L
1.4462 X20rNiMoN22-5-3 12(ND22.05 Az X2CrNiMoN22-5 318513 2377 318 SUS32913L
1.4541 X6(rNiTi18-10 16(NT18.10 X6CrNiTi18-11 321512 588 F3523 2337 321 SUS321
14542 X5CrNiCuNb16-4 I7CNU15-05 630 S(S24
14550 X6CrNiNb18-10 26(NNb18.10 X6CrNiNb18-11 347517 58F F3524;F3552 2338 347 SUS347
14571 X6CrNiMoTi17-12-2 I6NDT17.12 X6CrNiMoTi17-12 320517 58) F3535 2350 316Ti
14583 X10CrNiMoNb18-12; X10CrNi 26(NDNb X6CrNiMoNb17-13 318
14828 X15CrNiSi20-12 115(NS20.12 309524
1.4845 X8CrNi25-12; X12CrNi25-21 112CN2520 X6(rNi25-21 310524 F331 2361 3108 SUH310
14871 X53CrMnNiN21-9 152CMN21.09 X53CrMnNiN219 349554 EV8 SUH35, SUH36

37164

Ti6242

Ti-6Al-25n-4Zr-2Mo

3.7165

Ti6246

Ti-6Al-25n-4Zr-6Mo
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RAMP AND Fz ADJUSTMENT

Ramp

L ‘ — The ramp in angle a from the tool system is possible to the
point of the maximum DOC from the system.

— The feed rate to ramp in should be not higher than 60%
from the calculated tool feed rate. (Start always with a
lower feed rate before increasing to the 60%)

— For helical milling operation the infeeding per revolution
has to be smaller than the maximum DOC from the insert

type.

fz adjustment at different ap values

- By machining with round inserts and increasing the depth
of cut ap the feed per tooth fz should be corrected.

— The chip thickness hmax and the resulting entering angle
& by round inserts is depending on the depth of cut ap.

dependence from depth of cut ap and entering angle a
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THEORETICAL CORNER RADIUS

Theoretical corner radius

Primavant UP90

Programming information:

theoretical K
insert corner radius ap non machined
Ith amount
UE..0903.. 2,0 1,0 0,64
UE..1204.. 2,5 2,0 0,80
£ UE..1506.. 3,0 2,5 0,96
By programming with the theoretical corner radius the machined
profile will have deviations to the programmed profile.
O Programming information:
theoretical K
insert corner radius ap non machined
rth amount
ECK1612.. 2,0 08 0,26
. | = ECK2512.. 2,0 0,8 0,26
a By programming with the theoretical corner radius the machined
profile will have deviations to the programmed profile.
-
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TORQUES

Fastening torques

Torx fixing screws:

thread article
M2,5 08B.25_ .7991
08B.25_ .7991
M3,0 08B.03__.7991
08B.03__.7991
M3,5 08B.35_ .7991
08B.35__.7991
M4,0 08B.04__.7991
M4,5 08B.45__.7991
M5,0 08B.05__.7991
M6,0 08B.06__.7991
08B.06__.7991

Double thread screws:

thread article
M5,0 08Z.0000.010
M5,0 08Z.0000.231
M6,0 08Z.0000.093
M8,0 08Z.0000.242

screw length

fastening torque

screwdriver

to3,5 9 Ndm TX208
from 3,6 12 Ndm TX208
to3,5 12 Ndm TX208
from 3,6 20 Ndm TX208
to 4,0 20 Ndm TX215
from 4,1 33 Ndm TX215
- 48 Ndm TX215

- 65 Ndm TX220

- 78 Ndm TX220

to 24 80 Ndm TX225
from 25 100 Ndm TX225

fastening torque

screwdriver

14 Ndm TX208
lefthand thread 50 Ndm TX220
lefthand thread 35 Ndm TX215

80 Ndm TX225

Acceptable for Torx screwdriver:

screwdriver

TX208

TX215

TX220

TX225

Center screws:
thread article

M8 082.08__.6912
M12 08Z.12_ _.6912
M14 08Z.14_ _.6912
M16 08Z.16__.6912
M20 08Z.20_ _.6912
M24 08Z2.24_ _.6912

fastening torque

16 Ndm

55 Ndm

85 Ndm

120 Ndm

fastening torque

1/2" socket for

allen key for

DIN6912 DIN6912
50 GN 6-3 G6
90 GN 10-3 G10
100 GN 12-3 G12
140 GN 14-3 G14
160 GN 17-3 G17
500 = G19
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ORDER INFORMATION MULTIRING EM90/FM90

Order information
Multiring EM90/FM90

H H A
® —t__
D = b
BR ZR ZR = =
or

DR
To order a complete Multiring, depending on your
requirements, you need at least the following
components: + 4ZR x 14,2mm = total 56,8 mm
- shank + 1BR x 15,5mm = total 15,5 mm
- center screw total H = 72,3 mm
- intermediate ring +
- bottom ring or double cutting ring x-dimension = 20 mm

length center screw = 92,3 mm
You can reach a variable length by adding: corrected length of screw
— intermediate rings / bottom ring or double cutting ring (always round off in the classical way)
corrected length center screw = 90 mm

Determine the overall length of the center screw based
on the individual components you have selected as in the The first two calculated digits are "90" (90 mm). The correct
following example for Multiring D = 50 mm: article no. in our example would be 08Z.1209.6912
4 intermediate rings (ZR) (length 120 mm article no. 08Z.1212.6912).

1 bottom ring (BR)
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ORDER INFORMATION MULTIRING EM90/FM90

Assignment - D to center screw / x-dimensions to determine total length

article no. max. no. of max. no. of X- 1/2" socket allen key for
D center screw center screw milling tool cutting rings dimension for DIN6912 DIN6912
32 M8 08Z.08__.6912 1 1 12 GN 63 G6
40 08Z.12__.6912 120 12 18 GN 10-3 G10
45 | M12 08Z.12__.6912 156 12 20 GN 10-3 G10
50 | 08Z.12__.6912 171 12 20 GN 10-3 G10
63 08Z.14__.6912 192 12 21 GN 123 G12
63 | M14 08Z.14__.6912 197% 12 21 GN 123 G12
66 | 08Z.14__.6912 196 10 21 GN12-3 G12
80 08Z.16__.6912 242 1 24 GN 14-3 G 14
80 | Mie 08Z.16__.6912 245* 1 24 GN 14-3 G14
92 08Z.20__.6912 223 12 27 GN17-3 G17
92 | 082.20__.6912 227* 12 27 GN 17-3 G17
100 | M20 082.20__.6912 264 12 30 GN17-3 G17
100 | 082.20__.6912 267* 12 30 GN17-3 G17
125 M24 08Z.24__.6912 295 10 36 : G19

* double cutting ring
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ASSEMBLY INSTRUCTIONS

Assembly of the inter-
mediate, bottom or
double cutting ring

left EN insert

right EN insert

1. The intermediate rings fitted with indexable inserts are
stacked one after another onto the shank. A dowel pin
is used to ensure correct positioning. The intermediate
rings are interchangeable.

2. The bottom or double ring forms the end of the
complete cutting unit.

3.The appropriate center screw (MS) is inserted through

the entire cutting unit and screwed in until the specified

torque has been reached (see page 105/table).

Assembly the EN/FN
indexable insert

right insert back

cutting edge on W
the left side y i

» left EN-insert \\\ U \
ENHQ12061002718SL25V .

cutting edge on ¥/
theright side

» right EN-insert O
ENHQ12060002619SR25V  *

1. Place the indexable insert on the insert seat. Ensure that
the left and the right cutting EN/FN inserts are mounted
on the correct seats (see assembly diagram).

2.Screw in the fixing screw. Note that this may cause the
insert to ,rise”. To correct this, press the EN/FN insert in
place while screwing in the fixing screw.

3. Overcome the tightness and screw in the fixing screw
until it is stationary or until the specified torque has
been reached (see table on page 105).

Important! = Assembly must be carried out under contaminant-free

conditions.

= To guarantee easy replacement or release of the index-
able insert and screw, we recommend the use of our
screw lubricant:

order no. 08F.0050.001
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Assembly the OF
indexable insert

1.Turn the double-threaded screw half to release the
wedge.

2.Place the insert onto the seat and lock in place over the
octagonal fixture on the tool body.

3. Tighten the wedge slightly by turning the double-
threaded screw.

4.Screw down the fixing screw, overcoming the tightness
until the specified torque has been reached (see the
table on page 105).
(applicable to Avantop VC1.1 and VC2.2)

5.Tighten the double-threaded screw until the wedge
fits snugly on the insert (see the table on page 105).
These instructions apply equally to Primavant UP90,
face milling cutter SX45, HE60, SE60 and Finavant EK90.

Attention!
KC2.2 clamping wedges will be tightened by a left turn.

Important!

ASSEMBLY INSTRUCTIONS

Installing, turning and
replacing the TC/TN
indexable insert

ol
Assembly the indexable insert:

The three sides of the TC/TN insert create a fit in the cutter
body. Observe the following in addition to the items

mentioned above:

Caution:
1.When mounting the indexable insert pay attention that
itis not tilted.

2. Exert slight pressure on the indexable insert when
installing it in its set.

3. Screw down the fixing screw, overcoming the tightness
until the specified torque has been reached (see the
table on page 105).

Turning or replacing the indexable insert:
1. First completely unscrew the fixing screw.

2. Tap the side of the cutter with the handle of torx driver
on the side where the insert needs to be changed.

Caution! Don't hammer on the side opposite to the
indexable insert to be changed!

3.Due to the "masses' inertia" effect the insert moves up
leaving its seat and can be replaced or turned.

» Assembly must be carried out under contaminant-free
conditions.

» To guarantee easy replacement or release of the index-
able insert and screw, we recommend the use of our
screw lubricant:
order no. 08F.0050.001
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INDEXABLE INSERTS - AVANTEC DESIGNATION

Indexable inserts - AVANTEC designation

(0] F E w 20 06 MO 00130 S N 28 S NERO?77
1 2 3 4 5 6 7 8 9 10 11 12 13
E N H Q 12 06 10 02718 S L 25 \ SKY77

1 Insert shape

M/~ CIEIF L HO oO RO s TA

2 Lead angle

C_] D], E_). F_]. NI

3 Tolerances (excerpt)

allowable deviation in mm for
m
o d m s

o

A £0,025 + 0,005 +0,025
T E +0,025 +0,025 +0,025
o G +0,025 +0,025 +0,05-0,13
H +0,013 +0,013 +0,025
JJ K +0,05-0,15 £0,013 +0,025
sl— F +£0,013 +0,005 +0,025

4 Machining and mounting characteristics

B B . i
Wl RN T Ul X
description required

5 Size of the insert (length of cutting edge / diameter)

0 7 O O @ © B A

6 Insert thickness

CTT

=

!
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INDEXABLE INSERTS - AVANTEC DESIGNATION

7 Corner radius (excerpt)

04 r=04 lead angle on the face cutting edge 00 for diameters with specified setting angle X
08 r=08 inch dimensions converted to mm A=45°
10 r=1,0 F=25° E=75°
25 r=25 Z = other lead angles MO for diameters in P =90°
A @ metric dimensions
r 1
8 Document number

Will be declared from the manufacturer for internal document processing.

9 Cutting edge form

E F—~7 T S

10 Cutting direction
?@ @T’ ‘_ﬁ_’
N
11 AVANTEC geometry

-23  roughing geometry for heavy machining with large depth of cut and high feed per tooth
-25 roughing geometry for heavy machining with medium depth of cut and high feed per tooth
-28 rough-finish geometry for medium depth of cut and medium feed per tooth

-30 rough-finish geometry for small feed per tooth

-33  finish geometry

12 Additional special-purpose geometries

S finishing
\ low-vibration

W  combination of S and V geometries

13 AVANTEC Types

SKY26 / SKY77
DELPH43

ICE43

NERO26 / NERO77
ICE243 / ICE?77
NERO?43 / NERO?77
CAN?26 / CAN?77
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AVANTEC RECOMMENDATIONS

AVANTEC Recommendations

Problem during cutting: AVANTEC recommendations:

flank wear: - apply more wear resistant grade
- decrease the cutting speed
- increase the feed

small crack by the cutting edge: - do not apply cutting fluids
- apply tougher grade
fatigue crack by the cutting edge: — apply tougher grade
- change the feed

- apply different geometry
- change the entering and leaving of the tool

built-up edge (BUE): - increase the cutting speed
— apply more positive geometry

brittle cracks by cutting edges: - increase the cutting speed
- apply tougher grade
- stronger and more stable edge
- change the feed while entering into the cut
- change the entering and leaving of the tool

plastic deformation: - decrease the cutting speed
- decrease the feed
— apply more wear resistant grade

vibration: - select special-purpose geometry - W
—increase the fz (feed/insert)
- change the machining strategy

poor surface quality: - select special-purpose geometry - W/S
- increase the machining strategy
- reduce the fz (feed/insert)
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AVANTEC SOLUTIONS - APPLICATION EXAMPLES

AVANTEC solutions

Requirements:
—machining the contact face and the brake disk slot with
asingle tool in 2 cuts

AVANTEC solution:

- 1tool -1 cut

» 20% cycle time reduction
» 62% increase of tool life

Brake caliper Special side milling
cutter

- milling the brake disk slot -D=206 mm

- material: GJS -zz=8x4

-FNHQ 110508
- ENHQ 120850
-TNAX 220850

Requirements:

— extremely high milling capacity

- reduction of the strong vibrations, which in many cases are
responsible for tool damages

- noise level reduction

- reduction of the change and set-up time

AVANTEC solution:
- 12 side milling cutter kit
- not adjustable system

» adjusting time can be saved

- vibrations minimized through special geometrical line-up
of the edge and high positive cutting performance

- 6 work pieces in a cut with a constant dimensional stability
and quality

Door hinge Special side milling cutter kit

- side cutting / mouth milling  -D =200 mm
- material: plain steel -z2z=16
- FNKX 08T3R/L

114 AVANTEC Catalogue



AVANTEC SOLUTIONS — APPLICATION EXAMPLES

Requirements:

— procession time reduction

— lowering the storage and regrinding costs
—increase of tool life

AVANTEC solution:
- Avant-Easy-Change programme
- no regrinding
- no tool breakage
— low storage costs
- no quality loss
50% reduction of milling time
50% increase of tool life

Carrier pallet Special slot milling cutter
- profile shaping -D=27,5mm
- material: titanium -zz=3

-HOGX 2715ZZTR-30

Actual condition:

- 3 milling tools for 3 different cutting operations
—long processing time

— unstable setting of the work pieces

— heavy vibrations

- huge noise level

AVANTEC solution:

- combination tool

- milling of 3 different contours in one cut
» reduction of cycle time

» safe process, vibration-free machining

» extremely high tool life increase

Case machining - unstable setting Multi-stage milling tool
- milling of a multi-stage special contour - D =140 mm/120 mm/63 mm
- material: GJS -zz=10

- SNHX 120808 TL-25S

- ENHQ 120610 TL-25V

- ENHQ 090408 TL-25V
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AVANTEC SOLUTIONS - APPLICATION EXAMPLES

finish milling

Bearing housing Special counter milling

- rough and finishing milling finish milling
of the bearing seat -D=160 mm
- material: GJS500 -zz=10x4

-FNHQ 100508 ER
-TNAW 160408 ER

Requirements:

- reduction of processing time

- roughing and finishing with 1 tool instead of the 2 tools
and 3 steps required before

—tool life increase

- no adjustable finishing cutter

AVANTEC solution:

- special contour cutter for finishing and roughing
in one step

50% reduction of milling time

50% increase of tool life

rough milling
-D=160 mm
-zz=5x4
-ENHQ 120610TL
- FNHQ 100508 TR

Actual condition:
— thrust bearing width milling
» very long cantilever arm
- rough and finish milling performed by different tools
- extremely slow and high vibrated machining
- adjustable tool requires long adjusting time

AVANTEC solution:

— special side milling cutter EB18 on an anti-vibration body
- rough and finish milling performed by only one tool

— possibility of extremely high feed motion

Engine block Special side milling cutter EB18
- rough and finish milling -D=57mm

on a 4-cylinder crankcase -2z2z=8x2
- material: GJL250 - ENHQ 08T308R/L
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AVANTEC SOLUTIONS — APPLICATION EXAMPLES

Requirements:
— reduction of the extreme high tool costs
—increase of the milling volume

» machining time should be reduced

AVANTEC solution:

—total length of cut in one step and up to 6mm radial depth
of cut

—12 —times milling volume

— lowering of costs by using a standard solution

— modular tool system and high process safety

Large crank shaft Multiring EM90
- milling the hub wideness -D=125mm
and the pin chamfer -zz=8x4
- material: 42 CrMo4 - ENHQ 160915 R/L-25
-ap=295mm

Requirements:

- reduction of the cycle time

- flexible system: possibility of milling different diameters
through the fast and easy replacement of the cutting rings

- safety of the process

AVANTEC solution:

- fixed insert pockets
—insert with 4 cutting edges
—easy handling

- increase of the feed rate

Diameter milling of asymmetrical castings  Special countersinking tool
- pin rough milling -D=90 mm
- material: GJS700 -zz=5

-ENEX 120612 TL
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Ask for our additional catalogues:

AVANTEC NEWS
AVANTEC Image brochure
AVANTEC Price list

Our deliveries and terms of payment are exclusively subject to the General Conditions of AVANTEC Zerspantechnik GmbH.

For further information please consult our web site: www.avantec.de

Technical changes subject to future amendments. No responsibilities for content or printing errors are accepted.
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