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8. Cutting edge designation
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Mot mandatory information

9. Direction of cutting

4.T}'|JB 6. Thickness
A F 1
of [
1] © 7 r
i
I =
G M
E 01 =1.59 mm 04 = 4,76 mm
EE T1 =1.98 mm 05 = 5,56 mm
02 = 2,28 mm 06 = 6,35 mm
03 =318 mm 07 = 7,94 mm
T3 =3.97 mm 08 = 8,00 mm
09 =952 mm
N Q
7. Insert with comer chamfers/nose radius
R T
D =60°
E =75°
F = 85°
1st letter P =4a0°
U w £ = Special
A = 3° F = 25°
_ . B= 5° G=230"
X = Special C_ 7o N 0°
D=15" P=11"
2nd letter E = 20°
Z = Special
5. Cutting edge length
AB. K CDEMY HOF MO* = round inserts
00 =sharp
01 =01 mm
N2 =02 mm
04 =04 mm
b— | — T b+ nose radius 08 =08mm
12 =12 mm
eto
L R 5 o
“Metric version
—]— '—IJ == 10. Internal designation
T W Machining conditions

E =Easy
M = Medium
D = Difficult

S

Right-rotated

Left-rotated

MNeutral
(R- and L-rotated)

www.persianengineer.blogfa.com




MILLING HOLDERS SIS sl Al ga AT slaial

1- COPY MILLING

Code key
Note that parts of the code can vary for different cutters.
Right-hand System Outer cutting diameter/  Maximum axial Setting length
rotation ballnose type = cutting  cutting depth (for the shank for
diameter combimaster)

| \ \ | |
R|217).20-1616//0-04l. 2] [140[EAl &

217 = With shank Shank diameter Shank type Number Tool material (E stands for solid car-
220 = For arbor mount (connecting thread  (.RE for of teeth bide shank with brazed cutting head)
diameter for Combimaster) Cutter for through’ coolant supply (A)

Combimaster)

2- DISC MILLING

For fixed pocket disc milling cutter

For stub arbor System Cutter width 4 = 7¢ value
mount

R||335(.[19 |-|080|. 06 |. 22 |-| 4
| |

Disc milling cutters Cutter diameter Dimension of arbor bore

For adjustable disc milling cutter

For stub arbor System Minimum cutter width Dimension of Insert radius if
mount {adjustable cassettes) arbor bore round inserts used

! \ |
R ((335/|./18|-/200/.[12 | |15 ./40 |-|8N -| 8N

Disc milling cutters Cutter diameter Maximum cutter width 8 = zg value
(adjustable cassettes) N = Three side cutting
R = Right hand version for two side cutting
L = Left hand version for two side cutting
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3- FACE MILLING

Code key

Note that parts of the code can vary for different cutter systems.

217 = With shank Cutter diameter Effective
220 = For arbor mounting No. of teeth

| |
R (220 53 |- 0100 12]- 3| A

Right-hand Cutter system Insert size A = Holes for internal coolant supply

rotation W = Insert locking with wedge
G = Coarse pitch version for low power machines
T = Close pitch version for high feed rates in powerful machines
C = With adjustable cassettes

3- HELICAL MILLING
Code key

Note that parts of the code can vary for different cutters.

T
O

216, 217 = With shank Shank diameter Shank type Insert size ‘Through' coolant
220 = For arbor mount supply

R 217,69 25 32,35 - 024-09.13 A
\ l |

Right-hand System Cutter diameter Maximum axial K-value (used for
rofation cutting depth cutting data calculation)
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4- PLUNG MILLING

Code key

Note that parts of the code can vary for different cutter systems.

Right-hand System Cutter diameter Insert size
rotation

Rj[217)..79 -[32/[40]. 3 -16 [A| [/
\ | \

217 = With shank Shank diameter Shank type A = With through’ coolant supply
220 = For arbor mount

5- SQUARE SHOULDER & SLOT MILLING

Code key

Note that parts of the code can vary for different cutters.

216, 217 = With shank Shank diameter Shank type 2c-value (used for cut-
220 = For arbor mount ting data calculation)

| | |
R 217|.69|-25|/32|. 38 - 12- 4 A

Right-hand System Cutter diameter Ingert size A = With through' coolant supply
rotation G = Coarse pitch version for
low power machines
T = Close pitch version for contouring
operations
C = With adjustable cassettes
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MILLING PARAMETERS

S ISR s Sl dpulaa slaia)

RPM
n - Yc-1000 (rev/min)
- D¢
Cutling speed
_nh-w-Dg
V&= "1000 (m/min)
Feed speed
Vi=n-zn-fz (mm/min)
Vi=Nn-Zg- 1z (mm/min)
Feei per revolufion
f=2zn-1z (mm/rev)
f=2c-12 (mm/rev)
Metal removal rate
_ B-8p -V -
1000 (cmEmin)

ae = Width of cut mm/radial depth of cut ~ (mm)
ap= Depth of cut mm/axial depth of cut (mm)
D= Cutter diameter (mm)
f = Feed per revolution (mm/rev)

iz = Feed per tooth (mm/tooth)

Zp = Effective No. of teeth for calculation of
feed speed or feed per rev (see helow)

n =RPM (rev/min}
0 = Material removal rate (cm3/min)
Vg = Cutting speed (m/min)

vf = Feed speed (mm/min)

Zn = No of tegth

Gutting speed and RPM for copying

voo Mom - DW (mymin)
1000

p = Yo 1000 (RPM)
o - Dw

Dw=2-\ ap (Dg-ap)  (mm)

Effective No. of teeth (z¢)
The effective No. of teeth (zz) s used to calculate the feed

speed (vf) and the feed per revolution (f). For most of the cut-
ters the effective No. of teeth (z¢) is equal to the No. of teeth in
the cutter (zn), but for some of the cutters z¢ is less than zp.

g
P
Example: Disc mill 335.19
Total No. of teeth (zp) = 12 Effective No. of teeth (zc) = 6

Explanation: 6 inserts on one side of the cutter and 6 overlap-
ping inserts on the other side are used to get the full width (ap).

which means zg = 6.
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